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aluminium adventure

tunnellers in a MOUNTAIN
Ten miles beyond this tunnel entrance and half a mile 
down, roaring waters will be tamed and harnessed. A 
linger on a switch will set great dynamos turning — 
dynamos that will generate power capable of providing 
the free countries o f the world with nearly half a million 
tons o f aluminium a year when fully developed.
The scene is British Columbia, where the Aluminum 
Company o f Canada Ltd. (an Aluminium Limited Com
pany) is engaged on a great industrial expansion in the face 
o f rugged opposition — a barrier of mountains.
Already the course of a chain of lakes is being reversed by 
damming and the drainage area converted into a huge 
reservoir. Water from this reservoir will have but one 
outlet — a tunnel gouged out o f the mountains and falling 
steeply to what will be the largest underground power

station in the world. All this to one end — the growth of 
large scale production and distribution of aluminium and 
its alloys, from mine to market.
As world demand for Aluminium increases, and ils usefulness 
as a major raw material becomes more widely recognised, so 
must production be expanded. One o f  the leading organisa
tions engaged in this task is the Aluminium Limited Croup 
o f Companies whose resources encompass many widespread 
activities. These cover every aspect o f the Industry — the 
mining and shipping o f raw materials, the generation o f  
hydro-electric power and the ultimate extraction and 
fabrication o f  the metal. To these must be added world
wide selling services and a programme o f continuous research 
designed to improve production methods and to find new 
alloys.

Aluminium Union Limited
TH E ADELPHI, STRAND. LONDON, W.C.2. AN A LUM INIUM  LIM ITED COM PANY 
PRINCIPAL BRITISH COM M ONW EALTH DISTRIBUTOR O F A LUM INIUM
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THE CORE-MIX 
IS AS 

GOOD AS ITS
BONO

I Cores hare the 
! qu isite  s tren g t

(PHOTO BY COURTESY OF MESSRS. W ESTINGHO USE BRAKE & SIGNAL CO. LTD.)

GLYSO Core Bonding Compounds
A RANGE TO MEET EVERY NEED

re
qu isite  stren g th s, 
both green and bak
ed, when the sand is 
bonded with Giyso, 
mixed in the Fordatli 
‘New Type’ Mixer.

High green bond, free flowing mix with high baked strength, 
quick drying without storing— 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 mix w ith 
high baked s tren g th ; unsurpassed 
for core-blowing m ixtures.

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

(PHOTO BY COURTESY OF MESSRS. CENTRAL FOUN DRY CO. LTD.)

D ark  Com pounds provide 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
o u t after casting.

Giyso X L  C ore Pow der, a pure 
—t 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 iy s o  —  E x o l  
C ore Pow ders, 
a range o f  cereal 
p o w d e r s  im 

pregnated  w ith core oil in  accu
r a te  q u a n ti t ie s  fox, 
classes o f  core w o ft.

Giyso A irb o n c /^ q T illiC M ^ S ^ i 
without stoving, ,q»jStovc-dnedf 
in half the usual time^ S S ^ ^

Giyso Resyns. A range o f  syn
thetic resin b inders for quicker 
drying o f  cores by short-period 
stoving, or by dielectric heating. 
E x ce llen t k n o ck -o u t. E n q u ire  
also about Giyso Spray Oils, F o r- 
davol, F o rda th  P arting  Powder, 
F o rda 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  th e  shop.

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

STAFFS.
PHONE: West Bromwich 0540, 0540,1692 

g ra m s : Metallical, West Bromwich
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U se  the

SANDSLINGER
to  sp eed  up  p rod u ction  an d  in c r e a se  o u tp u t.

The M otive type Sandslinger, with 20 ft. radius arm, raising  
and low ering, is  suitable for ram m ing pits, large boxes, or 
cores, in place, thus avoid ing all unnecessary  disturbance

and handling.

It provides, practically  at call, a rapid and effic ient ram m ing  
service, and re lieves your craftsm en from the drudgery of 

ram m ing large vo lu m es of sand.

FO U N D R Y  P LA N T & M A C H IN ER Y  LTD . 1,3 ^JSoow.
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Ko H D E  K
means service to 

found ries

t h e  n a m e  k o r d e k  is know n throughout the foundry 
industry. K ordek and  K ordol w ere  the first cerea l 
b inders  e v e r o ffered  to the industry, an d  m odern  
cerea l-b inder practice, with its m any g rea t 
advantages for m ost classes of foundry work, 
w as built up a round  them.
Today, the m akers of the K ordek and  Kordol 
ran g e  a re  still p ioneering  the developm ent of 
new  uses for ce rea l b inders. An exam ple is

K o r d e K
B I N D E R S  

K O R D E K  K O R D EK

G. B. KO RD EK and G. B. KORDOL are Manufactured  
under British Letters Patent Nos. S I 5470 & 543202

M A D E  B Y  A M E M B E R  O F  T H E

B r o w n  & P o iso n  
G ro u p

K O R D O L

the use of G.B. K ordek together with 
synthetic resins, to supp ly  the g re e n  bond  

that the resins lack.
The b in d ers  in the K ordek and  Kordol range 

have b een  w idely imitated, but they a re  still, by  
a la rg e  m argin, the most w idely u sed  of all cerea l 
b inders. Naturally, foundrym en p re fe r  to buy  
their ce rea l b in d e rs  from  the firm with the w idest 
expe rien ce  and  the largest re so u rces—the firm 
that perfo rm s and  controls ev e ry  m anufacturing 
operation  from  the g ra in  to the finished product. 
A nd the foundrym en a re  wise, for b es id e  this 
reassu ring  backg round  of experience , resou rces, 
and  control, the K ordek and  K ordol ran g e  is 
backed  by a  serv ice  of technical adv ice which 
no o ther m anufacturer of ce rea l b in d e rs  can equal.

This symbol 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 arid 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 ,  125-130 S T R A N D ,  L O N D O N ,  W . C . 2
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FOUNDRY FACINGS FOUNDRY FURNISHINGS

SHALAGO
BONDED

BLACKING
M IX O N LY  W ITH  C LEA R W A TER  

FOR
DRY SAND M OULD S  
A N D CO REW A SH

W * GUMMING & O  LTL
GLASGOW FALKIRK CHESTERFIELD

DEEPFIELDS near BILSTON 

& MIDDLESBROUGH
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U N I V E R S A L

In the Service o f  Industry 

U N I V E R S A L  C O N V E Y O R  C O . ,  L T D  • B A R K B Y  R O A D  ■ L E I C E S T E R  • P h o n e :  6 7 8 2 2 / 3

A l s o  o t  L O N D O N  B R I S T O L  • M A N C H E S T E R  • G L A S G O W  • D U B L I N

M O N O R A IL  C O N V E Y O R S  ■ F IX E D  A N D  P R O T A B L E  C O N V E Y O R S  • F L A T  B E L T  C O N V E Y O R S  

T R O U G H  B E L T  C O N V E Y O R S  • G R A V IT Y  C O N V E Y O R S  ’ E L E V A T O R S  • S K IP  H O IS TS , E T C .

Manual handling of materials and products is a thing of the past. 

Why not investigate ways and means of speeding the job? For quicker, 

easier and safer handling, install a Universal Conveyor o r Loader. 

Fully illustrated literature is available free on request and our technical staff 

is always ready to  help and advise on any type of conveying problem.



BRITISH ELECTRO METALLURGICAL COMPANY LTD,
WINCOBANK ' SHEFFIELD * ENGLAND

T elephone: ROTHERHAM 4 2 5 7  ( 2  L i n e s  )

GRAPHI TE

200 M e sh « .
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GRADED ALLOYS for 
LADLE ADDI TI ONS. . .

These structures in various forms a n d  
distributions can be greatly  im proved  
w ith  ladle  add it ions.
75/80% FEUROSILICON

To reduce  c h ill and improve machinability.

6% ZIRCONIUM  FERROSIL1CON
To im p r o v e  m a c h in a b ility  and increase strength.

S M Z  ALLOY
To im p r o v e  s tre n g th  and balance section thickness variation*.

FOUNDRY GRADE FERROCHROM E
To increase  ch ill, refine structure and improve strength.

T elegram s: "8EM CO" SHEFFIELD



s t a n d a r d s  o f  p r e c i s i o n  in 

b o x  d i m e n s i o n s  > a c c u r a c y  

a n d  a l i g n m e n t  o f  l u g s  a n d  

p i n s , . a r e  m a j o r  c o n t r i b u t i o n s

t o  t h e  r a p i d  p r o d u c t i o n  o f

A C C U
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Please invite us to  investigate the possib ilities 
o f  the M O D E R N  M E L T IN G  M E T H O D  as 
applied to your own conditions.

CUPODEL LIMITED * 86 SOUTH ROAD * BIRM INGHAM ,31
and at A B F O R D  H O U S E  • W IL T O N  R O A D  • L O N D O N  • S .W . I

a re  pleased to  announce th e  successful 
operation of th e  la test ho t hiast cupola 
installation in the  U nited Kingdom. 'It is 
engaged in th e  production of m olten i ron  lo r 
high-grade autom obile and o ther light 
engineering castings and has an u ltim ate  
designed capacity of 15 tons per hour.

T IB I



JUNE I I ,  1953 FOUNDRY TRADE JOURNAL

SALES AND TECHNICAL SERVICE: 21 S t. J a m e s ’s Sq • L o n d o n  • S .W .l  T e l: W R I  8021 

S E E  O U R  S T A N D  No. B2 A T  T H E  B R IT ISH  P L A S T IC S  E X H IB IT IO N , O LY M P IA , J U N E  8—

(  "  C e llobon d  "  is  a  R e g d . T ra d e  M a rk )

( 0  BRITISH RESIN PRODUCTS LTD

U sing Cellobond Phenolic an d  Cresylic resins in  th e  shell process th e  m ost 
in tr ic a te  p a t te rn  can  be fa ith fu lly  rep roduced  a n y  nu m b er o f tim es. T heir 
excep tionally  good flow charac teris tics  ensure a  stro n g  bond  betw een  the  
sand  grains, an d  p roduce a  shell w ith  a  perfec t surface. Cellobond resins have 
a  sh o rt curing tim e w hich gives qu icker h an d lin g — an  essen tial fac to r in  
econom ic fo u n d ry  p rac tice . P lease  w rite  fo r sam ples an d  fu rth e r  in fo rm ation .

CELLOBOND re s in sn rea lso  av a ilab le  fo rsa n d  core 
b in d in g . T h ese  res in s  show  m a rk e d  econom ies 
in  core  co sts  a n d  sav e  fuel a n d  tim e . E a s ily  m ix ed  
a n d  c lean  to  h a n d le , th e y  h a v e  b een  spec ia lly  
fo rm u la ted  to  e lim in a te  th e  o b je c tio n ab le  o dour 
u su a lly  a sso c ia ted  w ith  th is  ty p e  o f core  b in d e r.
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H ow to increase the
life of your furnace linings

Pouring metal from an Allis 
Chalmers high frequency 
furnace with Silester bonded 
lining at the works of Messrs. 
J. P. McKellar (Alloys) 
Ltd., Craiglon Industrial 
Estate, Glasgow, S.HLj.

M onsan to ’s e th y l silica tes, S ilester A an d  
S ilester 0 ,  a re  w idely  used  as th e  b o n d in g  ag en t 
in  c a s t re frac to rie s  for lin ing  arc  fu rnaces an d  
h ig h  te m p e ra tu re  ovens, in  ram m ed  m onolith ic  
lin ings for h igh  frequency  furnaces, a n d  in 
w ashes for fu rn ace  linings.
T hese M onsanto  chem icals m a k e  possib le th e  
ca s tin g  of in tr ic a te  shapes from  fillers such  as 
finely g rad ed  a lum ina , sircon, sillim an ite  an d

silicon ca rb id e , an d  are  p a r tic u la rly  su itab le  for 
ca s tin g  ceram ic shapes fo r re ta in in g  e lec trica l 
elem ents.
W rite  now  fo r full in fo rm atio n .

SILESTER O Ethyl silicate 
SILESTER A Amine modified

ethyl silicate

MONSANTO CHEMICALS LIMITED,
V ictoria  Station House, V ictoria  Street, London, S.W.1.

In association with :  Monsanto Chemical Company, St. Louis. U.S.A. Monsanto 

Canada Ltd .. Montreal. Monsanto Chemicals (Australia) Ltd ., Melbourne. Monsanto 

Chemicals o f  India Ltd ., Bombay. Representatives in the world's principal cities
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IRONS
THE STAVELEY IRON & CHEMICAL CO. LTD. NR. CHESTERFIELD

“ T h e  range of  
Staveley pig irons 
offers material for 
all general foundry 
purposes. The 
Staveley Technical 
service is offered 
free to any requir- 
ing a dv i c e  on 
foundry problems ”
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Magnetic moulding machine producing moulds 
jor heavy cooker-frame castings

comparison. When a battery o f machines is in use, 
the electrical control includes a sequence selector 
device to prevent the solenoids of two or more 
machines being energised simultaneously, thus auto
matically limiting the instantaneous power demand.

Types o f M achine and A p p lica tion s

The two most popular types in current use are the 
“  Squeeze-strip ” and “ Down-sand Fram e squeeze 
strip ”  machines. The former has a  very wide and 
diverse application; the latter is particularly applicable 
to the production of moulds for flat or shallow cast
ings where the box depth does not exceed 6 inches.

“ Double-face Boxless ” and “ Roll-over ” types 
are also manufactured to meet special requirements. 
Slight differences in the types of machine available 
enable manufacturers to  choose a model most suited 
to  their particular requirements.

The field of application is wide and includes the 
production of moulds for the com ponents o f gas, elec
tric and solid fuel com bustion cookers and stoves ; 
industrial and agricultural machine parts, electrical 
fittings and instrument components.

Magnetic M oulding M achinesaremadeexclusively 
by British Insulated Callender’s Cables Limited in 
their Prescot factory ; this organization also provide 
the customary “ After Sales Service” .

For those who wish to know more about the 
application of Magnetic M oulding Machines in the 
foundry, BICC have published detailed inform ation 
(Publication 276 V) which is available on request to:

i f t V
l i l l  .

British Insulated Callender’s Cables Limited 
21, Bloomsbury S tree t, London, W .C. I

Magnetic Moulding 
Machines

O p e r a t i o n  a n d  A p p l i c a t i o n

In foundries laid out for large scale repetition 
work moulding machines long ago proved their worth ; 
today the advantages afforded by the Magnetic type 
o f moulding machine are helping towards even greater 
efficiency and economy. These machines whilst fre
quently having a somewhat higher initial cost than 
other types o f mechanical m oulding machines gain 
by their low installation charge, negligible m ainten
ance and the immense saving in running costs 
am ounting to  as much as £85 in twelve months.

Moulding pressure in the magnetic types is applied 
through a D .C. solenoid. A part from  the cable con
necting the machine to the power supply, there are 
no other connections, pipes or any exterior equipment, 
although a D .C. supply is o f course essential. It is, 
in this respect, virtually self-contained, and, since 
there are few moving parts, requires very little 
maintenance.

O p e r a t io n

N o technical knowledge is required by the oper
ator, for the machines are automatically controlled by 
a simple push-button system that is practically fool
proof. When the push-button is released at the end 
o f the pressure stroke the pattern is automatically 
stripped from the m ould , the stripping speed being 
controlled by the rate o f displacement o f oil in the 
m ain dashpot. Electric vibrators are normally fitted 
which are energised momentarily immediately the 
“ squeeze” push-button is released, to ensure that the 
pattern is stripped cleanly from  the mould. Electric 
heaters (with 3-heat control switch) can be supplied 
to prevent the moulding sand from adhering to  the 
pattern. The machines can usually be arranged to  suit 
equipment already standardized for machine moulding 
methods. But it is, perhaps, on the evidence of power 
consumption-figures that the case for magnetic 
moulders presents its strongest argument. Unlike 

hydraulic or pneumatic m a
chines where compression 
power must be m aintained 
a t all times throughout the 
shift, magnetic moulding 
machines only use electric 
power during the time the 
actual moulding stroke is 
being made—for perhaps 1£ 
to  2 seconds. A typical 
example is quoted o f a mag
netic m oulding machine pro
ducing 350 complete moulds 
in boxes 20" x 12" x 3-I" deep, 
for an electrical consumption 

Down-sand frame magnetic of approximately 31 units , 
moulding machine. a rem arkable figure by any



DATERSON HUGHEC
1  E N G IN E E R IN G  COMPANY LIMITED O

No. FIVE — WILLIAM EWART GLADSTONE

M E N  O F
v i s i o n

Farsightedness and clear thinking 
were amongst the outstanding qualities 

o f this great statesman who boasted 
that he had nothing but Scottish 

blood in his veins.
By intelligent anticipation q f future- events, 

technical skill and long experience 
Paterson Hughes Engineering Go, Ltd., 

mechanical handling engineers, improve the 
productive efficiency o f the Foundry 
by planning and designing complete 

mechanisation schemes- They4ve been doing 
it since before the word 

mechanisation was invented.

JUNE I I ,  1953 FOUNDRY TRADE JOURNAL

WYNDFCRD WORKS 
MARYHILL 
G LA SG O W

TEL,: MARYHILL 2172=4

BEDFORD HOUSE 
BEDFORD STREET 

STRAND LO NDO N W.C.2 
TEL.: TEMPLE BAR 7274=6

3 RICHFIELD  ROAD 
EDGBASTON 

BIRM INGHAM i5
TEL,: EDGBASTON 1639

A Paterson Hughes pouring
runway used in conjunction 
with a  sp ecia lly  d esign ed  pa lle t
type mould conveyor,

Rooster 256S
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C O M P L E T E L Y  M E C H A N IS E D  C O N T IN U O U S  C A S T IN G  P L A N T S  FO R  T H E  
P R O D U C T IO N  O F  R A IL  C H A IR S , E T C . (B Y  C O U R T E S Y  O F  B R IT ISH  
R A IL W A Y S ).

The Installation Illustrated above, with its twin mould conveyors and completely 
autom atic knockout station, is an example of our ability to create systems to 
produce castings with the utmost efficiency and economy.

FOUNDRY EQUIPMENT LTD
LEIGHTON BUZZARD, BEDFORDSHIRE, ENGLAND
P H O N E : U E tS H T Q N  B U Z Z A R D  2M6-7-8 G R A M S : ‘ E Q U IP M E N T ’ L E IG H T O N  B U Z Z A R D -

/  *°r
dry Efficiency

TRADE MARK

52
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T H E  MACHINE 
WHICH HAS BEEN 
POSITIVELY PROVED 
IN THE PRODUCTION 
OF L A R G E  AND  

SMALL SHELLS

'P H O N E : L E IG H T O N  B U Z Z A R D  2206-7-8. 'G R A M S : " E Q U IP M E N T  ”  L E IG H T O N  B U Z Z A R D .

S .P .5 .

F.E. (SUTTER) S.P. 1,000 Automatic Shell Moulding Machine producing 30" x  20" Shells 
for conveyor idler-roller castings (4" deep pattern— 6 castings per complete shell 
mould). This illustration shows the invested pattern plate rolling back to  the curing 
position.

Patents applied for in a ll Industrial Countries.

LEIGHTON BUZZARD, BEDS, ENGLAND.

o
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U  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 arc very much preferable to the 
steelyard type . . . }}
E x tra c t f ro m  ‘ Fou ndry T rades Jou rnal?  N o vem b er 1952

It must bo strong, it must be 
accurate — when i t ’s a big, 
tough weighing job such as 
weighing metal charges, the 
Salter ‘ 99 * saves time and 
labour and speeds produc
tion. Accurate weight at a 
glance. Listed in capacities 
from A to 100 tons, but if 
you have an extra  big job 
requiring a larger 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
M-W.354



R eproduced  above are unretouched  pho tographs taken by T h e  E nglish  Steel C orporation  L td ., Sheffield, 
show ing the m achine grind ing  wood for the  purpose o f  photograph ing  th e  sm oke produced.
T h e  second pho tograph , no t faked in  any w ay, shows the rem arkable ex traction  achieved.
T h is  g rinder has been designed and  bu ilt as a resu lt o f  experim ents over four years on  an entirely 
new  theory  o f  du st extraction .
Exhaustive tests w hich have been filmed prove th a t this m achine com pletely solves one o f  the  w orst 
problem s in  th e  cam paign against Pneum oconiosis.
A pproved by the V entilation  C om m ittee o f  the 
F o u n d ry  T ra d es’ E qu ipm en t & Supplies Associa
tion  L im ited  as satisfactorily  em bodying the  
principles developed in  conjunction  w ith the 
B ritish  Steel Castings Research Association.
In  your ow n and  your opera to rs’ in terests , we 
shou ld  like to  send you full details.

LUKE & SPENCER LTD.
C enturian W orks, Broadheath, A ltrincham , Cheshire 
Phone: Altrincham 3281 G ram s: “ Emery, Altrincham’*

A NEW 20" SWING FRAME GRINDER
which com pletely solves one of the w orst problems in the foundry
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M A T H I S O N
CONTINUOUS HORIZONTAL RECIRCULATING 

TYPE CORE DRYING STOVES

TIME CYCLE THROUGH STOVE : 50 MINUTES.
Enquiries to :

JOHN MATHISON LIMITED (Engineers)
HUTTON HALL, GUISBOROTJGH, YORKSHIRE, ENGLAND
Phone: Guisborough 59 Grams: Mathison, Guisborough

Special Features : External C harging and Discharging.
Automatic T em perature Control, with P ressurized  Drying 

Cham ber.
Dry C ores with No Burnt Surfaces.
T em perature G radient in P reheating Zone, with Controlled 

Excess Oxygen.
Simplicity of Suspension and  Inspection, with Minimum 

Labour and Fuel Costs.
C lean Gas Fired. Counter-flow Recirculation.
Automatic Ventilation effected by suction ducts'on entrance 

and d ischarge openings.

Installed a t the modern steel foundry o f  M essrs . Head, W rightson & Co. L im ited , Thornaby-on-Tees
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AT LAST, A HOT BLAST SYSTEM W HICH -

■ 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 is a n e w  s e n s a t i o n a l  a p p r o a c h  — f o r  f u r t h e r  
d e t a i l s  c o n t a c t : —

Foundry Engineering Division

iTHE i n c a n d e s c e n t  h eat  c o m p a n y  ltd
S M E T H W I  C K E N G L  A N  D

II  / K  PHONE SM ETH W ICK 0 8 7 5  ( 8  L I N E S )  LONDON O FFICE -  16, GH0SVEN0R PLACE S.W.I. Phon. SLOSNE 7803 1 98tJ
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MANSFIELD
M O U L D IN G  S A N D

travels long distances to meet the needs o f  
the Foundry—to Scotland and South W ales, 
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.
M ANSFIELD ■ ENGLAND

Telephone : Mansfield 201.

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

A good d raught on boiler fires is the first essential of 
economical steam  production. W ith satisfactory 
draught assured, unaffected by atm ospheric conditions, 
it  is possible to  obtain  m aximum evaporation from 
every boiler—thus effecting economy in capital outlay 
and running costs. Only mechanical means can assure 
satisfactory draught and “■ K eith-Blackm an ” Mechani
cal D raught Fans provide the best mechanical means.

SE N D  U S  YOUR ENQUIRIES.
K E IT H  B LA C K M A N  LTD .

M ILL M EA D  R O A D , L O N D O N , N.17 
•R h o n .i T o t te n h a m  4522. G r a m . ;  " K e l th b la c  'P h o n e  L o n d o n ."

“ K e i t h  - b l a c k m a n ”
MECHANICAL DRAUGHT

11*
:■)
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How many iurnaces can you count  

—two or three?

i  ,
Ills

“ You needed three to keep pace with the new 
production line . . .  Where’s the third ? ”

“ In  the other two. W e’ve increased their 
capacity by fifty per cent. W e get six charges 
per shift instead of four.”

“They look about the same.”

“As a m atter of fact, externally, they are exactly 
the same. A bit larger inside —  thinner walls. 
But tha t’s not the p o in t; we’ve cut down the 
heat the walls soak up on every charge, it’s that

MO

which has made the difference. T hey’re built 
of a light-weight brick with a very low therm al 
capacity — and it’s a good insulator into the 
bargain. W e use no more fuel for six charges 
than we used for four.”
“  The old hot face insidation, eh ? Shouldn’t  have 
thought it would stand the temperature.”
“ T he old stuff wouldn’t. This is something 
n e w : stands I 540°C or 28oo°F if you prefer it 
that way hence its name M.I.28. M  for Morgans 
of course.”

R G A1 V ef ra c
N

c t o r i e s
AR E W ORTH FA R  MORE TH AN TH EY COST

T H E  M O R G A N  C R U C I B L E  C O M P A N Y  L T D .  ( R e f r a c t o r i e s  G r o u p ) ,  N e s t o n ,  W i r r a l ,  C h e s h i r e . T e l :  N e s t o n  1 4 0 6

n .e .26
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The F O U N D R Y  T R A D E  JO U R N A L  is  the O ffic ia l O rgan o f the 
fo llow ing

IN S T IT U T E  O F  B R IT ISH  F O U N D R Y M E N
P R E S ID E N T  : D r .  C .  J .  D a d s w e ll , English Steel C o rp o ra tio n ,

L im ited , Sheffield.
Secretary : T .  M a k e m so n , Sa in t John Street Cham bers,

Deansgate, M anchester, 3. ’Phone and ’G ram s : B lack fria rs  6178.
B R A N C H ES

Birmingham, Coventry and W est M idlands : E . R . Dunning , 55, Shakes
peare D riv e , Sh ir le y , W a rw ick sh ire . Bristol and W est o f  England :
G . W . B ro w n , 51, W estb u ry  Road, B r is to l. £ . M idlands: S. A . H o rto n , 
163, M orley Road, Chaddcsdon, D erby. Lancs :  F . W . N ie ld ,
114, C la rksfie ld  Road, O ldham . L in e s : T .  H . N o rth , 46, M ildmay 
S tree t, L in co ln . London: W . G . M ochrie , Tyse ley M etal W o rk s , 
L im ited , Ba lfo ur House, F insbury Pavem ent, London, E .C .2 . Newcastle- 
upon-Tyne :  F. Rob inson, S ir  W . G . A rm stro ng , W h itw o rth  & C o . 
(Iron founders), L td ., C lose W o rk s , Gateshead. Scottish :  J .  B e ll, 60, 
S t. Enoch Square, G lasgow . She ffie ld : J . H . Pearce, 31, Causew ay 
Head Road , D o re , Sheffield. Tees-side :  F. Shepherd, Head, W righ tson  
& C o ., L td ., Teesdale Iron W o rk s , Thornaby-on-Tees. W ales and 
Monmouth :  A . S. W a ll ,  14, Palace A venue, Llandaff, C a rd iff . West 
Riding o f Yorkshire :  H . W . G riffith s , 46, Peckover D riv e , Th o rn b u ry , 
Bradford . South A frica  : Secre taries , S .E .I .F .S .A ., Barc lays Bank
Bu ild ings, C r .  Com m issioner and H arr iso n  S tree t, Johannesburg.

S EC T IO N S
Burnley : H . Buck ley, 33, N ew castle  S tree t, Burn ley . Cape Town : 

S . W ade , P .O . Box 46, Sa lt R iv e r . East Anglia :  L . W . Sanders, Lake 
and E llio t , L im ited , B ra in tree , Essex. Falkirk :  A . Bulloch, Jones & 
C am pb e ll, L im ited , Torw oo d  Foundry, La rb e rt , S t ir ling sh ire . Scottish- 
North Eastern : R . Leeks, A lexand er Shanks & Son, L im ited , A rb ro a th . 
Slough : P . H o esli, L ight Production C o ., L td ., Slough, Bucks. West 
W a le s : C . G . Jenk in s, “ High W in d s ,’ ’ 26, Tow n h ill Road,
S ke lty , Swansea. Southampton :  D r . O . P . E in e rl, F .I.M ., John I .  
T ho rnycro ft & C o ., L td ., W o o lsto n , Southam pton.

B R IT IS H  S T E E L  F O U N D E R S ’ A S S O C IA T IO N
Chairman :  T .  H .  S u m m e rs o n , Sum m erson’s Foundries L im ite d , 

A lb e rt H ill  Foundry, D a rlin g to n , C o . Durham . Secretary : R o b e r t  
B a rb e r , A .C . I .S . ,  Broom grove Lodge, 13, Broom grove Road, Sheffield, 
10. ’Phone and ’G ram s : Sheffield 63046.

B R IT IS H  S T 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 lo y d , B .A . ,  F . H . L loyd  & C o ., L td . Director :

J .  F . B . Ja c k s o n , B .S c . ,  A .R . I .C . ,  F . I .M . Secretory :  R o b e r t
B a rb e r ,  A .C . I .S . ,  Broom grove Lodge, 13, Broom 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  B R A S S  F O U N D E R S

President :  W .  R . M a rs la n d , N ew m an , Hender & C om pany, L im ited , 
W oodchester, G lo s . Secretaries : H e a th c o te  & C o le m a n , 69,
Harborne Road, Edgbaston, B irm ingham , 15. ’ Phone : ED Gbaston 4141. 
’G ram s : “  C la r ify , ’ ’ B irm ingham , 15.

L I G H T  M E T A 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 c c h .E .

Secretary :  E r ic  L .  H e a th c o te , 69, H arborne  Road , Edgbaston, B ir 
m ingham, 15. ’P h o n e : ED G baston 4141. ’G r a m s : “ C la r i fy , ’ ’
B irm ingham , 15.

F O U N D R Y  T R A D E S ’ E Q U I P 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 ,  August’s L im ite d , E xm o o r S tree t, 
H a lifa x . Secretaries : P e a t , M a rw ic k , 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, So w est,’ ’ London.

IN S T I T U T E  O F  V I T R E O U S  E N A M E L L E R S
President :  D r .  H a ro ld  H a r t le y ,  C .B .E . ,  D .S c ., H o n .M .I .G a s  E . ,  

Rad iation L im ited , 7, Stratford  Place, London, W . l .  Chairman: S . H a lls *  
w o r th , Prince Enam el and M etal W o rk s  L im ited , M arsh Side, W o rk 
ington , Cum berland . Secretaries: Jo h n  G a rd o m  & C o m p a n y , R ip ley, 
D e rb ysh ire . ’ Phone :  R ip ley 136.
C O U N C IL  O F  IR O N F O U N D R Y  A S S O C IA T IO N S

Chairman : N .  P . N e w m a n , N ew m an, Hender and C om pany,
L im ited , W oodchester, near G loucester. Director : K .  M a rs h a ll.
Secretary : J .  W . B u t le r ,  C rusader House, 14, P a ll M a ll, London, S .W .I .  
’Phone : W h ite h a ll7941.

Participating Associations : B rit ish  C as t Iron Research Association
(a ffilia ted) ; Institu te  o f B r it ish  Foundrym en (affilia ted) ; and the 
fo llow ing :—

Automobile Ironfounders’ Association.— Secretaries : Heathcote and
Co lem an , 69, H arborne Road, Edgbaston, B irm ingham , 15. ’ Phone : 
ED G baston 4141. ’G r a m s : “  C la r ify ,”  Birm ingham , 15.

British Ironfounders’ Association and British Bath M anufacturers’ 
Association.— D ire cto r and Secre tary :  J .  G a lb ra ith  Sneddon, C .A .,
145, S t. V incent Stree t, G lasgow , C .2 . ’Phone : Cen tra l 2891
’G ram s "  G ro u n d w o rk ,’ ’ G lasgow .

British G rit Association.— Secretary : J . Cam pbell M acGregor, 10, Bank 
Stree t, A ird rie , Lanarksh ire .

British Malleable Tube Fittings Association.— Secre tary : F. B . R id g w e ll, 
196, Shaftesbury Avenue, London, W .C .2 . ’Phone: Tem ple B a r 6052-3 ; 
’G ram s : "  B rim atu fia ,’ ’ London.

Cast Iron Chair Association.— Secretaries : Peat, M arw ick , M itchell 
& C o ., The C ast Iron C h a ir  A ssociation , Q ueen’s Square, M iddlesbrough, 
Y o rksh ire .

Cast Iron Axlebox Association and National Ingot Mould Association .—  
Secretaries : Peat, M arw ick , M itchell & Com pany, 301, G lossop Road 
Sheffield. ’Phone and ’G ram s : B room hill 63031.

Cast Iron, Heating, Boiler and Radiator Manufacturers’ Association.—  
Secre tary : Stanley Henderson, 69, Cannon S tree t, London, E .C .4
’Phone : C ity  4444.

Cast Iron Pipe Association.— Secretary :  T .  C la rk , C ru sad er H ouse, 
14, Pall M all, L o n d o n ,S .W .I . ’Phone : W h ite h a ll7941.

Cast Iron Segment Association.— Secre tary : H . A . D . A c lan d , 5 , V ic to ria  
S tree t, London, S .W . I . ’Phone : Abbey 1394.

Greensand Pipe Founders’ Association.— Secretaries : M cC lure  N a ism ith  
Brod ie  & Com pany, 77, St. V incent S tree t, G lasgow , C .2 . ’ Phone : 
G lasgow 9476 ; 'G ram s : “  L y c id a s ,"  G lasgow .

National Association o f  Malleable Ironfounders.— Secre tary : Miss L .
V e r ity , Cham ber o f Com m erce O ffices, T u d o r House, Bridge S tree t, 
W a lsa ll. ’Phone :  W a lsa ll 5671.
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Chairman :  D . G ra h a m  B is s e t , Enfield Foundry C o ., L td ., W altham  

C ro ss . D ire c to r : R . F o rb e s  B a ird , 117, Church Lane , H andsw orth  
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L O C A L  B R A N C H  A S S O C IA T IO N S
East and W est Ridings.— Secretary : O . G ib so n , O liv e r  G ibson & Sons, 

L td . Leeds. ’Phone : Leeds 21226. London, Home and Eastern
Counties.— Secretary : A . L . N ad in , Cooper R o lle r Bearing  C o ., L td ., 
K in g ’s Lynn , N o rfo lk . ’P h o n e : K in g ’s Lynn 2500. Midlands.— Se cre ta ry : 
R . Forbes B a ird , 117, Church Lane , B irm ingham , 20. ’P h o n e : 
N o rth ern  0037 & 0343. North M idland.— Secre tary : C has . J .  Stone, 
M anlove A llio t t  & C o ., L td ., Bloomsgrove W o rk s , N ottingham . ’ Phone : 
Nottingham  73084 o r  75127. North W estern.— S e c re ta ry : H .G o tt ,N o rth  
Foundries, L td ., Lansdowne Road, M onton, Eccles. ’ Phone : Eccles 
3545. Scottish.— Secretary : A llan  F. U re , A llan  U re , L td ., Keppochhill, 
G lasgow . ’Phone : G lasgow , Douglas 2641.
N A T I O 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

President :  T .  L e e , H enry H o llin d rake  & Son, L im ited , Princes 
Stree t, S tockpo rt. Secretaries : M a n n , Ju d d  & C o .,  8 , Fredericks 
P lace, O ld Je w ry , London, E .C .2 . ’Phone : M etropolitan 8613 ;
’G ram s : “  Manjudca Phone,”  London.
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Monmouthshire Founders’ Association.—  S e c re ta ry : I. J . Sm ith , 
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Scottish Ironfounders’ Association.— Secretaries : Mann, Judd , Gordon 
& C o ., 142, S t. V incent Stree t, G lasgow , C . l .  ’ Phone : C e n tra l 2857 ; 
’G ra m s : “  M annca,”  G lasgow.

Sheffield and D istrict Ironfounders’ Association.— Secretary : T .  Goddard , 
M ander, 59 , C larkhouse  Road, Sheffield, 10. ’ Phone : Sheffield 60047 ; 
’G r a m s : “  Em plofedra,”  Sheffield.

South o f England Ironfounders’ Association.— Secretaries :  Mann, 
Judd & C o ., 8 , Fredericks P lace, O ld Je w ry , London, E .C .2 . ’ Phone :
M ETropo litan  8613. ’Gram s : ”  Manjudca Phone,”  London.

Welsh Engineers’ and Founders' Association.— Secretary : W . D . M. 
D av is , I ,  St. James G ardens, Sw ansea. ’P h o n e : Swansea 59166 ; 
’G ra m s : “  Iro n ,”  Swansea.

West c f  England Ironfounders’ Association.— Secretaries : M ann, Judd 
& C o ., 8 , Fredericks Place, O ld  Je w ry , London, E .C .2 . ’ Phone :
M ETropo litan  8613. ’G ra m s : “  M anjudca, Phone,”  London.

West Riding Ironfounders’ Association.— Secre tary : C . D . Buckle ,
13, Cheapside, Brad fo rd . ’Phone : Bradford 25346.

B R IT IS H  C A S T  IR O N  R E S E A R C H  A S S O C IA T IO N
A lvechurch , B irm ingham . ’Phone and G ram s : Redditch 716.
Scottish Laboratories.— Blantyre  Industria l Esta te , B lan ty re , Lan ark 

sh ire . ’Phene 486.
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In the foundry no less than in the field “ W hat's in the bag 
remains paramount.

S o l e  L i c e n s e e s  a n d  
M a n u f a c t u r e r s  f o r  
B r i t i s h  E m p ir e  (e x c lu d in g  
Canada) o f  the  S im p s o n  

S a n d  M ix e r .

By every Test, foundry equipment by August’s copes w ith the 
unpredictable. Strong reserves, good timing, rhythmic move
ment, and a happy team, all contribute to good deliveries that 
are effectively shown on the production score-board !

August’s will gladly meet you on your own ground on 
your first open date. Make it a fixture ?

Specialists in Modem 
Foundry Mechanisation

HALIFAX ENGLAND
Telephone: Halifax 61247/8/9 
Telegroms:.August, Halifax.
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A Record of Service
The recently issued annual report of the Council 

o f Ironfoundry Associations* is one o f  the most 
im portant docum ents to be placed before m anu
facturers of cast iron, as it deals with questions 
vitally affecting the welfare of every firm in the 
industry. I t gives convincing p roof of the necessity 
fo r such an organization to guard the interests o f 
the iron founder against the ever-increasing legis
lative burdens being imposed upon the industry. 
T he year covered by the report was perhaps the 
m ost im portant since the C.F.A. cam e into existence, 
because not only was there the Iron and Steel Bill 
but additionally the “ D raft Iron  and Steel Foundry 
Regulations, 1953.” W hilst not all foundries agreed 
that the handling o f these m atters was perfect, the 
inescapable fact tha t emerged was the need fo r a 
strong and representative em ployers’ association.

T he final outcom e o f  the recent Bill is now 
shown to be not too onerous and the new Board 
will, we are sure, have the cordial support o f the 
whole industry. The “ foundry regulations ” should 
by now have been studied by all foundry concerns 
and if the managem ents have been wise, they will 
have registered their objections where the clauses 
are impossible o r too difficult to operate. Such 
objections, when they are sent to a co-operative 
organization, have a good chance of being re
inforced by others similarly placed and so help to

* E xtracts shortly to be printed.

create a m uch stronger case than  can be m ade out 
by one (or even severally presented) individual 
cases. These activities are just extra to the norm al 
day-to-day work of the C.F.A. T ransport is a 
subject that is constantly the cause for investiga
tion and representation. T he raw-m aterials m arket, 
also, comes in for regular study and the case cited 
of an am ple supply of coke associated with local 
shortages is typical of the need for co-operative 
action.

Costing is always to the forefront of the studies 
of the Council, as a really widespread knowledge 
of w hat it really costs to m ake a casting goes 
a very long way to arresting uneconomical price- 
cutting and m aterially reduces the pressure o f the 
staff a t Carey Street. The educational work, 
recruitm ent and sim ilar activities are noteworthy 
and in the long run will give results to the great 
benefit of the whole of the foundry industry. I t 
should be remembered tha t a high proportion  of 
the work done by the C.F.A. is voluntary and the 
industry is really grateful to those firms and indi
viduals who a t no little cost to themselves w ork 
for the general good of the industry. Y et the 
work of the Council is such that it needs m ore than 
gratitude. It requires the support o f those firms, 
large and small, who are content to let others carry 
a load. It is only com m on justice that such support 
should be wholeheartedly accorded.
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Re-purchase o f Steel Interests
G.K.N. Still Interested

In the near future the company expected to be in
vited to discuss the possibility of the return to its owner
ship of iron and steel works previously connected with 
the group, said Mr. J. H. Jolly, chairman, in his state
ment, dated M ay 12, accompanying the annual report and 
accounts o f Guest, Keen & Nettlefolds, Limited, for the 
53 weeks ended January 3.

H e reminds shareholders that he said last year that 
the Board would be interested in purchasing those works 
subject to fair financial terms on reacquisition and the 
extent to which free enterprise might be allowed. That 
was still the directors’ purpose providing the conditions, 
which were of param ount importance, could be satisfied. 
They believed that under management the costs of steel 
production would be less, and its quality fo r its m anu
facturing companies would be better than under nation
alized control. The m atter would be decided in the light 
of the terms offered to the company, and the conditions 
as they affected the iron and steel trade today.

Total compensation received by the company for the 
transfer of securities to the Iron and Steel Corporation 
was £18,700,000.

Cammell Laird and English Steel
Until it was known what interest could be acquired 

in the English Steel Corporation, Limited, and upon 
what terms, the Board could not decide w hether the 
re-acquisition of such an interest was desirable or not, 
said Mr. J. C. M ather, chairman of Cammell Laird 
& Company, Limited, Birkenhead, at the company’s 
recent annual meeting. He said that the possession 
o f a substantial interest in such a concern had obvious 
advantages for the company. He hoped that necessary 
information on which to make a decision would be 
obtainable without much further delay.

Urging the shipbuilding and engineering unions to 
reconsider their claims for higher wages, Mr. M ather 
stated that orders for the wagon-building department 
had fallen off during the last three or four months, due 
largely to lack of purchasing power and exchange diffi
culties. In addition, foreign competition was increasing.

Essential Imports into Brazil
Brazil’s new exchange law, in force since February- 

21, reserves the official exchange rate (52.41 cruzeiros 
to £ 1) fo r imports of essential raw  materials, machin
ery, and equipment, listed in accordance with the 
Brazilian Customs Tariff. Raw materials include 
unspecified metallic minerals; iron and steel and alloys 
thereof; copper, alum inium, lead, zinc, and nickel, 
finished and semi-finished; coal, coke, and briquettes, 
and sub-products.

U nder machinery and vehicles are included:—Farm  
machinery and implements; equipm ent for well-drilling, 
mining, and metallurgy; tractors; axles, gears, flywheels, 
pulleys, cylinders, and other transmission parts for 
machines; locomotives, electric trains, and accessories 
fo r railway rolling stock; unassembled jeeps; m otor 
and sailing vessels o f over 500 tons; aircraft; floating 
dredgers and cranes.

The list o f manufactures includes iron and s'teel 
sheet and rolled products, stainless steel tubes, pipes 
and accessories, wire, barbed wire, steel wire rope, 
unfinished rails, and tools.

Merchandise no t considered strictly essential, such 
as private motor-cars, may be im ported at the free 
exchange rate.

The free exchange rate is now around 105 cruzeiros to 
£ 1, subject to exchange availabilities.

Foundry Coke Merchants’ 
Association

The annual general meeting of the Foundry Coke M er
chants’ Association was held at the W aldorf Hotel, 
London, on May 21, preceded by a luncheon, which was 
well attended by members and guests. The chairman, 
Mr. Arnold Carr, of Thos. W. Ward, Limited, Sheffield, 
in a pleasing speech welcomed the guests, amongst whom 
were numbered representatives of the producers and the 
Ministry of Fuel. Stressing the friendly relations be
tween his department and the distributors, Mr. H. H. 
Prosser, of the N ational Coal Board, replied on behalf 
of the guests.

The meeting which followed was addressed by the 
retiring chairman, Mr. Arnold C arr, who gave a résumé 
of the year’s work and progress. Mr. A rnold Carr, 
who was one of the founders of the Association, had been 
its chairman by annual election since its inception. It 
was greatly regretted by the committee and members that 
he felt it necessary at last to retire from the leadership.

Mr. R. J. M cDonald, of M cDonald, M uter & Com
pany, Limited, London, was elected chairman for the 
ensuing year and emphasized in his address to the meet
ing that the primary object of the Association was the 
welfare and prom otion of the interests of its members 
in the marketing of foundry coke. There were a number 
of merchants vending foundry coke who, regrettably, 
were not members of the Association. The larger the 
membership the greater would be the chance of improv
ing the interests of all concerned. Mr. M cDonald, on 
behalf of the Association, thanked Mr. Carr for all the 
splendid work he had done during his many years of 
chairmanship, particularly during the difficult w ar years 
in helping to keep the foundry coke trade cemented to
gether and free from undue interference.

Mr. Arnold C arr was elected vice-chairman of the 
Association and the retiring members of the committee 
were re-elected en bloc, as were the other officers. Mr. 
J. J. Selby, o f Charringtons, who was elected chairman 
of the London branch at a previous meeting, reported 
on the year's w ork of the London section. A warm 
tribute was paid to Captain Treharne, of Crooke & 
Company, Limited, on Ijis retirement from the chairm an
ship o f this branch after several years of able leadership. 
The annual dinner of the Association is to be held in 
February next year, a t the May F air Hotel, London.

T.U.C. Members on Steel Board
However much the trade union movement might 

dislike the change in the control of the steel in
dustry, the fact remained that denationalization had 
taken place and the trade unions still had to care for 
the interests of their members, said Mr. A rthur Deakin, 
general secretary of the Transport and General W orkers’ 
Union, at Newport (M onmouthshire), recently. Address
ing the annual trade conference of the tinplate and 
galvanized section of the union, he sa id : “ I think 
denationalization was a grave mistake, but we have got 
to take care of the situation in the best way we possibly 
can.”

Mr. Deakin referred to some who had criticized their 
colleagues, in particular Sir Lincoln Evans, for joining 
the Iron and Steel Board. H e said that the trade union 
leaders of Britain could at least claim not to engage 
in the doubtful exercise of sacrificing the best interests 
of their members by refusing to face the hard economic 
facts of life.
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Pressure-cast Alum inium  Pattern  
Equipment"

B y  D. H. Potts

A fte r  first dealing in outline with spheres o f  application o f alum inium  pattern equipm ent made by the 
pressure-cast plaster process, the A u thor next indicated advantages and the ranges o f type and accuracy 
o f patterns which could be produced. The second part o f the Paper tw s  a step-by-step account o f  
the A u th o r’s earlier work in this f ie ld y  The third part was an account o f the m aking o f a double-sided  
patternplate having two impressions (cast integrally w ith  the plate) and a step joint. This represented  
present-day practice at the A u thor’s foundry. T h e  considerable discussion both at L ondon and  

Birmingham, which is recorded, disclosed a m ost lively interest in the whole development.

T he m anufacture of alum inium  pattern equip
m ent by the pressure-cast plaster process can be 
o f considerable assistance to the jobbing founder 
by providing inexpensive and accurate pattern  
equipm ent suitable for m achine moulding, core
blowing and other mechanical m ethods of produc
tion. One o f  the main factors lim iting general 
adoption o f these, m ethods has previously been the 
cost o f the necessary equipment. W hen the cost 
o f this is brought down, so falls in alm ost direct 
proportion  the quantity  o f castings required  to 
off-set the cost of repetition-type patterns. I t is in

* P a p e r p resen ted  to  th e  London an d  B irm in g h am  branches 
of th e  In s t i tu te  of B ritish  F oundrym en . T he A u tho r is 
associated  w ith  the  W estinghouse B rake  & S ignal Com pany, 
L im ited .

t  T h is p a r t  of th e  P a p e r  is no t reproduced  hero. 
S u b s tan tia lly , i t  form ed a  con trib u tio n  p resen ted  jo in tly  by 
th e  p resen t A uthor and  E . C. M antle, si.se., to th e  B rass- 
foundrv  P ro d u c tiv ity  Conference, p rin ted  in th e  J ournal for 
J u ly  31, 1952.

F ig . 1.— The Master Wooden Pattern is examined for
Finish and the Moulding Joint Line decided upon.

this field that the plaster process should be exploited 
to its fullest extent.

Almost any type of pattern can be made by the 
process to be described, but the m ajor savings occur 
when m aking multiple-impression plates, patterns 
and patternplates w ith stepped joints, and match- 
plates. By this plaster process, alum inium  match- 
plates can be m ade cheaper than any other type 
of pattern suitable for machine moulding, and in 
America, where the plaster process is well estab
lished, many foundries have adopted m atchplate 
moulding on jolt-squeeze machines as the standard 
m ethod of production fo r small and medium-size 
castings, irrespective of the quantities involved. 
By so doing, they have achieved a standard method 
o f pattem m aking and mould production, whilst still 
m aintaining the degree of flexibility so necessary 
to the jobbing foundry.

W ith m atchplate moulding, the m achine m oulder

F ig . 2 .— A Rough Odd-side is prepared in ordinary 
Plaster of Paris by Gouging out to take the Pattern.

F



F ig . A —Pattern placed in the Odd-side and Framed F ig . 5.— Production Odd-side in Metal-casting Plaster,
ready to form the Production Odd-side. Production Impressions can next be formed.
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little expensive equipm ent is required. Basically, 
the m ethod consists of m oulding the required 
pattern  in a  plaster which will w ithstand the tem 
perature o f m olten alum inium  and im part a good 
finish to the castings. These m oulds are  then stoved 
and m ade ready fo r casting. On top of the m ould 
is fixed a receiver, which is sealed off from  the 
m ould by a thin asbestos disc. M etal is poured 
into the receiver, and a  cover is placed into position, 
which is then connected to a low-pressure air line. 
The air supply is turned on, the pressure breaks 
the seal and the mould is cast and  held under 
pressure, until the metal has solidified.

By casting under these conditions, very fine 
definition of the m aster pattern is obtained, and 
alm ost all the norm al finishing operations and 
m achining are eliminated. N o rapping of the m aster 
pattern  is necessary to assist w ithdrawal from  the 
plaster mould. The finished castings are, therefore, 
a very accurate reproduction o f the original m aster 
pattern. W hen m aking a m ulti-im pression job, 
where all the patterns are cast integral with the 
plate, each impression is form ed from  a single 
m aster pattern. Thus, from  the previous rem arks, 
it will be appreciated tha t each impression and 
finished m etal pattern m ust be identical and p ro
viding the m aster pattern  and the corresponding 
coreboxes have been m ade accurately, good core 
fits are bound to follow.

Irregular or step-jointed patterns and pattern- 
plates can be m ade alm ost as easily as can flat- 
jointed ones. N either block cores to  pick up the 
joints, n o r costly m achining operations are required. 
A lum inium  coreboxes suitable fo r core-blowing can 
be made with equal ease, and this tends to balance 
the foundry production rate  of core and mould 
making.

F ig . 3.— Pattern and " Master " Odd-side are treated 
with a Parting Fluid consisting of One Part of 
Petroleum Jelly and Two Parts Kerosene.

makes a com plete m ould and cores-up in a single 
cycle o f operations. Thus, the operator with his 
m achine becomes a com plete unit around which 
can be built a simple and effective layout. This 
cah be added to, until sufficient capacity has been 
created.

Outline of the Method
T he process also lends itself to  the smaller unit 

as well as to the large concern, in that relatively
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F ig . 6.— Pouring the First Half Production Impression. 
Nails are placed in the Pattern - to Assist With
drawal, and to form Vents.

T he key to the system is the plaster, and thanks 
to  the co-operation of the British Plaster Industry, 
a suitable plaster has now been developed in this 
country which is equal in all respects to  tha t avail
able in America. There is now no reason why 
this m ethod o f  patternm aking should no t take its 
place beside the older and m ore accepted methods, 
and be developed to its fullest extent.

PRESENT-DAY SEQUENCE OF OPERATIONS
W hat follows is a running com m entary on the 

m aking of a  double-sided m oulding plate (having 
two impressions cast integrally with the plate) and 
a step joint. T he description outlines the cycle of 
operations followed under production conditions, 
and using the single wooden m aster pattern (Fig. 1), 
operations in producing the moulding plate (Fig. 
18) are described. Inform ation regarding the 
plaster itself, stoving times, parting agent, etc., is 
given in the Appendix.

“ Master ” Odd-side
Initially, the m aster pattern is examined fo r finish 

and the joint-line is decided upon, Fig. 1. I t is 
essential tha t the finish on this pattern  be o f a high 
standard, as any inaccuracy o r  blemish will be 
reproduced faithfully. T he pattern  should be treated 
w ith one o r two coats of good-quality, water- 
resistant, clear varnish. Next, using ordinary 
plaster o f  paris, a  rough odd-side, known as the 
“ m aster ” odd-side is prepared (Fig. 2). Little time 
need be spent on> this, as it is used only once and 
then discarded. T he pattern is then treated with a 
parting agent (Fig. 3). A  better m ethod than brush
ing is to  use a  spray, as a m uch finer distribution 
is possible.
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F ig . 8.— Individual Moulds are trimmed on the out
side to fit into the Area of the Matchplate. Grooves 
are also cut round the Outside to key them into the 
Complete Mould.

F ig . 7,— Using the First Half Production Mould; its 
Opposite Half is formed from it in exactly the Same 
Manner. One Complete Mould has then been 
formed.

The pattern is placed on the “ m aster ” odd-side 
(Fig. 4) and the joint made good with modelling 
clay. The face of this odd-side is treated with the 
parting agent. A  wooden fram e is then placed on 
the “ m aster ” odd-side, and a further odd-side is 
poured in metal-casting plaster. This double pro
cedure is necessary in order to  get a first-class joint 
and to  pick up accurately the location from  the
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F ig . 9.— First Half-mould assembled on a Machined 
Plate ready for Pouring■ If possible it is better to 
mix the whole amount of Plaster in one Container.

step joint. This odd-side (Fig. 5) is know n as the 
production odd-side.

Use of Production “ Odd-side ”
Using the production odd-side, a  series of in

dividual moulds are prepared in metal-casting 
plaster (Figs. 6 and 7). As each mould is com 
pleted, the corresponding tops and bottom s should 
be m arked when parted in order tha t the top  halves 
can be assembled with the correct bottom  halves 

in subsequent m atching operations.
The steps taken in form ing the individual moulds 

are as fo llo w :—Starting w ith the production odd- 
side (Fig. 5), the face of this is treated with the 
parting agent and a wooden fram e is placed in 
position (Fig. 6). One or two nails are tapped 
gently into the pattern to form  vent holes through 
thé plaster mould. These holes are subsequently 
used when w ithdrawing the pattern, for, by blow
ing air down them, the vacuum between the plaster 
and the pattern can be broken and the pattern 
w ithdrawn w ithout rapping. Thus a very accurate 
im pression of the original m aster-pattem  is formed. 
The m etal-plaster slurry is prepared, and the one 
half o f the first individual mould is poured.

A fter setting, the production odd-side and half
m ould are parted. U sing the first individual half
mould, the corresponding m atching half is cast on 
it. Thus one com plete individual mould is form ed 
in metal-casting plaster. Each individual m ould 
will in this case form  only one impression, and the 
above sequence of operations m ust be repeated 
until sufficient individual moulds have been made 
to cast the num ber of impressions required on the 
production plate. In this case, two sets of indi
vidual moulds must be made.

F ig . 10.— First Half-mould turned over and touched-up 
where necessary. Next, the other individual moulds 
are placed into position for Casting in Plaster, a 
Step-joint forming the Location.

Having made the individual m oulds, they are 
trimm ed to size to  fit within the m oulding area of 
the production plate. Grooves a re  cut round the 
outside (Fig. 8) to act as a keying system when the 
individual m oulds a re  form ed into a  com plete half
mould.

First Half-mould
Using the two centre individual moulds (see Fig.

F ig . 11.— Any Gating System required is at this stage 
cut into the Plaster Half-moulds, but a better way 
is to incorporate Wooden Runner Patterns.



JUNE I I ,  1953 FOUNDRY TRADE JOURNAL 663

F ig . 13.— Steel Frame placed between the Two Half- F ig . 14.— Mould assembled ready for casting. On top 
moulds to form the Shape and Thickness of the of the Mould is fixed a Top Plate to which is 
Matchplate. attached the Metal Receiver.

F ig . 12.— Mould made ready for casting (after Stoving) 
by bolting the Unit together.

7), the first complete half-m ould is formed. F or 
this, the individual half-m oulds are placed face 
dow nwards on an accurately-maohined plate, which 
has been previously treated with the parting agent. 
The moulds are weighted, and the moulding box 
is set around them. T he location holes o f this box 
should be bushed in order to m aintain accuracy. 
This mould is now  ready to be poured.

In Fig. 9, left, the metal-casting plaster is shown 
being prepared. Sufficient plaster to  form  the one • A nother dowclIinK system  is described and  illu s tra ted  in 

“  The B rassfoundry  ” P ro d u ctiv ity  R eport, pages 61 to 65.

half-m ould should be mixed in one container. 
These containers should always be kept clean, and 
fresh water used each time. W hen set, the indi
vidual half-m oulds will be held in position by the 
grooves.

T he first half-m ould is turned over, touched up 
if necessary and the face treated with the parting 

T he corresponding individual half-moulds 
are next positioned (Fig. 10). The individual 
moulds are in this case located by m eans of the 
step joint. If there were no step joint, a dowelling 
system would have been incorporated a t the earlier 
stages.

To form  an accurate dowelling system, two or 
three steel rods are cast vertically in the first indi
vidual half-mould. The length o f these rods should 
be twice the depth of the individual moulds, so 
that, when the first half is set, the rods can be 
pushed upwards. A wooden fram e is then placed 
on this half-m ould, and the corresponding half is 
poured in the norm al way. When set, the rods will 
have form ed location holes in the two half-moulds, 
which can be used throughout subsequent opera
tions accurately to locate the individual moulds.*

Gating and Stoving
T he two half-moulds having been formed, the 

gating system required, by the foundry can be cut 
in the plaster (Fig. 11). A  better m ethod, however, 
is to  have w ooden patterns for the gating system, 
so tha t this can be form ed when pouring the plaster 
moulds. T he moulds are then ready for stoving.

A fter stoving, and whilst quite hot, the moulds 
are m ade ready for assembly. F o r this, the

Second Half-mould
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s c r e w -do w n . 
CLAMP TO 
HOLD COVER 
IN POSITION

HOLES PRCVIDING VENTING 
FROM CORES WHICH MAY 
BE USED

PLASTER LINING,

ASBESTOS DISC, 
i *  THICK TO RETAIN 
16 METAL UNTIL AIR j 
PRESSURE SAPPUEDJ

CLAMPS HOLDING 
COMPLETE ASSEMBiy 
TOGETHER/

2 DIA.DOWN-
GATE TO—___
RUNNER

STEEL FRAME 
TO PRODUCE 
MOULDING 
PLATE TO 
SIZE REOUIREO

FLAT
CASTING
PLATE

F ig . 16.— The Receiver is filled using Metal at as low 
a Temperature as possible—600 to 620 deg. C.

a t 6 to  8 lb. per sq. in. A  num ber of holes should 
be drilled in the top-plate to  assist in venting the 
mould. Between the m ould and the top-plate an 
asbestos disc is pinned, between the downgate to 
the m ould and the bottom  of the m etal receiver. 
T his disc is approxim ately iV to f  in. thick and 
1 in. larger in- diam eter than the receiver.

W hen the m etal is poured into the receiver (Fig. 
16) it is prevented from  entering the m ould by the 
asbestos disc (see Fig. 20). T he top  cap is then 
placed in to  position (Fig. 17), and an air pressure 
of 6 to 8 lb. per sq. in. is applied. This breaks the 
asbestos seal, the m etal flows into the m ould, and 
the air pressure is m aintained until the m etal has 
solidified—a m atte r of approxim ately 20 min. By 
casting under these conditions, very fine definition 
of the original m aster pattern  is obtained.

Fig. 18 shows the plate after casting and strip
ping from  the plaster m ould. The triangular piece 
on the left o f  the plate is the runner, coupling up 
the plate to the m etal receiver through a 2-in. dow n
gate. Sufficient m etal should be used to leave a 
slug o f metal in the receiver 3 to 4 in. deep after 
running the plate. Fig. 19 shows the completed 
patternplate ready fo r the foundry and, Fig. 20, 
two production castings produced from  the plate. 
These are unfettled and indicate the accuracy of 
the pattern equipm ent, as there is little flash and 
no sign of a lap joint.

APPENDIX
Parting Agents:

So far, three parting agents have been tried by 
the A uthor; details o f these a re  given in order o f 
merit. The best m ethod o f applying the parting 
agent is by means o f  a spray gun, as a m uch more 
even distribution is possible: —

(1) Petroleum  jelly 1 part; kerosene 2 parts (by 
weight).

F ig . 17.—After the Receiver has been filled, the Cover 
is put on and coupled to a Low-pressure Air Line.

F ig . 15.— Sectional View of the Pressure-casting Equip
ment used for Aluminium Matcliplate Production.

bottom -half is placed on a bo ttom -board and  bolts 
are positioned to hold the assembled m ould and 
casting un it in  position. A  steel fram e (Fig. 13) is 
placed between the half-m oulds to form  the thick
ness, and size of the actual moulding plate. Hollow 
steel bushes are used to  locate the two m oulding 
boxes so that bolts m ay be passed through the 
bushes if necessary to hold the unit m ore firmly, 
and prevent m etal “ flash ” at the m ould joint, when 
pressure is applied.

Assembly and Pouring
The casting unit is now assembled and made 

ready fo r pouring (Fig. 14 to 17.) This unit is also 
shown diagrammatically in Fig. 15, and consists of 
two half-m oulds between which is fixed the steel 
fram e (Fig. 13); a  top-plate to  which is attached a 
m etal receiver— connected to a low-pressure a ir  line

AIR SUPPLY TO METAL CONTAIN ER OF 
APPROX. 8 - IO  L B  PERSQ.IN .

REMOVABLE COVER FOR LOADING 
METAL CONTAINER

APPROX
j  THICK

B DIA.STEEL
CYLINDER

C.I. 
MOULDING 
BOXES

PATTERN IMPRESSION IN PLASTER
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(2) 6 oz. Stearic acid; 3 pints kerosene (hot) and 
I /10  oz. of “ A erocol.”

(3) O rdinary light machine-oil; (this was used 
during prelim inary experiments only).
Preparation o f Plaster Slurry:

Only sufficient plaster fo r  imm ediate require
m ents should be mixed. T he preparation o f the 
plaster is one o f the m ost im portant steps in the 
process. Containers should be kep t clean, and 
w ater used for each mix. The w ater and 
m ust be m easured accurately and the 
trickled into the water whilst stirring gently, 
will prevent form ation o f lumps, and entrapm ent 
of air in the slurry.

M ix : W ater 125 and plaster 100 parts (by weight). 
Stoving:

This again is an operation over which control 
m ust be exercised. T he final stoving tem perature 
should not exceed 210 deg. C. (410 deg. F.). The 
moulds should be held a t this tem perature for at 
least 10 hrs., and should be taken up  gradually, i.e., 
200 to  250 deg. F . for 3 hrs. followed by 300 to 
350 deg. F. for 3 hrs. and then up to the final 
tem perature.
M etal:

Both L.33 (L.M .6) and D .T.D.24 (L.M.4) alum in
ium  alloys have been used fo r casting matcbplates. 
All the usual precautions should be followed when 
handling these alloys. M etal pouring tem perature 
should be kept very low and should no t exceed 610 
deg. C.
Contraction:
. Provided the plaster has been mixed and stoved 
correctly, it will neither expand no r contract and 
the usual double contraction fo r m etal-pattern 
equipm ent of 1/60 between the m aster and alu
minium pattern  equipm ent may be used, to which 
is added the contraction for the production castings.

F ig . 18.— Matchplate stripped from the Plaster Mould. 
Vents from the High Spots can be seen.

F ig . 20.— Two Production Castings made from the 
Patternplate Described.

F ig . 19.— Matchplate after being wire-brushed only, 
no other Dressing being necessary.

A ir Pressure and Asbestos Disc:
The air pressure should be kept low a t 6 to 8 lb. 

per sq. in. The asbestos disc is m ade of soft 
asbestos approxim ately -¡V in. thick. This thickness 
m ay have to be varied to suit the size of the re 
ceiver, and the am ount o f m etal being cast.

All the experim ental w ork on this process o f p ro
ducing patterns has been carried ou t at Westing- 
house Brake & Signal Com pany, Limited, and the 
A uthor gratefully acknowledges permission to  pub
lish the account.
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Influence o f  Accelerated  
Solidification on Soundness

It has long been recognized that the internal 
soundness of steel masses is principally depen
dent on the process of solidification, but, states 
E dgar M arburg  in a paper on “ A ccelerated Solidi
fication in Ingots : Its Influence on Ingot Sound
ness,” presented to  the A m erican Institute of 
M ining and M etallurgical Engineers a t Los Angeles 
recently, knowledge of this process is still only frag
m entary. The mechanisms causing the several 
types of segregation in  ingots he agrees are no t well 
understood, and in absence of a better concep
tion of the solidification process, it seems to  him  
hardly surprising that m ould design varies widely. 
H e proceeds to  describe a recent study of the sub- 
j'ect carried out a t H om estead W orks of U nited 
States Steel Com pany, pointing out th a t as a result 
of reconstructing the com plete solidification p a t
terns of a big-end-up and a small-end-up ingot, 
including the zones of accelerated solidification, the 
conclusion is reached th a t in both ingots a core 
of vertical solidification extends from  the base cone 
to  the hot-top junction and tha t solidification pro
ceeds vertically rather than transversely, as has 
been previously assumed. New mechanisms for 
segregation in ingots are therefore suggested.

Little im provem ent in internal quality of the 
ingot m ay be anticipated from  increase of taper 
beyond those now used in curren t design. F urther, 
there appears to  be an optim um  mould-wall thick
ness fo r each ingot size to  result in m axim um  
width of vertical core a t the top of an ingot. T he 
weight of some m oulds of current design, particu 
larly  those fo r large ingots, appear to  be too heavy 
from  the viewpoint o f both  quality and economy. 
D epartures from  current m ould design should, the 
au thor thinks, be considered. These should be 
aimed a t increasing rates of vertical (relative to 
those of transverse) solidification in ingots.

The decline in the group trading balance of the Con
solidated Zinc Corporation, Limited, London, W .l, for 
the year 1952, from  £7,307,729 to £3,169,933, reflects 
mainly the fall in prices o f lead and zinc, says Mr. 
J. R. Govett, the chairman, in his statem ent with the 
accounts.

Australia to Increase Steel Production.—An increase 
in  Australia’s steel production from just over 1,000,000 
tons in 1951-52 to over 1,750,000 tons by 1955-56 is 
intended under a program m e providing for the con
struction of blast furnaces, open-hearth furnaces, 
rolling mills, and a tinplate plant.

The increased home production will reduce imports, 
especially of finished steel from the U nited States.

I.B.F. 1953 Golf Meeting.—Further to our an
nouncem ent of M ay 28, the committee of the I.B.F. 
Golfing Society have accepted with pleasure an 
attractive C oronation Challenge Rose Bowl presented 
by Mr. E. G. Evans, of the Birmingham branch, who 
is the present holder of the H andicap Cup. This is 
to  be a perm anent trophy fo r the ladies’ competition, 
open to  wives and daughters of members competing 
at the annual golf meetings.

C orresp ondence
IWe accept no responsibil ity  lor the  s ta tements  made  or the 

opinions expressed by our correspondents .]
Family Service Record?

To the Editor o f the F o u n d r y  T r a d e  J o u r n a l

S i r ,— In your issue of October 17, 1940, “ M arks
man,” of “ Random  Shots,” enquired “ Can anyone 
beat this record of family service?” Wc.U, here 
goes: —

I joined the Hill Top Foundry Company on June 
10, 1914—39 yrs.’ service.

My father, A rthur Bunn, was with this company, 
first as a moulder and then as foundry manager, with 
unbroken service for over 50 yrs.

My grandfather, Thom as Bunn, was a moulder and 
forem an with this company fo r an unbroken period 
of service of 60 yrs.

My great-grandfather, A lexander Bunn, served the 
company with unbroken service for over 50 yrs.

This is a  family record in a direct line of unbroken 
service with the same company of a t least 199 yrs.

I have not included any relatives of the Bunn 
family who also served the same company fo r very 
many years.

Yours truly,
T h o s . B u n n ,

D irector and Works 
Manager.

H ill Top Foundry Company, Limited,
Anchor W orks, Smith Road,

W ednesbury, Staffs.
June 8, 1953.

[The paragraph in question in the J o u r n a l  of 1940 
re a d : “ Can anyone beat this record of family ser
vice? A man named Wilson, who is this year cele
brating his 65th year with the Jessop Steel Company, 
of W ashington, is a  descendant of a Jonathan Wilson, 
who went to work for the Jessops, of Sheffield, in 
1774. Ever since that time there has been some 
member of the family with the same firm; thus the 
Wilsons can boast of 166 years with the same 
firm.”—E dito r.]

Board Changes
M.T.E. C o n t r o l  G e a r , L im it e d — Mr. Sydney Player 

has resigned the chairmanship.
B r i t is h  N a t io n a l  E l e c t r ic s , L im it e d —Mr. David M. 

H utton, general manager, has been appointed a director.
B r it is h  E n g in e e r s  S m a l l  T o o l s  &  E q u i p m e n t  C o m 

p a n y , L im it e d — Lt.-Col. T. Child has been appointed to 
the board.

T r e d e g a r  I r o n  &  C o a l  C o m p a n y , L im i t e d —Fol
lowing the death of Lord Aberconway, chairman, Mr. 
A lexander Grieve has been appointed a director to 
restore the num ber of directors to  the required 
minimum.

S w e d i s h  B a l l  B e a r in g  C o m p a n y —Mr. H. Hamberg 
has been appointed chairman in succession to the late 
Dr. Sven Winguist; Mr. J .  Larsson has been appointed 
ordinary and managing director and Mr. I. Stenberg 
deputy-director and vice-managing director.

M a s s e y - H a r r is , L im it e d — Mr. G. H . Thomas, Mr. 
M. F. Verity, Mr. R. H. Metcalfe, and Mr. H. W. W aite 
have retired from the board, and the vacancies have 
been filled by Mr. A. P. B. Anderson, Mr. G. Galletly, 
Mr. A. D. Mackay, and Mr. F. M ilner, who has relin
quished his appointm ent as secretary and is succeeded 
by Mr. W. K. Mountfield.
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R.S.A. Bursaries Competition
Again included in the 1952 competition o f the Royal 

Society o f Arts was a section covering the design of 
new domestic solid-fuel-burning appliances. There were 
eight candidates from  five schools. The requirements 
o f  the test were to provide an original design for a 
solid-fuel-burning appliance to be fitted in the kitchen 
o f  a typical two, three or four bedroom house normally 
found on modern housing estates, to provide the heat
ing, cooking, and hot-water facilities necessary for the 
norm al requirements in such a house. Candidates were 
asked to submit a perspective drawing of the appliance, 
showing the overall appearance and indicating the 
candidate’s preferred colour scheme, and one o r more 
scheme drawings to explain the general arrangement, 
construction, materials, treatm ent and finish. They 
were also asked to state the heating capacity of the

boiler and the radiation surface of any radiators and 
piping to be used in conjunction with it. The accom
panying illustrations, reproduced by courtesy of the 
Royal Society of A rts show various designs submitted 
in several sections of the competition, which also em
braced electrical and gas appliances. In these latter 
sections, Fig. 1 (a) and (b) are reproduced mainly as 
examples of enamelled ware.

Report
The Jury were much pleased at the impressive 

increase in the numbers of both students and centres 
represented in the solid-fuel section; particularly as it 
was clear that interest in the competition was now 
spreading over the whole country. They were also

F i g . 1.—R.S.A. Bursary Competition Entries.
(a) (Top le ft) G as-heated  K itchen  C upboard, designed by  
M r. C. B . C heetham ; (b) (L ow er le ft) D om estic E lec tric  W ash- 
boiler, com m ended design  by M r. J .  W . C ooper; (c) an d  (d) 
(E ig h t)  Solid-fuel-burning A ppliances to  provide H e a tin g , 
C ooking an d  H o t-w ater F a c ilitie s  (upper) by  M r. W . 1!.

H oldaw ay, and  (lower) by  M iss J .  A. M atthew s.
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F ig. 2.— Domestic Solid-fuel-burning Cooker, Space 
and Water Heater, commended design by Mr.
J. Scott Smith.

glad to see that the work submitted was considerably 
better than in 1951, and that the standard of presenta
tion and of originality o f  approach was higher than in 
any previous competition. The practical problem of 
designing solid-fuel-burning appliances had, in most 
cases, been really carefully considered and the designs 
were generally suitable fo r their purpose.

A fresh approach was evident in the work o f ¡Miss 
Josephine A nn M atthews (Kingston School o f Art: 
age 20), and of Mr. William Bernard Holdaway 
(Kingston School of A rt: age 18). Both candidates had 
considered the subject of their set tests in relation to 
the other furniture in a kitchen; visualizing the room 
as a whole and achieving a harm ony within it they were 
in line with contem porary ideals for kitchen design. 
Although the work of both these candidates was excep
tionally good there were weaknesses in the details of 
their designs which could, however, have been remedied 
easily in production. Miss Matthews’ designs were the 
more practical o f the two and the Jury accordingly 
decided to recommend that she should be awarded the 
Bursary. They decided that Mr. Holdaway should 
receive a Commendation (and, as he was worthy of 
further encouragement, they hoped that a further 
Bursary might be available fo r him).

The Jury also wished to commend the work o f Mr. 
James Scott Smith (L.C.C. Central School o f Arts 
and Crafts: age 25) who had been awarded the Bursary 
in this section in the 1951 Competition, and that o f 
Mr. William Easton W ren (the only industrial candidate 
entering this year, employed in the drawing office of 
Lane & Girvan, Limited, o f Bonnybridge, Scotland: 
age 27). They were glad to find that Mr. Scott Smith 
had maintained his previous standard, especially in 
his presentation which was excellent; but while his 
designs had many interesting points they would not 
always have been practical and his appliances sub
mitted in his set test would have been too big for 
their purpose. Mr. W ren’s conception o f solid-fuel-

burning appliances was, on the whole, unimaginative, 
but the Jury felt that his excellent and workmanlike 
drawings deserved commendation.

Other Appliances
In the domestic gas-appliances section, an original 

design was required for each of the following: ( 1) a 
domestic gas-fired space heater to be either wall fitted, 
wall suspended, built-in low level, or free standing, and 
to be suitable for use in a  living room; and (2) any 
domestic gas appliance, other than a gas fire, for use in 
the home. Candidates were asked to submit a coloured 
perspective drawing showing the external appearance 
and fully detailed constructional drawings of both 
appliances.

Although the Jury were disappointed to see that the 
entry in this section was still small, they welcomed the 
slight increase in the num ber of students and particularly 
the appearance of the Birmingham College o f Arts and 
Crafts, which had joined the L.C.C. Central School of 
Arts and Crafts, the only school represented last year.

T he entries again were generally o f a higher standard 
than last year and the candidates had taken more notice 
of what was at present in production, although without 
fully appreciating the complexity of the many technical 
and design problems associated with this type of appli
ance. It was necessary for designers of space-heaters 
to-day to take into consideration the new safety regula
tions which made fireguards compulsory and which laid 
down very stringent conditions regarding their use, and 
it was, therefore, a little disappointing to find that none 
of the candidates had tackled this aspect of the problem.

The Jury recommended that the Bursary should be 
awarded to Mr. Colin Reginald Cheetham (L.C.C. Cen
tral School of Arts and Crafts; age 26), who had taken 
great pains to express himself with .the use of detailed 
drawings and some well-made models. They hoped that 
both the other two candidates would persevere with 
this type of design work, and particularly liked the 
experimental approach shown in the preliminary work 
subm itted by Mr. Leslie Richard G ilbert (Birmingham 
College of A rt and Crafts; age 19), which contained 
some original sketches.

British Industries Fair
Although it is impossible to assess the value of busi

ness done at the British Industries Fair, some idea of 
its success can be gathered from  an examination of the 
attendance figures. Nearly 30 per cent, more people 
came to the London sections, at Earls Court and 
Olympia, than in 1952. There was an increase of 95 per 
cent, in public attendance (20,247 to 39,001) and o f 3 per 
cent, in trade buyers (56,066 to 58,919). Home buyers 
were responsible for this increase, since the num ber of 
overseas buyers was slightly fewer (11,593 to 11,045), 
although it should be remembered that this is more than 
twice the average number who came to the fairs before 
the war.

The attendance of overseas buyers in London and Birm
ingham totalled 12,627, about 600 fewer than in 1952. 
Many o f the visitors to Birmingham are recorded on a 
preliminary visit to London, so that the 1,582 recorded 
for Birmingham represents only those who went directly 
to that section.

Latest Foundry Statistics
According to the Ministry o f Supply, the output of 

aluminium castings during March was 1,875 tons as 
sand castings 2,628 as gravity- and 911 tons as pres- 
sure-die-castings. The production of magnesium alloy 
castings was 388 tons.
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Runners and Risers
B y  E. Daybell, P . A .  Russell, and R. W. Ruddle, M .A .*

(iContinued from page 609)

Runners and Risers for Iron  
Castings

B y  P . A .  Russell, B .Sc ., F .I .M .
Probably the invitation to  the A uthor to repre

sent the grey-iron producers in this trio of short 
papers was because he took part in a similar sym po
sium before the E ast M idlands branch“ of the Insti
tute of British Foundrym en, in which, at personal 
instigation, one of his foremen, M r. Measures, first 
published details of the “ Connor ” runner and so 
brought into fairly general use a type of runner that 
had  only been used previously by a very limited 
num ber of foundries.

I t  is true that in  several o f the papers that the 
A uthor has presented to the Institute he has stressed, 
am ongst other things, m ethods of running and m ore 
particularly of feeding castings. Illustrations were 
shown of examples taken from  his first paper to the 
Institu te0 in 1927. T hesef show the m ethod of run 
ning a heavy casting via a top feeder through a 
strainer core, which is not very different from  
m ethods being advocated to-day. This m ethod was 
frankly borrowed from  the malleable-iron industry. 
Again, in his first paper to the London branch,7 18 
years ago, he showed methods of running and feed
ing alloy-iron castings.

Connor-block Runner
Coming now to the Connor-block runner, or lip 

feeder, the A uthor showed slides illustrating some of 
its application. He took the opportunity of stating 
publicly that this runner was nam ed after a m em ber 
of the London branch, but it could not be claimed 
to be his exclusive invention, as was proved by 
correspondence after publication. Y et he was still 
glad that M r. C onnor’s nam e was given to it, as he

* T he A u tho rs  a re , respectively, associated  w ith  K . & L. 
(S teelfoundcrs a n d  E ngineers), L im ited ; S. R ussell & Sons, 
L im ited ; an d  B ritish  N on-Ferrous M etals R esearch  A ssociation.

t  The A u tho r’s illu s tra tio n s  ta k en  from previous papers were 
shown on th e  screen a t  th is  p resen t m eeting .—E d i t o r .

believed that he was the first to apply it in a general 
m anner. Subsequent experience had shown that this 
type of runner was m ore easily applied, as a feeder, 
to high-phosphorus irons, and as the phosphorus de
creased to, say, 0.2 per cent., its use as a  feeder 
became m ore limited. I t had, in the A uthor’s 
foundry, led to the increased use of the lip runner, 
in preference to the norm al ingate method, and new 
illustrations (Fig. 30) show how this principle of lip 
running could be used to effect considerable economy 
in the m oulding-box area occupied by the runner 
system.

Distributed Runner
A  personal preference is held fo r a distributed 

runner, which tends to equalize the cooling rate 
throughout the casting and the pictures exhibited 
showed examples taken from  earlier published work.

N aturally, the A uthor has tried some of the vari
ous forms of runner devised for steel and non-ferrous 
castings with which the other speakers at this meeting 
were dealing m ore fully. They seemed, in some ways, 
m ore difficult to apply to grey iron, particularly 
phosphoric iron. The skin of such an iron was too 
weak to apply the atm ospheric pressure feeding 
principle and their longer total solidification time 
made the exothermic-sleeve principle m ore difficult 
to apply. H e had found particular value in the use 
of exotherm ic pow der on the top of feeders and 
rather less value in the exothermic sleeves and knock
off cores. The cost of exothermic sleeves was ra the r 
frightening to the producer of grey-iron castings, and 
in the only case which was being regularly applied 
in his own foundry, the cost (taking great care to use 
exotherm ic com pound only in the part o f the riser 
where it was effective) worked out a t 2s. per cwt. of 
casting.

Preparation of Runners
Personal interest in runners, as a practical foundry- 

m an producing “ jobbing ” castings, had in recent 
years gone rather away from  the “ feeding ” aspect 
of runners and risers to the realization of the im 

Fig. 30.— Three Examples showing how the Connor Runner is at present being used in Ironfoundry Practice.
It also effects a Saving in Moulding-box Space.
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F ig . 31.— Examples of Two Runner Systems for the 
Same Job, that on the R.H.S. having been pre
pared by Coating with Blacking prior to Casting. 
The Downgates are 2 ft. long and pass about 
1 ton o f Metal. The L.H.S. Downgate shows 
Evidence of Sand Wash.

portance of the runner system as a whole in the p ro
duction of good castings, or, putting it another way, 
in the prevention of scrap. So few m oulders or fore
men seem to realize the im portance of the runner, 
which the custom er never sees. Y et every drop of 
m etal that form s the casting has to pass through the 
runner system, which is often subjected to fa r m ore 
erosive action than one would be prepared to allow 
the main mould to endure. Y et runners, particularly 
downgates, were seldom form ed in facing sand and, 
in dry-sand moulds, were extremely difficult to 
“ black.” Fig. 31 showed two examples of the same 
runner, one of which had been coated previously 
w ith a blacking wash. These downgates are about 
2 ft. long and have to pass between them a ton of 
metal. The erosion evident in the L.H. section of 
Fig. 31 must mean that the sand, probably entrained 
in  the m etal and called by the foundry “ slag,” 
entered the casting. W hen exam ining A m erican job- 
bing-foundry practice last year, the A uthor was im 
pressed by the precautions taken to prevent this 
trouble. These usually took the form  o f very- 
carefully-m ade oil-sand cores to form  the down
gates of all large castings. The cores were carried 
in stock, to be drawn on by the moulders and cut 
to length to suit the job.

Pouring Rate
Also of im portance is the effect of pouring rate, as 

controlled by the runner system, on the production 
of good castings. Pouring rate can be significant in 
two respects— the production of castings free from  
entrapped gas, and the avoidance of scabbing. In 
a paper given to the London branch by M r. Pell, an 
ingate size of f  in. by in. was used on a test cast
ing 12 in. by 12 in. by 2 in. when investigating scab
bing. It was obviously applying a very severe test 
by running the casting so slowly.

W orking on sim ilar lines last year, to  find a 
suitable “ green-sand ” m ixture for heavy castings, 
the A uthor used test castings 12 by 10 by 1 in.; 
and, alternatively, 2 and 3 in. thickness. The 
runner system was carefully w orked out to  fill all 
three castings in the sam e time, w ith the result that, 
in the early stages, the 1-in. thick castings scabbed 
on the bottom  whilst those 3 in. thick did not,

simply because the bottom  of the m ould was 
covered three times as quickly in the latter case. 
R unner systems, properly thought out, could play 
a great p a rt in the reduction of scrap through 
scabbing.

Also, the A uthor believed tha t pre-conceived 
ideas on runners of m any foundrym en have been 
upset by seeing the various films now available on 
the flow of metals, particularly  the excellent one 
produced by the I.B.F. technical sub-committee* 
and which no doubt m em bers had already seen. 
T he film upset personal ideas on the “ distributed 
runner ” to  which reference had  already been m ade, 
and foundrym en should realize the desirability of 
observing runner effects by means of cutting away 
part of the top of a m ould— though this was not as 
effective as the slow-motion photography m ethod 
employed by the TS.35 sub-committee.

N o sum m ary of running and feeding m ethods 
would be com plete w ithout reference to  M r. 
F arm er’s paper3 given to  the Birmingham branch 
of the Institute in 1951, and f t  was strongly recom 
mended th a t those interested in the subject who 
m ay have missed reading it should rem edy the 
omission immediately.

A ttention was also drawn to the paper on “ P rin
ciples o f G ating,” by Mr. G. M artin ,10 published 
in a recent issue of the F o u n d r y  T r a d e  J o u r n a l , 
which very fully sum m arized the present state o f 
knowledge with regard to  the running of iron 
castings, and which gave m any formulas for the 
calculation of runner sizes.

Finally, it was suggested tha t it is an urgent 
problem  in the foundry  industry to  obtain the 
data necessary to  put the running of castings on to  
a  logical basis. A t the m om ent, the m ajority o f 
runners are m ade by guesswork and no  two 
persons’ ideas of an ideal running system seem to 
coincide. It has been the boast o f the Institute 
that it has played a great p art in changing foundry- 
w ork from  “ rule of thum b ” m ethods to  scientific 
m ethods, but this does no t apply to  runners, and 
the A uthor hoped that the Institute would in fu ture 
pay considerable attention to  this aspect.

R E F E R E N C E S
* Measures, Russell and Berridge, “  Symposium on Running 

Methods,” Proc. I.B .F. X L III B03.
•Russell, P. A., "S hrinkage  Holes in Small Grey-Iron Castings,” 

Proc. I.B .F ., Vol. XXT. 394.
7 Russell, P. A., "  Experiences in the Manufacture of High-grade 

and H igh-dutv Alloy-iron Castings,” Proc. I.B .F., X X V III, 482.
* I.B .F. Technical Council Sub-committee, TS.35 R eport, “  Flow o f 

Metal,” F o u n d r y  T r a d e  J o u r n a l  92, 073.
* Farm er, I I . S., “ Running and  Feeding o f Castings,” F o u n d r y  

T r a d e  J o u r n a l  9 0 , 357.
10 M artin, G., “  Principles of Gating,” F o u n d r y  T r a d e  J o u r n a l  94, 

03.
Note.—The illustrations referred to  in the te x t which arc n o t 

reproduced will be found in the papers mentioned in these References.

Runners and Risers for Non-ferrous 
Castings

B y  R . W . Ruddle, M .A .,  A .I .M .
A lthough the running and gating of non-ferrous 

castings is, broadly speaking, sim ilar to tha t o f 
ferrous castings, the precise techniques employed 
differ considerably in detail and there is often a
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difference in  the em phasis which m ust be given to 
the various factors which one considers when de
signing a running and feeding system. In  a  sym
posium of this kind it is, o f  course, quite impossible 
to deal exhaustively with the subject, and all that 
it can be hoped to do is to  indicate the principle 
points which require attention.

FEEDING
The first po in t to  m ake about the feeding o f a 

non-ferrous casting is tha t the chills and feeders 
used m ust be so dispositioned as to secure direc
tional solidification. In  other words, the chills and 
feeders should m ake the thinnest sections of the 
casting freeze first, followed by progressively 
thicker sections and finally by the feeders. This 
generally m eans th a t the chiHs will be attached to 
the th inner sections and the feeders to  the heavier 
sections. T he positions of the gates are also im 
po rtan t factors in securing directional solidification, 
as will be indicated later.

Before entering into m ore detail on this subject, 
it is necessary to  consider the influence of the con
stitution of the alloy. Broadly speaking there are 
tw o kinds of non-ferrous alloys; on the one hand 
there are those of short freezing range, which in
clude the pure m etals and m any o f the eutectic 
alloys, and  here alum inium -bronze is a  good ex
am ple. On the o ther hand, there are the alloys 
having long freezing range; this group comprises 
m ost o f the gunm etals an d  nearly all the fight 
alloys. T he short-freezing-range alloys solidify by 
w hat is know n as skin form ation. In this process, 
solidification begins by the form ation o f a  shell of 
solid m etal a t the m ould  walls and  proceeds by the 
steady thickening of this shell un til all the m etal 
in the casting is solid. In the absence o f  any feeder, 
castings will contain a deep pipe or centre-line 
shrinkage, and it is the purpose of the feeder to 
prevent the form ation o f such a  pipe.

Castings in these alloys are readily m ade sound 
by attaching to the heavier sections of the casting, 
feeders the solidification tim e o f  which is slightly 
greater than that o f the casting, so tha t there is a 
tem perature gradient towards the feeder. This 
gradient need only be quite small. V arious m ethods 
of calculating the correct size of feeder have from  
tim e to  tim e been suggested; probably the simplest 
is to em ploy Chvorinov’s “ rule.” A ccording to this 
“  rule,” the solidification time o f  the casting is p ro 
portional to the ratio  o f  the square o f its volume 
to  the square of its area. Therefore, the desired 
result will be obtained by calculating the ratio  for 
the casting in  question and attaching a  feeder the 
ratio  o f which is slightly— say 20 per cent.—greater 
than  that o f the casting.

Alloys having Protracted Freezing Range
T he long-freezing-range alloys freeze in an en

tirely different m anner, the w hole assembly o f  cast
ing and feeders solidifying a t m ore o r less the same 
time. D uring solidification, the casting consists o f 
a  pasty mass o f  solid plus liquid metal; there is 
slightly m ore solid near the m ould wall than a t 
the centre, blit the difference is no t large. F o r this

reason, these alloys are very liable to  dispersed 
porosity, or microporosity as it is often called. In  
the absence of a  feeder, m icroporosity will be wide
spread throughout the casting and there will gener
ally be regions of very coarse porosity near the 
heat centres— a distribution clearly detrim ental to  
the properties of the casting. T he presence of 
feeders having solidification times greater than tha t 
of the casting will transfer these concentrations of 
porosity in to  the feeders, bu t usually will not 
greatly affect the porosity distributed generally 
throughout the casting. This, o f course, means 
that directional solidification towards the feeder 
will not of itself necessarily prevent the occurrence 
of distributed porosity  in the casting.

It is no t possible to render castings in these 
alloys com pletely  sound unless the tem perature 
gradients in the solidifying m etal besides being 
directed tow ards the feeders, are also very steep. 
Tem perature gradients of the required steepness 
cannot generally be obtained in sand castings unless 
the casting is o f very thin section or is heavily 
chilled. However, fortunately fo r the foundry- 
m an, the residual porosity in these alloys, p ro 
vided it is well dispersed an d  does not form  a con
tinuous network, is not on the whole very harm ful 
to mechanical properties, pressure-tightness, or 
other desirable qualities. Therefore, the problem  of 
securing a serviceable casting in these long-freezing- 
range alloys is generally to ensure th a t there are no 
severe local concentrations of porosity. This can 
be done with the aid of feeders, the size of which 
may be calculated on m uch the same fines as has 
been described for the skin-form ing alloys. It may 
sometimes be convenient to  em ploy other m ethods 
to  break up the concentrations of shrinkage; for 
example, controlled m etal/m ould  reaction m ay be 
used very successfully with bronzes and leaded 
gunmetals. The use of chills m ay be particularly 
valuable w ith these long-freezing-range alloys. If  
the thinner sections of the castings are heavily 
chilled, the tem perature gradients in the direction 
of the feeders are greatly steepened and this will 
reduce the general level of porosity throughout the 
casting. T he use of chills is especially useful when 
heavy sections are being cast, fo r the heavier the 
section the greater the general level of porosity 
which cannot be avoided, no m atter how  big the 
feeders.

H aving stressed the im portance of feeders when 
making castings in alloys of long freezing range, 
it m ust be added th a t in some castings of uniform  
section, such as a simple plate, which do not con
tain any m arked heat centres, heavy concentrations 
of porosity m ay often be absent even when no 
feeder is used. This is particularly true o f some 
bronze and  gunm etal castings. I t is often possible, 
therefore, to  m ake a serviceable casting of this kind 
w ithout any feeder, although it is no t suggested 
tha t the omission of feeders is good practice.

Design of Feeders
W hen designing a feeder, particular attention 

should be devoted to  the shape of the feeder and 
to  the m ethod of attachm ent to the casting. The
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(a) (b)
F E E D E R

CASTING

WRONG R IG H T

F i g . 3 2 .—(a) Incorrect and (b) Correct Methods of 
Attaching a Feeder Head to a Casting.

D O W N GATE

(a)
r ~

CASTING

FEEDER -CUM 
RUNNER

u —

F ig . 33.—(a) Incorrect and (6 ) Correct Methods of 
Feeding a Casting through the Runner.

RUNNER B A R i

RUNNER BAR

GATES
F ig . 34.— Plan Views of Multiple Gating Systems. 

With Design (a) most o f the Metal flows through 
the End Gate; Design (b) gives more equable 
Flow through all the Gates.

most efficient shape for a feeder is a  sphere, but 
this is usually rather im practical, and it is neces
sary to  fall back on the nearest efficient shape, 
which is a  cylinder. A  cylinder, the height of 
which is abou t x 1.5 the diam eter, is suitable for 
m ost skin-form ing alloys. The height m ay be 
rather less than this with alloys having a freezing 
range. It is im portan t that the feeder be attached 
to  the casting in such a way tha t prem ature freez
ing at the point o f attachm ent is avoided. The use 
of narrow  necks is therefore to  be strongly con
dem ned. However, there is one way in which the 
feeder may be attached to  the casting by a narrow  
neck w ithout detrim ent to  its efficiency, that is, by 
use of a W ashburn core. This is a biscuit-like core 
of insulating m aterial, which is fixed in the m ould 
a t the base of the feeder; the core contains a small 
hole through which the feeding liquid passes. 
Because the core heats up quickly and is o f low 
conductivity it has little chilling effect and does not 
impede feeding. These cores enable the feeder to 
be readily removed from  the solid casting— a great 
econom ic advantage with the harder alloys, such as 
alum inium  bronze.

Insulating and Exothermic Materials
Recently, several ways in which the efficiency of 

feeders can be greatly im proved have been ad-

vanced In  the first place, with alloys which are 
cast at tem peratures above about 900 deg. C., the 
solidification time of open feeders can be prolonged 
by 20 per cent, o r so, simply by covering the top 
with sand or some better insulating material. It 
is recommended that this should always be done. 
Secondly, a considerable im provem ent in feeder effi
ciency can be produced by surrounding the feeder 
with a sleeve of insulating o r exothermic material. 
To take fo r example, a particular casting in alum i
nium -bronze which, made in the usual way, 
required a feeder 3-in. dia. by 4|- in. high, it was 
found that this casting could be made sound with 
the aid of a feeder 2 in. dia. by I f  in. high w hen the 
feeder was surrounded by a piaster sleeve. The use 
of a plaster sleeve thus reduced the volume of the 
feeder by about 80 per cent. Similar results were 
obtained with exotherm ic materials. The use of 
these techniques naturally involves some expense 
and it is not suggested that they can be applied eco
nomically to all castings. However, the advantages 
of increased yield, reduced m etal losses and re
duced fettling costs, which are obtained, m ay be 
substantial in the case of larger castings.

Several new types of feeder have been in tro
duced in recent years of which the blind feeder 
is, it is thought, the most useful. The advantage 
of the blind feeder is that it can be readily attached 
to  any part of the casting and m ay overcome 
moulding difficulties.

RUNNING
The purpose of any running system is to  in tro

duce the metal into the m ould at the right place 
w ithout turbulence and with the m inim um  contact 
with air; the running system should also avoid in 
troducing slag and dross into the mould cavity and 
should avoid erosion of the m ould. The relative 
im portance of these different functions of the run 
ner depends som ewhat on the constitution of the 
alloy; for example, mould erosion is generally 
worse with the denser alloys, that is the copper- 
base non-ferrous alloys as opposed to the light 
alloys. Again, the avoidance of turbulence and con
tact with air is m ost im portant with those alloys 
which readily form  oxide skins, such as aluminium - 
bronze, m anganese-bronze and the light alloys; 
with other alloys it m ay be relatively unim portant.

The point of introduction of the metal into the 
mould is of extreme im portance with all alloys. 
In  general, the m etal should be introduced into the 
heavy sections of the casting and as near as pos
sible to the base of the feeders. I f  this be done, 
the metal flows from  the heavy section into the 
lighter extremities o f the casting, cooling on the 
way, so that, if the pouring tem perature be cor
rect, by the tim e m etal reaches the lighter extrem i
ties it is on the point of solidification. A t the same 
time, the passage of the m etal through the heavier 
sections tow ards the extremities, heats the mould 
surrounding these sections and thus retards the 
freezing of this p art of the casting. As the result of 
all this, freezing begins in the thinner sections and 
is progressive tow ards the heavier sections.
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Furtherm ore, if the gate be in the immediate 
vicinity of the feeder, the feeder is eventually filled 
with hot m etal and of course this is also favourable 
to directional solidification. F or these reasons, top 
pouring is usually desirable if the feeders are placed 
on top of the casting. If top pouring be not pos
sible, on account of the danger of turbulence or 
m ould erosion, and bottom  pouring must be re
sorted to, blind feeders may prove the best solu
tion. A  good technique is to run the casting 
through a blind feeder. This is often done w ith some 
alloys, notably the gunmetals, which may not require 
m uch feeding to  obtain a serviceable casting. A single 
feeder in the runner m ay serve the whole casting. U n
fortunately this is often rather badly arranged in 
practice. As is shown in Fig. 33, the correct way 
of doing the job is to have a pattern fo r the feeder 
and runner and thus to incorporate a  properly- 
shaped feeder in the running system.

Downgates
A lthough there is no opportunity here to enter into 

the design of running systems in general, there should 
be m entioned a '  few of the things which are 
either good or bad practice. F irst of all, as 
regards the pouring basin, the m ain factor is that 
it is highly desirable that it should be of proper 
design, fo r otherwise it is very difficult to keep the 
gating system full of metal. Secondly, the down- 
gate or sprue should be o f  a reasonable size so 
tha t it can be kep t full, for exam ple it is useless 
attaching a ljj-in. dia. downgate to a 10-lb. cast
ing. The best shape fo r a downgate is a stick or 
slot tapered tow ards the bottom ; the usual parallel
sided dow ngate is unsatisfactory because the metal 
stream  breaks aw ay from  the sides o f the tubular 
hole and turbulence and entrapm ent of air are the 
result. I t  is true tha t the parallel-sided downgate 
can be kept fulL by a choke a t the bottom , but this 
results in much turbulence and is therefore un
desirable, especially with alloys which oxidize 
readily. T he bend a t the junction o f the downgate 
and cross-runner is m ost im portant if  it is neces
sary to  avoid turbulence. T he best shape to  employ 
is a sm ooth, rounded bend, but this is generally 
uneconomic as it necessitates use of a core. The 
next best type o f bend, and one which is recom 
m ended, is a rectangular sump. W ith this type of 
junction, the m etal flows out quite smoothly along 
the cross-runner.

The m ain thing to be said about the cross-runner 
is that its sectional area should be 1|  to 2 times 
tha t of the dow ngate so as to reduce the velocity 
of the m etal and thus avoid injection of metal at 
high speed. D epending on the constitution o f the 
alloy, it m ay be desirable to incorporate a dross 
trap  or strainer core in the cross-runner; the latter 
can also be placed a t the base of the downgate. 
Some form  of dross trap  is particularly desirable, 
when casting alloys such as alum inium -bronze 
which readily form  oxide skins.

Multiple Gating
M ultiple-gating systems are much m ore difficult 

to design and, here, it is necessary to pay careful

attention to the dimensions o f the different m em 
bers of the system so as to  ensure that the flow of 
m etal through the different gates is approxim ately 
equal. F o r example, it is o f little good trying to use 
the type of gate shown in Fig. 34(a) if the cross- 
sectional areas of the different m em bers be all 
identical, fo r practically all the m etal will flow 
through the end gate. The correct way to deal 
with a gate of this kind is either to proportion the 
different sections so tha t the flow is the sam e from  
each gate, or, alternatively, to design the system 
something like Fig. 34(6) which has the same 
effect.

One final point about gating—all too often  one 
finds in practice that little attention is given to the 
gating system; frequently the design of the gating 
system is roughly indicated to the m oulder by the 
forem an and is cut by hand. N aturally, no two 
running systems m ade in this way are ever alike. 
It is difficult to  over-emphasize the desirability of 
having a proper pattern fo r the entire gating sys
tem, for only in this way is it possible to  secure 
consistent results.

Conclusions
In conclusion further emphasis should be added. 

Assuming that the m etal poured into the m ould is 
of good quality, the soundness and properties of 
the casting are entirely controlled by the running 
system used and feeding m ethods employed. It has 
been personal experience that, only too often, 
reasonable care is taken to ensure that the quality 
of the m etal poured into the m ould is adequate 
but feeders and runners are designed and con
structed in a  m ost slapdash m anner, and a  poor 
casting is the ultim ate product.

Fined for Scrap Deals
Alfred Ellison, of Perry Barr, were fined £534 with 

10 guineas costs, a t Birmingham M agistrates C ourt on 
June 4, on 19 summonses o f buying scrap iron above 
the controlled price and on 11 summonses of buying 
more than the permitted allocation, and Stanley Horse- 
field Smith, a scrap merchant of Soho Pool W harf, 
Hockley, was fined £238 with 10 guineas costs for sup
plying scrap metal to the firm above the permitted 
maximum price.

Prosecuting for the Ministry of Supply, M r. T. E. 
Dale stated that on Novem ber 20 last year, an investi
gating officer inspecting invoices at Ellison's found that 
extra charges had been paid for haulage and labour, 
o r for breaking and sorting the scrap iron. That vio
lated price-control regulations. In some cases, £2 a 
ton in excess of the perm itted price had been paid and 
in other cases £4 a ton. I t was also found that the 
company had bought considerably more scrap metal 
than their permitted allocation. W hen these facts came 
to light, the company had been very frank.

For Ellisons, Mr. E. G. Beresford said tha t when 
the offences were committed, export orders were very 
heavy and often the firm had only enough scrap to 
keep going for two days. Employees had been asked 
to collect from their homes any scrap they could to 
keep production going. W ith regard to the buying of 
metal above the controlled price, it was stated "that an 
official of the firm, who had since been superseded, 
“ panicked and began stockpiling.”
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Book Reviews
Equipment for the Thermal Treatment of Non-Ferrous 

Metals and Alloys—A Symposium published by 
the Institute o f  Metals, 4, G rosvenor Gardens, 
London, S.W .l. Price 15s.

This symposium contains seven papers given to the 
Institute last year on various aspects of the subject, 
w ritten by people actually engaged in work of the 
nature described, connected with well-known companies 
of high technical standing.

The first paper is a joint effort o f C. J. Evans, P. F. 
Hancock, Dr. F. W. Haywood, and .Mr. J. M cM ullen, 
presented on behalf o f the electric-resistance furnace 
section o f B.E.A.M.A. (British Electrical and Allied 
M anufacturers’ Association). The paper reviews the 
various types o f  electric furnaces available fo r therm al 
treatm ent, including billet heating. Light alloys and 
copper, nickel and their alloys are dealt with separately, 
because o f the different tem perature ranges and dif
ferent requirements as to furnace atm osphere. A fter 
describing the therm al treatm ents required with alu
minium and magnesium alloys, the authors describe salt 
baths, forced air-circulation, batch furnaces and  con
tinuous furnaces, including flash-annealing furnaces. 
Conveying mechanism is dealt with in some detail and 
typical installations are described and clearly illustrated. 
In  the heat-treatm ent o f  copper, nickel and their alloys, 
the question of the furnace atm osphere becomes very 
im portant, and special attention is given by the authors 
to the description of the principles o f this type.

The paper by J. F. W aight o f W est Midlands Gas 
Board gives a report on  up-to-date gas-heating in 
thermal-treatm ent furnaces, preceded by some remarks 
on the heat transfer in gas-fired furnaces, burner 
systems, furnace structure and heat losses. Furnace 
atm ospheres and their control, especially sulphur 
removal, are dealt with in a  special section. The 
description o f a number o f actual furnace installations 
completes the picture. From  the paper one gains the 
impression that gas-heated furnaces are highly reliable 
and versatile.

E. Davis and S. G. Temple (both I.C.I., Limited, 
M etals Division) review the annealing of copper and 
copper alloys, giving the metallurgical background as 
well as the industrial procedure, and weighing carefully 
the pros and cons for batch-type and continuous fur
naces. H. J. Hartley and E. J. Bradbury o f Henry 
Wiggin & Company, Limited, and the M ond Nickel 
Company, Limited, contribute a careful description of 
the theory and practice of bright annealing of nickel 
and its alloys, with details on the effects o f alloying 
elements, impurities and the components of the furnace 
atm osphere such as steam, hydrogen, carbon and 
sulphur. The design of the furnaces and of the appara
tus and methods for production and testing of the 
suitable furnace atm osphere is described in  some detail, 
and the paper is concluded with a survey o f desirable 
improvements.

The last three papers deal with the heat-treatm ent 
o f light alloys. C. P. Paton of N orthern Aluminium 
Company, Limited, gives a survey o f the various heat- 
treatm ent requirements, followed by technical con
siderations affecting fuels, heating media, circulation, 
furnace atmospheres, tem perature measurement and 
control, quenching, drying and general handling. The 
various types of furnaces are described, and in the 
closing chapters the position is reviewed, generally, and 
an attem pt is made to outline future trends.

The paper o f R. T. Staples (T.I. Aluminium, Limited) 
on “  Flash Annealing of L ight Alloys ” starts with a 
statement o f the advantages of the process both from 
the metallurgical and the production point o f view.

The metallurgical conditions for the production of a 
fine-grained annealed structure are discussed and the 
dominating influence of rate o f heating, especially on 
heterogeneous alloys, is emphasized. The design of 
flash-annealing furnaces is then critically surveyed and 
their performance described in a number of interesting 
tables comparing also the effect o f batch-annealing and 
flash-annealing on the properties o f various materials. 
Discussing further prospects, this author points out 
that the heating rates achieved so far are only about 
one-tenth o f the rate achieved in a salt bath, and that 
there seems to be a chance of emulating the salt bath 
by means o f induction heating. The improvement in 
quantity and reduction in size o f furnaces connected 
with the high rate of heating are in his opinion suffi
ciently im portant to justify further developments.

M. Lamourdedieu in  a short note gives the general 
layout and some very interesting details on an installa
tion for the continuous solution treatm ent o f D uralu
min strip 56 in. wide and about 0.1 in. thick as pro
duced in the light-metal rolling mill a t Issoire. The 
most interesting feature is the rapid heating o f the 
strip by induction coils to nearly full tem perature in a 
few seconds, followed by a stabilizing of the tem pera
ture in a heated chamber. Some of the many special 
problems connected with such an unconventional design 
and their solutions are mentioned.

The discussion in which metallurgists, production 
engineers and furnace builders took part, is well worth 
reading. It reveals that there are quite a  num ber of 
controversial points even with the conventional types 
of furnaces. As to the more m odem  types, views are 
far from being clarified, and there was expressed a 
desire fo r closer and more organized co-operation 
between furnace builders, handling-gear makers and 
metallurgists in order to achieve some coherence regard
ing the relative merits and economics o f various types.

E. S.

Metal Data, by S. L. Holt. Published in this country 
by Chapm an & Hall, 37, Essex Street, London, 
W.C.2. Price 80s. net,

The first edition (1943) of this book was issued as 
M etals and Alloys D ata Book, and was reviewed in our 
issue o f February 10, 1944. It was then stated that 
the book was “ most useful,” and the same comm enda
tion applies with still greater force as the num ber of 
pages has been increased from  334 to 526 and the tables 
from 320 odd to 565. This book, apart from  the two 
prefaces and a  section showing by photom icrographs 
the grain size of steels, consists wholly of tables and 173 
graphs. F or cast iron there are 28 tables, and in one 
of them (Table 285), which covers the specific applica
tions of alloy cast irons, 25 different compositions are 
listed. In their use in this country it is as well to 
shade down the carbon content, as, generally speaking, 
carbon has slightly less hardening effect in America. 
Steel castings—cast steels in this book—are covered by 
no fewer than ten graphs and 32 tables, one of which 
lists 40 odd different compositions fo r varying purposes. 
In  a  similar way the wrought steels and non-ferrous 
alloys are dealt with, and in addition there is a  well- 
chosen group of tables o f “ general data,” one of 
which is almost necessary for British readers, and that 
is Table 553, which converts tons to pounds. W hilst 
extensive reference is made to trade names of 
materials, it enhances rather than detracts from  the 
w orth of the book, as they are, in general, interna
tionally known. The book is particularly well indexed 
Steel castings— cast steels in this book—are covered by 
and contains much tabular matter.

V. C. F.
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Coronation and Birthday H onours List
The Queen's com bined Coronation and Birthday H onours List, published on June 1, contains awards 
to a num ber o f people associated with the foundry, iron and steel, and allied industries. Tw o prominent 
industrialists, Sir Peter Bennett and Sir R alph  Glyn, are in the list o f baronies created, while Sir Percy 
M ills is included among the baronetcies. The list o f knights contains the names o f several well-known  
industrialists, M r. S. C. G oodwin, M r. S. F. M arkham , M r. S. W. Rawson, and M r. W. R . Verdon  
Sm ith being among them. Another new knight is M r. Andrew  Naesm ith, one o f the part-time members 
o f the recently appointed Iron and Steel Board. B rief notes on som e o f the awards are given below.

VISCOUNT
L o r d  W o o l t o n ,  Chancellor of the Duchy of Lan

caster since 1952. In addition to having occupied several 
Ministerial appointments, Lord W oolton has had a dis
tinguished career in industry, having been chairman and 
senior managing director of Lewis’s Investment Trust, 
Limited, and its subsidiary companies. He is a past- 
president of the Royal Statistical Society and was a 
member of the Ham bledon Committee on the Teaching 
of Industrial Art.

BARONS
S i r  P e t e r  F r e d e r i c k  B l a k e r  B e n n e t t ,  for political 

and public services. A  past-president of the Federation 
of British Industries, he is joint managing director of 
Joseph Lucas Industries, Limited. He was formerly a 
director of Im perial Chemical Industries, Limited, and of 
Lloyds Bank, Limited. A  member of the British Produc
tivity Council, Sir Peter was formerly a member of the 
Anglo-American Productivity Council. He is a  past- 
president of the Society of M otor M anufacturers and 
Traders and of Birmingham Cham ber of Commerce and 
a form er member of the council of the International 
Chamber o f Commerce. H e has been Unionist M.P. for 
Edgbaston since 1940.

S i r  R a l p h  G e o r g e  C a m p b e l l  G l y n ,  for political and 
public services. He is chairman of the Skefko Ball Bear
ing Company, Limited, and a director of J. Samuel White 
& Company, Limited, shipbuilders, boilermakers, etc., of 
Cowes, Isle of Wight, and other companies.

BARONETS
S i r  P e r c y  H e r b e r t  M i l l s ,  for services to housing. 

Chairm an of the N ational Research Development Coun
cil, Sir Percy is vice-chairman and managing director of 
W. & T. Avery, Limited, and a director of a number of 
other companies, including the Barry W ehmiller M achi
nery Company, Limited, the Berkel & Parnall Slicing 
Machine M anufacturing Company, Limited, and Textile 
M achinery Makers, Limited. Sir Percy is a past-presi
dent of Birmingham C ham ber of Commerce.

M a j o r - G e n .  S i r  E d w a r d  L. S p e a r s ,  for public ser
vices. Sir Edward, who is chairm an of the Institute of 
Directors, is associated with a num ber of companies, 
including Ashanti Goldfields Corporation, Limited, and 
Associated Portland Cement M anufacturers, Limited.

S i r  H e r b e r t  G e r a i n t  W i l l i a m s ,  for political and 
public services. President of the Ballast Sand and Allied 
Traders’ Association and the Engineers’ Buyers’ and 
Representatives’ Association, Sir H erbert has connections 
with industry through many companies. He is chairman 
of Bennis Combustion, Limited, and a director of the 
Power Plant Company, Limited, the H arper Automatic 
Machine M anufacturing Company, Limited, S. Instone 
& Company, Limited, Franco Signs, Limited, and other 
companies. Sir H erbert was secretary and manager of 
the Machine T ool Trades Association, Inc., 1911-28.

KNIGHTS BACHELOR
A l d e r m a n  G e o f f r e y  M o r r i s  B a r n e t t ,  for political 

and public services in Leicester. A  member of the board

of many companies, his directorships include John Jar- 
dine, Limited, manufacturers of power-transmission 
appliances, etc., of Nottingham, M idland M achine Trust, 
Limited, Richard Simon & Sons, Limited, Ross Engi
neering Company (Leicester), Limited, and the Sileby 
Engineering Company, Limited.

D r .  E d w a r d  C r i s p  B u l l a r d ,  f . r . s . ,  director o f the 
National Physical Laboratory, D epartm ent of Scientific 
and Industrial Research, since 1950, prior to which he 
was Professor of Physics a t the University of Toronto 
from 1948 to 1949.

M r .  E r n e s t  W e n s l e y  L a p t h o r n  F i e l d ,  director of the 
Scottish Engineering Employers’ Association. In 1944, 
Mr. Field was appointed director of the N orthW est 
Engineering Trades Employers’ Association. He was for 
many years assistant to the engineering director of 
John Brown & Company, Limited, Clydebank.

M r .  S t u a r t  C o l d w e l l  G o o d w in ,  for political and 
public services in Sheffield. Among other industrial 
positions, he is chairman and managing director of 
Goodwin & Company, Limited, steelmakers, of Neeps- 
end, Sheffield, joint managing director of Neepsend Roll
ing Mills, and a mem ber of the board of many other 
companies, including Colver Bros., Limited, Ferro-Alloys 
& Metals, Limited, Files (Sheffield), Limited, and H ard 
Metal House, Limited.

The H o n .  F r a n c i s  J o h n  H o p w o o d ,  managing direc
to r 'o f  the Shell Petroleum Company, Limited, and its 
subsidiaries, and chairm an of the Shell Oil Company.

M a j o r  S y d n e y  F r a n k  M a r k h a m ,  for political and 
public services. H e has been Conservative M.P. for 
Buckingham since 1951, and is a director of Richard 
Johnson, C lapham & Morris, Limited, Manchester.

M r .  A n d r e w  N a e s m i t h ,  general secretary of the 
Amalgam ated W eavers’ Association. He is one of the 
eight part-time members of the recently appointed Iron 
and Steel Board. He is also a member o f the general 
council of the Trades Union Congress and a  part-time 
director of the Bank of England.

M r. S t a n l e y  W a l t e r  R a w s o n ,  director-general of 
Machine Tools, M inistry of Supply, since 1951, in which 
position he supervises the supply of machine tools for 
the defence programme. He joined Dorm an, Long & 
Company, Limited, in 1929, and in 1934 went to John 
Brown & Company, Limited, becoming a director in 1935 
and managing director in 1949. D uring the recent war 
he supervised the construction and installation of heavy 
plant for the M inistry of A ircraft Production. His 
Board appointments include Clydebank Shipbuilding & 
Engineering Company, Limited; Cravens Railway Car
riage & Wagon Company, Limited; Cravens, Limited; 
Firth Brown Steels, Limited; H ard M etal Tools, Limited; 
High Speed Steel Alloys, Limited; Michell Bearings, 
Limited; Nitralloy, Limited; and Powderloys, Limited.

M r .  H a r o l d  C h a r l e s  W e s t  R o b e r t s ,  Chief Inspector 
o f Mines and Quarries, M inistry of Fuel and Power. 
Mr. Roberts succeeded Sir Andrew Bryan in this posi
tion on August 1. 1951, having been Deputy Chief In
spector for over five years prior to his prom otion. Mr. 
Roberts was awarded the C.B.E. in the 1948 New Y ear 
Honours.
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Coronation and B irthday H onours L ist
M r .  W i l l i a m  R e g i n a l d  V e r d o n  S m i th ,  for public 

services in Bristol. Chairm an of Bristol Local Employ
ment Committee, he is joint managing director of the 
Bristol Aeroplane Company, Limited, a director of 
Babcock & Wilcox, Limited, Rotol, Limited, and other 
companies.

M r .  T h o m a s  O c t a v e  M u r d o c h  S o p w i t h ,  for services 
to aircraft production. Chairman of the Hawker Sidde- 
ley G roup, Limited, he is also joint managing director 
of the G loster A ircraft Company, Limited, and a direc
to r of A. V. Roe, Limited, and several other companies.

ORDER OF THE BATH 
K.C.B.

S i r  J o h n  D o u g l a s  C o c k c r o f t ,  f . r . s . ,  chairman of the 
Defence Research Policy Committee since last year, 
Scientific A dviser to the M inister of Defence, and direc
tor of the Atomic Energy Research Establishment, 
M inistry of Supply, since 1946.

C.B.
M r . E r n e s t  T u r n e r  J o n e s , p r in c ip a l  d i r e c to r  o f  S c ie n 

tif ic  R e s e a r c h  (A ir ) ,  M in is t r y  o f  S u p p ly .
M r .  J o h n  A l f r e d  R a l p h  P i m l o t t ,  under-secretary, 

M inistry of Materials.
ORDER OF THE BRITISH EMPIRE 

K.B.E.
M r .  J o h n  A n t h o n y  C a r r o l l ,  Deputy Controller 

(Research and Development), Admiralty.
S i r  G r e v i l l e  S im p s o n  M a g in n e s ,  chairman and m an

aging director of the Churchill Machine Tool Company, 
Limited, M anchester. Sir Greville’s other business in
terests include the chairmanship of Associated British 
Machine Toolmakers, Limited, the deputy-chairmanship 
of Tube Investments, Limited, and a seat on the board 
of the Iron Trades Employers’ Insurance Association, 
Limited, and the Iron Trades M utual Insurance Com
pany, Limited.

S i r  F r e d e r i c k  E r n e s t  R e b b e c k ,  chairman and man
aging director o f H arland & Wolff, Limited, Belfast. 
He is also on the board of Colvilles, Limited, Short Bros. 
& H arland, Limited, and other companies.

C.B.E.
M r .  A. A g a r ,  chairm an and managing director of 

Davidson & Company, Limited, engineers and iron- 
founders, etc.. of Belfast; M r .  E d m u n d  B r u c e  B a l l ,  a 
joint managing director o f Glenfield & Kennedy, 
Limited, Kilmarnock. He is also chairman of Blackett. 
H utton & Company, Limited, and H ydrautom at (1931), 
Limited, and a director of Alley & MacLellan, Limited; 
M r .  F. S. B a r t o n ,  principal director of Electronic Re
search and Development, Ministry of Supply; M r .  
R. W. C h e s h i r e ,  Deputy Chief Scientific Officer, 
Admiralty; M r .  D. D. W. C o l e ,  Assistant Controller 
(Production). Atomic Energy Establishment, Risley, 
M inistry of Supply; M r .  B. E. C o m m o n , chairman of the 
Tyne Improvement Commission; M r .  W. J. D u n c a n ,  
Mechanical Professor of Aeronautics and Fluid Mech
anics, University of Glasgow; M r .  A. F a g e ,  superinten
dent, Aerodynamics Division, N ational Physical L abora
tory, D.S.I.R.; D r .  J. E. H u r s t ,  past-president of the 
British Cast Iron Research Association, and past-presi
dent o f the Institute of British Foundrym en and of the 
Institute o f Vitreous Enamellers. He was appointed 
a director of Bradley & Foster, Limited, in 
1933, managing director in 1949, and deputy chairman in 
1950; M r .  L. l e  C o u t e u r ,  Deputy Chief Inspector of 
Factories, M inistry of Labour and N ational Service;

C o l .  B. H. L e e s o n ,  director of the British Electrical and 
Allied M anufacturers’ Association; M r .  A. M. M o o n e y ,  
deputy director of Electrical Engineering, Admiralty; 
M r .  C. W. M o s s ,  a director o f Vickers-Armstrongs, 
Limited; M r .  D. A. O l i v e r ,  metals economy adviser. 
Ministry of Supply; M r .  D. N. R a y n e r ,  D irector of 
Contracts, Ministry of Supply; M r .  M i c h a e l  M i l n e -  
W a t s o n ,  chairman of the North Thames Gas Board; 
M r .  A. T . W o r b o y s ,  chairman of the London Brick 
Company, Limited; M r .  H. S. Y o u n g ,  Deputy Chief 
Scientific Officer, M inistry of Defence.

O.B.E.
M r .  A. J. B o w r o n ,  managing director, F.N.F., Limited, 

textile engineers, of Burton-on-Trent; M r .  W. B u c k ie ,  
technical manager, Swan, H unter & Wigham Richardson, 
Limited, Wallsend; M r .  J. G . . B u l l e n ,  general manager, 
Highland Reduction W orks, British Aluminium Com 
pany, Limited; M r .  R. C o u s l a n d ,  shipbuilding manager, 
J. Samuel White & Company, Limited, Cowes; M r. P. H. 
F o r d ,  lately works manager. Guest, Keen & Nettlefold, 
Limited, Birmingham; M r .  J .T . G r a h a m ,  employer vice- 
chairm an of the N orth  M idland Regional Board of In 
dustry and assistant managing director of W orthington- 
Simpson, Limited, manufacturers of pumps and pump
ing machinery, founders, etc., of Newark (Notts); M r .  
W. H. G r i n s t e d ,  chief engineer, Siemens Bros. & Com
pany, Limited, of Woolwich, London; M r .  G. C. L o w r y ,  
clerk to the governors, Imperial' College of Science and 
Technology, University of London; M r .  J. C. N e e d h a m ,  
chairman of Evershed & Vignoles, Limited, m anufac
turers of electrical instruments, of Chiswick, London, and 
a director of Thos. W alker & Son, Limited, manufac
turers of nautical instruments, of Birmingham; M r .  
C l a u d e  M e y e r  S p ie lm a n ,  managing director of Whessoe, 
Limited, gas plant engineers, etc., of Darlington, and 
chairman of D urham  Steelwork, Limited, Gateshead; 
M r .  W. C. S w i f t ,  Assistant Director, Engineering, 
M inistry of Supply; M r .  J. H. W i g g l e s w o r t h ,  general 
secretary, Iron, Steel and M etal Dressers’ Trade Society.

M.B.E.
M r .  W. G. A l l e n ,  senior experimental officer, Direc

torate of Electronics Research and Development (Air), 
Ministry o f Supply; M r .  A. A n s l o w ,  production m ana
ger, Joseph Sankey & Sons, Limited, manufacturers of 
pressings, stampings, etc., of Wellington (Salop); M r .
E. W. A s h b y ,  chief tanker designer, Joseph L. Thompson 
& Sons, Limited, Sunderland; M r .  E. B. B a b l e r .  chief 
of metallurgical and general research laboratory, Allen 
West & Company, Limited, Brighton; M r .  A. B a x t e r ,  
assistant manager, shipbuilding department. Vickers- 
Armstrongs, Limited, Barrow-in-Furness; M r .  A. H. 
B l a c k w e l l ,  a director and works manager, David Brown 
Companies, M eltham (Yorks); M r .  J. B r y c e ,  manager, 
shipyard plant department. H arland & Wolff, Limited, 
Belfast; M r .  A. H. C a r d i n g ,  works director, Sm art & 
Brown (Machine Tools). Limited; M r .  R. N. L. C l a r k e ,  
plant manager, Im perial Chemical Industries, Limited, 
Alkali Division; M r .  S. E. D e v o n a l d .  lately chairman, 
London and Southern England District. Joint District 
Scrap Drive Committee, British Iron and Steel Federa
tion; M r .  V. G r a y ,  naval architect, Cochrane & Sons, 
Limited; M r .  W. J. H o b b s ,  works manager, Drayton 
Regulator & Instrum ent Company, Limited; M r .  G. 
K in g ,  senior research chemist. Albright & Wilson, 
Limited; M r .  A. H. L a i d l a w ,  chief draughtsman, Vosper, 
Limited; M r .  R. H. L i n n e l l ,  factory superintendent, 
British Thomson-Houston Company, Limited; M r .  J. 
M a c G r e g o r ,  works manager. Therm otank. Limited; M r .
F. P e a r s o n ,  manager, heavy duty cooking apparatus

(Continued on page 680, col. 2)
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I.B .F . Conference Works Visits
(iContinued from page 635)

LEYLAND MOTORS, LIMITED
L ey land  M otors, L im ited , a re  claim ed to  be the 

largest m an u fac tu re rs  o f  the ir type  in the B ritish  E m 
p ire  an d  have on  the pay  ro ll nearly  one-th ird  o f  the 
to ta l em ployed  in the  B ritish com m ercial vehicle in 
dustry . T he firm ’s tu rn o v er w ith those o f its subsi
d iary  com pan ies w as m ore  th an  £28-)- m illion in  1952. 
T he  p resen t com pany , fo rm erly  the L ancash ire  
S team  M o to r C om pany  o f  1896, was registered  32 
years ago. It has an  issued cap ita l o f £2,900,000, 
its assets to -day  being valued a t m ore than  
£13,000,000. L ey land  p roduc ts  consist o f heavy-duty 
and  m ed ium -capacity  com m ercial vehicles w ith gross 
ra tings from  10 to 22 tons, single- and  double-deck 
buses and  industria l D iesel engines.

T he  m ain  fac to ries o f  the com pany  are  concen
tra ted  ro u n d  the orig inal site a t L ey land , w here p ro 
perties extend to  m ore than  300 acres. A  separate  
fac to ry  o f  over 12} acres a t C horley , Lancs, is set 
aside exclusively fo r  spare  p a rts  m an u fac tu re  and  
repairs. L ey land  vehicles are  designed, engineered 
and  m anufac tu red  in en tire ty  by the com pany ’s own 
engineers and  in  th e ir ow n factories, the w hole o f 
the  m an u fac tu rin g  processes, including body bu ild 
ing, being carried  o u t in the L ancash ire  group  o f 
factories. M any  o f the castings fo r the vehicles are

also p roduced , e ither by the subsid iary  com pany , 
W est Y orksh ire  F oundries, L im ited , o r  in the firm ’s 
hom e found ry  a t F a ring ton .

As a t p resen t envisaged, the l.B .F . p a rty  w ill in 
spect the fo u n d ry  an d  the engine fac to ry , concen
tra ting  in the la tte r on  the m achin ing  o f  the com bined 
cy linder b lock and  crankcase  w hich the visitors will 
have seen being m an u fac tu red  in th e  foundry  
(Figs. 7 to  9). T h e  F a rin g to n  fou n d ry  occu
pies an  area o f 11,600 sq. ft. and  consists o f  three 
bays, 350 by 65 ft., w ith  add itiona l subsid iary  bu ild 
ings. Its annua l o u tp u t is 10,000 tons o f iro n  and 
steel castings. T he  m ajo rity  o f th is o u tp u t consists 
o f cy linder castings fo r au tom ob ile  engines, b o th  fo r 
the com pany ’s ow n vehicles an d  fo r  o th er m an u fac 
turers. A  sm all p o rtion  o f  the found ry  is reserved 
fo r the p ro duc tion  o f steel castings, m ain ly  fo r the 
com pany ’s ow n vehicle p roduc tion . T he  foundry  
also specializes in  the p ro d u c tio n  o f  cen trifugally - 
cast cy linder liners, o f w hich it h as  a  steady  p ro d u c 
tion  o f approx im ate ly  1,000 a day. E q u ip m en t fo r 
the m elting  o f steel an d  iron  is o f a  m odern  type 
and  sand fo r m ould ing  and  co rem ak ing  is p repared  
and  cond itioned  in fu lly -m echanized  p lan t. O f p a r
ticu la r in te rest a re  the recen tly -installed  fu rnaces 
fo r th e  stress-release h ea t- trea tm en t o f cy linder 
castings.

F ig .  7 ( l e f t ) . — Layout of the Oil-sand Coreshop at 
the Foundry of Leyland Motors, Limited.

F i g .  8 ( a b o v e ) .—Core-assembly for a Cylinder-block 
Casting at Leyland Motors, Limited.



678 FOUNDRY TRADE JOURNAL JUN E I I ,  1953

F ig .  9 .—Set-up for the Machine Moulding of Engine Castings at Leyland Motors, Limited.

HORWICH LOCOMOTIVE WORKS FOUNDRY

Of the three plants a t Leyland, the N orth  W orks 
is devoted to  machining and heat-treatm ent of 
vehicle parts (except for a section which m anufac
tures fuel injectors); the South W orks is chiefly for 
vehicle body building and the principal activity of 
the Farington factory, which includes the foundry, 
is the m anufacture and assembly of engines. Also 
in  the South W orks is the A pprentices’ Training 
Centre, while separately, theoretical training is given 
in the com pany’s day continuation school. Every 
boy apprenticed to  the com pany continues his 
general education by attending one day a week at 
this school, where la ter a technical bias is introduced 
into his studies. F o r 12 m onths he receives indi
vidual tuition in the use of m achine and hand  tools 
in the T raining Centre before entering the works. All 
employees of the com pany are members of the Ley
land M otors Social and A thletic Club, which p ro
vides for bowls, cricket, football, hockey, tennis, 
rifle shooting, etc.

are served by charger cranes using the drop-bottom  
design of charging skip. The production of moulds 
is from  machines of the under-sand fram e type,

The mechanized foundry of British Railways at 
H orwich, one of the largest in the country, was 
installed to  produce 51,000 tons of railway chairs 
and baseplates, also 17,000 tons of locom otive and 
carriage and wagon brake-blocks annually. I t  con
sists of two completely m echanized plants, 
the larger one being the chair p lant and the smaller 
one the brake-block plant. A  core section provides 
for both plants. The chair p lan t was brought into 
operation in September, 1950, and the brake-block 
plant in August, 1951. Both plants are served with 
raw  m aterials from  a stock gantry 630 ft. long and 
of 80 ft. span.

M elting arrangem ents consist of four 20-tons per 
hr. cupolas and four o f 8 tons per hr. Both types

F i g .  10 .— One of the Pouring Sections at B.R. 
Horwich Foundry on the Plant served by the 2 0 - 
ion per hr. Cupolas. Note the Exhaust Hoods.
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arranged in pairs. A  roll-over and straight squeeze 
m achine consist of one pair. Fig. 10 shows one of 
the pouring sections on a  m ould conveyor.

The sand reconditioning p lant contains two 30- 
ton  per hour continuous sand mills on the chair 
p lant and one of similar capacity on the brake-block 
plant. N aturally-bonded sand is used.

A n interesting feature of the p lant is the fully- 
autom atic knockout (Fig. 11) which is electrically 
operated and vibrates the m ould, shakes ou t the 
sand and  casting and conveys the box-parts to the 
return  conveyor.

Ancillary Plant
T he cooling and dressing arrangements follow 

the same continuous pattern  as the rest of the foun
dry, as from  the knock-out the castings pass into 
skips attached to  a pendulum -type conveyor which 
runs outside the foundry for the cooling time neces
sary. O n its return, the castings are unloaded prior 
to shot-blasting and fettling, which are carried out 
between two moving conveyors, and then pass on to 
the despatch section. The coremaking section in
stalled consists o f a small fully-mechanized sand- 
preparation  p lant and four vertical core-blowing 
machines.

A considerable am ount of equipment has been 
installed for dust and fum e extraction, together with 
a novel feature of washing the castings during their 
cooling cycle. A ttached to  the foundry is an 
am enity block containing washing facilities fo r per
sonnel, a locker room  and shower-baths of the 
m odern type, having lockers for clean and soiled 
clothing, the building incorporating its own heating 
and air-conditioning plant.

BRITISH NORTHROP LOOM COMPANY, 
LIMITED

The works of the British N orthrop Loom  Com 
pany, Limited, Blackburn, is claimed to be the largest 
of its kind in Europe. The firm specializes in  the 
productions of the fam ous N orthrop fully-autom atic 
loom, and as there are m ore than 40 m ain models of 
loom to cover a full range of textile fabrics woven in  
this country and overseas, the variety of com ponents 
is extremely great.

The floor area of the premises covers 1,500,000 
sq. ft. and over 2,500 operatives are employed, p ro 
ducing approxim ately 9,000 of the various models 
every year. The foundry has an area of approxi
mately 180,000 sq. ft. and is set out in three bays, one 
75 ft. wide and one of 50 ft. wide running the full 
length of the foundry building, i.e., approxim ately
1,000 ft., as well as one shorter bay 50 ft. wide, 
approxim ately 400 ft. long. All have concrete floors, 
and there are three small pits for occasional heavy 
castings. The output is of the order of 150 to 200 
tons per week, and the personnel employed is about 
300. M ost of the castings are produced in grey iron, 
but there is also a fully-equipped brass foundry 
housed in the m ain building.

Special Site Development
Care and foresight in deciding the site of the 

foundry buildings, coupled with extensive excava
tion, has resulted in the foundry yard for the storage 
of raw  m aterials being adjacent to the five cupolas 
and on the same level as the cupola staging, which is 
approached by a concrete road. This enables all sand 
to be fed by gravity to the sand bunkers, and all 
moulding m aterials to be weighed and fed to the 
cupolas with the minimum of lifting. The centre 
bay is 47 ft. high to the ridge and is provided with 
two 5-ton cranes fo r carrying metal, etc. The crane

Fig. 11.— View of Mould Pushers, Knock-out, and Ventilation Arrangements on the Chair Plant at
B. R. Honvich Foundry.
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I .B .F  Conference Works Visits
rail is 20 ft. from  the floor level. The two main bays 
are provided with a sliding section of the roof 5 ft. 
wide, which, when open, allows for almost half the 
length of the bay to be uncovered at any one time, 
and thoroughly ventilated.

T he foundry is lit by m ercury-vapour lamps of 
400 w. in the m ain bay and 250 w. in  the side bays, 
supplied by the G eneral Electric Com pany, Limited. 
Bathroom s, shower-baths, dressing cubicles, washing 
rooms, lavatories, and first-aid room s are provided in 
the m ain foundry building.

Machinery and Plant
M ost o f the castings produced are small, the largest 

being those of the loom  fram e itself, running to about 
5 cwt. M ost are made by m achine m oulding with 
plate patterns. All the patterns are made on the 
premises in a very well equipped wood and metal 
patternshop, situated below the foundry floor.

The sand-mixing and sand-recovery plant, with the 
magnetic extractor, is m odern, and deals adequately 
with all types of sand needed, reducing waste to a 
minimum. F o r filling the boxes fo r the larger cast
ings, five tractor-type impeller-type sand-throwing 
machines are employed. The corem aking depart
m ent is equipped with a continuous core-oven, and 
m ost o f the cores are produced on core-blowers by 
women operators.

The dressing shops is equipped with rotary-table 
type and barrel-type shot-blasting machines, etc., to
gether with portable pneum atic grinding and chip
ping tools for dressing the larger castings.

M ost castings are painted immediately they are 
dressed, to ensure cleanliness in  the machine-shops 
and to reduce to a minimum the w ork of painting 
the com pleted looms. Dipping, painting with a 
brush, and spraying, are all used, bu t m ost castings 
are dipped. W hen painted the castings are dried by 
being passed through an infra-red drying chamber, 
which provides quick, even drying, and a hard  sur
face to the coating.

New “ Chief Joseph D a m ” Bids
Once again a British company has tendered the lowest 

bid for 10 big power transformers for the U.S. Govern
ment’s Chief Joseph D am  project on the Colum bia River. 
When the tender was first put out, the company made 
the lowest bid, and its rejection aroused considerable 
criticism on both sides of the Atlantic. New bids were 
called for on the grounds that the original specifications 
had been too loosely drawn up. Recently, however, 
the Army Bureau of Engineers announced that the 
English Electric Export & Trading Company, Limited, 
had again tendered the lowest bid. roughly £158,130 
lower ffian the nearest U.S. offer. English Electric has 
reduced its original bid by the equivalent of £25,000, to 
£629,040, with 99.56 efficiency rating. Industrie Elet- 
triche di Legano, of Italy, put in the next lowest bid— 
£653,570— with 99.51 efficiency rating, and Moloney 
Electric, o f St. Louis, £787,200, with 99.61 efficiency 
rating.

The British company was, however, outbid by the U.S. 
Westinghouse Company on tenders to supply four gener
ators for the dam, it was announced this week. The U.S. 
company’s bid was £1,535,650 and English Electric’s 
£1,570,540. The final decision on the tenders for both 
these contracts will be made in Washington.

Coronation and Birthday Hotiours L ist
fContinued from page 676) 

department, William Green & Company (Ecclesfield), 
Limited; M r . C. M. P lo w m a n ,  adviser to the Industrial 
Relations Committee of the Gas Council; M r. G. A. H. 
E. P o o l e ,  factory manager, Joseph Lucas, Limited; M r . 
J. R. R e e d ,  branch accountant and office manager, 
English Electric Company, Limited; M r . H. N. S c o t t ,  
manager, outside engineering department, H arland & 
Wolff, Limited; M r . T. A. S m i th ,  chief engineer, Alley & 
MacLellan, Limited, engineers and ironfounders, etc.; 
M r . J. S. T h o m p s o n ,  chief metallurgist and production 
manager, D urham  Chemicals, Limited; M r . H. T u r n e r , 
foundry manager, International Combustion, Limited; 
M r . F. G. V. V i n c e n t ,  plant engineer, Supermarine 
Works, Vickers-Armstrongs, Limited; M r . F. B. W i l s o n ,  
technical adviser, Guest, Keen & Nettlefolds (Midlands), 
Limited.

B.E.M.
T. E. A l l e n ,  w orking b u rn e r and  m achine cau lker, V ickers- 

A rm strongs, L im ited : W. A s u f o r d ,  s ite  fo rem an , Steel Scaf
fo ld ing  Com pany, L im ited : A. B a r k e r ,  senior a s s is ta n t
(scientific) C hem ical Defence E x p e rim en ta l E s tab lishm en t, 
M in istry  of S upply ; L. G . B la n c ,  m echan ic  exam iner, 
D irec to ra te  of In sp ec tio n  of E lec trica l a n d  M echanical E qu ip 
m ent, M in istry  of Supply ; W. H . B r o w n  forem an toolm aker, 
E rn es t Stevens, L im ited ; A. B u r d o n ,  ch arg eh an d , S igm und 
Pum ps, L im ited ; W. T. J .  Cox, r a d a r  chain  in s ta lla tio n  
eng ineer, M arconi’s W ireless T e leg rap h  C om pany, L im ited ;
E . D e a n , la te ly  tool-room  m ille r, E eno ld  & C oventry  C hain 
Com pany, L im ited ; W . D. D e n h o lm , p rin c ip a l sm ith , N . 
H ing ley  & Sons, L im ited , D udley (W orcs); C. A. D o w n e s ,  
chief inspecto r, B risto l T ram w ays & C arriago  Com pany, 
L im ited , B ris to l; J .  F u l t o n ,  h ead  fo rem an  p lum ber, H a rla n d  
& Wolff, L im ited ; E . G i l b e r t ,  fo rem an , H o lm an  B ros., L im ited ;
G. GLAvsnKR, m echanic. N a tio n a l P hysical L a b o ra to ry ; J .  
H u s b a n d s ,  electrica l fittor, E lec tric  C onstruction  C om pany, 
L im ited ; J .  S. J e a l ,  cen tre  la th e  tu rn e r, D ew rance & Com
pany , L im ited ; H . R . J o h n s o n ,  en g in eerin g  a n d  m a in ten an ce  
forem an, W hessoe, L im ited ; D. J o n e s ,  lead in g  hand , zinc 
d is tilla tio n  p lan t, N a tio n a l S m elting  Com pany, L im ited ; L. 
L e a c h ,  process fo rem an , M agnesium  E lek tro n , L im ited , 
P . J .  T. M a c A u la y , lead in g  d rau g h tsm an . Cam m ell L a ird  & 
Com pany, L im ited ; A. M c C u l lo c i i ,  c h arg eh a n d , D rysdalo  & 
Com pany, L im ited , G lasgow ; W. E . N u t t i n g ,  ho t saw  grinder, 
R ound O ak  Steel W orks, L im ited ; E . E . P e a c h ,  forem an 
e lectric ian , P a te n t  S h a ft & A xletree Com pany, L im ited ; M iss
A. M. P l e a s a n t s ,  ho n o ra ry  collector, R ansom es, Sim s & 
Jefferies’ sav in g s  group , Ip sw ich ; J .  E .  P r o t h e r o ,  electrica l 
fitter, E n g lish  E lec tric  Com pany, L im ited ; E. P r o u t ,  m achine- 
shop forem an, P ries tm an  Bros., L im ited ; F .  J .  R i c h a r d s ,  
eng ineering  c ra ftsm an  Chatwood Safe & E n g in ee rin g  Com
pany , L im ited ; C. T. R i c h a r d s o n ,  tra n s p o r t  forem an, H adfields, 
L im ited ; E . S im m o n s, charg eh an d  coppersm ith , J .  R ussell & 
Com pany, L im ited , L iverpool; F .  T h o m a s , head fo rem an  lofts- 
m an , V ickers-A rm strongs, L im ited- T. C. T h o m p s o n , boilershop 
p la te r, H a rla n d  & Wolff, L im ited ; C. W a r d e ,  tool-shop a ss is ta n t 
forem an, A u tom atic  Telephone & E lec tric  Com pany, L im ited ;
H . W a r d l e ,  chief forem an fitter, W alm sleys (B ury), L im ited ; 
W. .T. W e b b e r , fo rem an , A lum in ium  W ire  & Cable C om pany, 
L im ited .

Japan to Have a Steel Combine
As a result of competition expected due to the opera

tion of the European Coal and Steel Pool, iron and steel 
manufacturers in Japan are to form  a production com
bine. They are also calling for Government subsidies 
totalling m ore than £25,000,000 to offset the cost of pig- 
iron and coal.

Steelmakers have in mind to restrict production, at 
the expense of smaller concerns who would receive only 
limited supplies of pig-iron and semi-finished products 
and to enforce dual prices for heavy products, with 
export prices at international levels, and the domestic 
price maintained a t paying levels.

B e d e  M e t a l  &  C h e m i c a l  C o m p a n y ,  L i m i t e d —Mr. 
A lbert Mitchell, general manager and secretary, has 
been appointed a director.
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Notes from the Branches
London— East Anglian Section

A t the annual general meeting of the East Anglian 
section of the Institute of British Foundrymen, held 
in the Lecture H all, Central Library, Ipswich, on 
A pril 21, with Mr. R. J. H art presiding, the following 
officers were elected for the 1953-1954 session:-—As 
president, Mr. H. S. Ward; as senior vice-president, 
Mr. C. N. Jennings; as junior vice-president, Mr. W. E. 
Cates; as secretary, Mr. L. W. Sanders; as members of 
council, Mr. Dobbie and Mr. Whipp for three years 
and Mr. H ipkin fo r two years.

The secretary, in presenting his annual report, said 
that during the past session the section had enjoyed a 
full technical program m e of seven monthly meetings, 
the subject m atters of which were as fo llow :—(I) P re
sidential address and films (“ Lloyd’s Nowadays ” and 
“ Making Aluminium A ircraft Cylinder Heads ”); (2) 
Brains Trust; (3) “ Synthetic-resin core-binders ” ; (4) 
French film “ Avec le Feu Sacre,” and “ Any Ques
tions (5) sub-committee T.S.35’s film : “ Flow of 
M etal into Moulds ” ; (6) “ Past, Present and Future 
Developments of Shell M oulding ” ; and (7) the annual 
general meeting, to be followed by “ Impressions of 
American Jobbing Foundries.” A tribute of apprecia
tion was due to the authors and various managements 
whose co-operation made this varied and interesting 
programme possible.

On September 16, a  works visit to Lake & Elliot, 
Limited, took place, and the visitors had an enjoyable 
and instructive afternoon. The annual dinner and 
social evening took place on November 7, and the 
section were honoured by the presence of the London 
branch president, Mr. D. G raham  Bisset. Approxi
mately 60 members were present, an increase of ten on 
the previous year.

Membership.— M embership, at 90, showed no change 
from  the preceding year. The average attendance at 
technical sessions was 32, or approximately 35 per cent, 
of the total. W hilst this figure was considerably higher 
than most branches in the country, it should not give 
rise to any complacency, and the section should aim 
to reach 100 per cent.

On the proposal of M r. Child, the secretary’s report 
was adopted.

American Jobbing Foundries
After the business meeting, a talk was given by Mr. 

C. N. Jennings, of Ransomes & Rapier, Limited, who 
had visited the U nited States in the early autum n of 
1952. It was entitled “ Impressions on American 
Jobbing Foundries,” and created much interest among 
the members present. Mr. Jennings’ method of relat
ing his foundry experiences, coupled with pleasing anec
dotes of American cities and their way of life, was an 
exceptionally fine way in which to illustrate a  subject 
so widely diverse as jobbing founding.

An interesting discussion followed, some of the 
points raised being given in w hat follows: —

M r . C a r r ic k  a s k e d  t o  w h a t  e x te n t  w a s  s p e c ia l i z a 
t io n  o f  p r o d u c t  a n d  c o n c e n t r a t i o n  o f  r a n g e s  e n c o u n 
te re d ,  a n d  a l s o  t h e  e x te n t  o f  a l l - u n io n  s h o p s  in  
A m e r ic a .

M r . J e n n in g s  r e p l ie d  t h a t  th e r e  w a s  g e n e r a l ly  m o r e  
c o n c e n t r a t i o n  o f  r a n g e s  a n d  c o n s id e r a b ly  m o r e  s p e c ia l i 
z a t io n  th a n  in  th is  c o u n t r y .  T h e  u n io n s  w e re  b a s e d  
o n  a  lo c a l  a g r e e m e n t ,  w h ic h  w a s  in  e x is te n c e  f o r  
tw e lv e  m o n th s  b e f o r e  f u r t h e r  r e v is io n  w a s  n e c e s s a ry .

M r .  H a r t  enquired whether machining allowances 
were sm aller than in this country.

(Continued at the foot of col. 2)

Boron in Steel
Experience in the production and use of boron steels 

was described during a special meeting of the Iron and 
Steel Institute in London recently, and a comparison 
of results led to interesting discussions. Steelmakers in 
Britain have long been aware of the influence of boron 
in minute quantities on steel hardenability. They have 
learned, too, something of its limitations. Shortages in 
times of emergency have led to concentration of atten
tion on substitute steels, and boron as an alloying ele
ment was fully investigated for this purpose. Three 
papers were submitted at the meeting, one by D r. H. 
R o h l  (United States Steel Corporation) on “ The M anu
facture and Use of Boron Steels in the United States ” 
and a contribution on “ American Applications of Boron 
and Other Low-alloy Steels,” by M r .  H. B. K n o w l t o n  
(International Harvester Company). The British con
tribution was made by M r .  R. W i l c o c k ,  whose paper 
on the “ Effect of Boron on the Mechanical Properties 
of Low-alloy Steels,” already published in the Journal 
of the Institute, was submitted for discussion jointly with 
Mr. Knowlton’s paper.

Towards the conclusion of the meeting, the delibera
tions were ably summed up by M r .  T. R. M i d d l e t o n  
(English Steel Corporation, Limited), who said there had 
been a good deal of scepticism in this country about the 
use of boron steels, but he would not like Mr. Knowlton 
to go back to the U.S.A. feeling that we had done 
nothing. On the contrary, this boron business was not 
new, and in the special-steel industry a good deal of 
work had been done. What improvements in harden
ability could be brought about by boron additions were 
already known, but he suggested that greater harden
ability was not wanted, and probably with the deep 
drawing qualities which represented such a large per
centage of the output, boron would be fatal.

So far as the low-alloy steels were concerned, there 
were reasons why we in this country had no t been able 
to do what Mr. Rohl and his collaborators had done in 
the U.S.A. In America there were very large tonnages 
of a single type of steel going into one particular pro
duct, and it could be heat-treated in specialized plant. 
H ere a cast of steel very often had to be used for a 
variety of purposes not always known to the steelmaker. 
Another reason was that so much material was supplied 
in the form of heat-treated bar, and the components 
machined. A further reason was that certain specifica
tions imposed an impact value.

M r .  J e n n i n g s  replied that these were very similari(tp; 
those of British practice. ’ i

M r .  W a r d  asked if m ore production was obtained 
from the Sandslinger than from  the larger mouji 
machines.

M r .  J e n n i n g s  said that American jobbing foundries 
undertook a wide variety of sizes of castings, to  ’ 
the Sandslinger was more suited than the largerA) 
moulding machine. The latter was limited in the 
of moulding box sizes it would accom modate by its 
platform ; the Sandslinger was no t in any way limited, 
and it was possible to raise boxes from  3 ft. up to 
30 ft. if and when necessary.

A t the conclusion of the discussion, a vote of thanks 
to Mr. Jennings was proposed by Mr. Coates, who 
said that a feature of the lecture was the pleasing 
manner in which it was presented; he went on to say 
tha t he had never heard of carbon blocks being sub
stituted for chills, which could be a source of trouble 
rather than the reverse, if used by an inexperienced 
moulder. It was interesting to note tha t a very wide 
use was made in America of coloured labour, who 
were paid the same rate as whites.
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Im ports and Exports o f  Iron and Steel in April
The following tables, based on Board o f Trade 

returns, give figures of im ports and exports of 
iron and steel in April. Figures for the same month

Total Exports o f  Iron and Steel by Destination

Destination.

Month
Aprl

ended
30.

Four mor 
Apr

th s  ended 
130.

1952. 1953. 1952. 1953.

Channel Islands 503 517 2,323 2,302
Gibraltar 128 182 338 802
Malta and Gozo 144 112 653 1,212
Cyprus 554 1,109 1,461 4,879
Sierra Leone 540 1,002

3,973
1,900 2,257

Gold Coast 4,093 12,509 17,736
Nigeria 2,246

12,270
5,975 15,646 22,212

Union of South Africa 15,189 49,858 60,290
Northern Rhodesia . . 2,095 2,052 9,691 10,264
Southern Rhodesia . . 4,344 8,476 16,301 21,931

6,923Tanganyika 1,239
3,502

1,651 7,630
Kenya 7,629

1.012
15,690 20,298

Uganda 550 3,017 2,878
2,970Mauritius

Bahrein, Q atar, and
761 838 1,867

Trucial Oman 1,475 2,456 5,807 9,856
Kuwait 1,200 2,349 6,907

25,059
10,068

I n d i a ............................ 9,140 7,605 20,721
Pakistan 6,394 1,869 24,660 13,397
Malaya 8,059 5,884 27,429 26,183
Ceylon 2,271 2,031 7,924 8,797
N orth Borneo • 144 631 1,035 2,410
Hongkong 1,959 3,290 5,763 11,335
Australia 26,464 11,706 121,140 70,951
New Zealand 12,620 9,315 45,406 46,031
Canada 15,342 20,842 58,830 57,781
Jam aica 1,596 1,069 8,793 7,393
Trinidad 2,456 2,389 15,331 15,727
British Guiana 539 1,119

2,292
1,718 2,470

Anglo-Egyptian Sudan 1,526 4,989 10,468
Other Commonwealth 1,502 6,012 8,985 26,064
Irish Republic 4,400 4,423 21,565 19,757
Soviet Union 30 1 37 4
Finland 4,838 2,489 23,057 11,653
Sweden 9,149 4,755 37,235 27,500
Norway 5,246 5,722 21,402 22,534
Iceland 676 190 1,085

32,973
825

Denmark 6,743 6,063 31,043
Poland 18 30 50 142
W estern Germany . . 110 1,836 511 2,995
Netherlands 7,727 12,443 31,011 51,130
Belgium 622 1,031 2,815

918
7,651
3,463France 186 1,119

Switzerland 757 939 2,944 3,263
Portugal 691 053 3,245 5,540
S p a in ............................
I t a l y ............................

623 1,186 1,678 2,072
1,230 2,221 5,956

160
16,650

Austria 32 29 440
Yugoslavia 55 259 2,337 1,389
Greece 249 885 1,409 1,546
Turkey 604 1,020 2,889

4,030
4,035

N etherlands A ntilles .. 358 344 4,677
Belgian Congo 309 220 1,173 861
Angola 65 1,007

296
1,894 2,001

Portuguese E . Africa 595 1,465
372

1,436
Canary Islands 10 21 278
S y r i a ............................ 185 88 729 504
Lebanon 1,437 784 5,060 2,601
I s r a e l ............................ 1,010 699 5,566 3,045

Smicfi Arabia
2,742 5,611 12,029 11,136

401 247 2,041 981
I r a q ............................ 4,136 4,900 16,626 22,487
I r a n ............................ 901 595 4,332 1,499
Burma 1,323 3,088 4,519 7,218
Thailand 891 2,005 3,066 5,008
Indonesia 1,145 2,088 4,800 4,988
C h in a ............................ 8 19 8 90
Philippine Republic . . 215 20 1,593 062
U.S.A.............................. 2,897 5,343 17,394 13,959
Cuba 110 698 718 1,558
Colombia 391 873 2,096 3,309
Venezuela 3,178 4,784 16,973

1,618
19,687

Ecuador 214 285 1,084
Peru 635 470 3,396 3,095
C h i l e ............................ 583 239 1,542 1,010
Brazil 3,440 146 8,317

2,398
1,444

Uruguay 626 71 370
Argentina 4,577

1,957
1,431 14,352 '5,389

Other foreign 994 7,255 7,529

ToTAL . . 204,233 215,896 848,025 870,162

in 1952 are given for the purpose of comparison, and 
totals for the first four months of 1952 and 1953 are 
also included. (All figures in tons.)

Total Im ports o f Iron and Steel and Origin

From
Month ended 

April 30.
Four moi 

Apr
iths ended 
il 30.

1952. 1953. 1952. 1953.

India I l l 24 155 125
Canada 8,085 14,753 22,921 53,155
Other Commonwealth 

countries and the 
Irish Republic 404 19,036 1,591

9,434
37,609

Sweden 2,086 1,120 7,078
Norway 6,040 3,070 23,213 20,013
W estern Germany . . 7,899 1,616 32,199 9,045
Netherlands 10,233 11,996 44,528 38,495
Belgium 25,711 24,139 93,071 97,281
Luxembourg 6,120 9,469

32,177
45,142 40,171

France ............................ 13,471 83,878 115,498
I t a l y ............................ 297 2,727 2,475 5,688
Austria 3,882 38,830 24,033 138,852
Japan 13,146 11,192 40,200 42,709
U.S. A.............................. 69,403 7,380 132,167 92,816
Other foreign coun

tries 337 4,015 2,368 22,369

T otal 167,891 182,150 557,975 726,904

Iron  and steel scrap uid waste, fit only for the recovery of m etal
46,982 62,111 160,866 242,433

Exports o f Iron and Steel by Products
Month ended Four months ended

Product. Apri 30. April 30.

1952. 1953. 1952. 1953.

Pig-iron 181 280 1,122 2,203
Ferro-tungsten 26 — 75 21
Other ferro-alloys 316 231 1,426 95a
Ingots, blooms, billets,

and slabs 15 36 123 160
Iron  bars and rods . . 416 173 1,326 779-
Wire rods 58 161 397 3,963
Bright steel bars 913 1,104 4,396 5,895.
Alloy steel bars and

rods 1,600 1,419 5,340 5,62a
Other steel bars and

rods 7,863 8,653 37,244 36,443-
Angles, shapes, and

sections 9,178 9,776 45,183 42,839'
Iron  and o ther castings

and forgings 723 1,110 4,003 3,820-
Girders, beams, joists,

and pillars (rolled) 2,840 1,689 12,302 7,942.-
Hoop and strip 4,874 3,362 18,077 15,908
Iron  plates and sheets 88 90 190 162:
Tinplate 28,404 15,331 99,454 89,914
Tinned sheets 133 98 486 611?
Tcm eplates and dec

orated tinplates . . 81 31 293 486:
O thersteel plate (i in.

thick and over) 16,551 18,496 77,369 80,483-
Galvanized sheets 5,503 8,308 21,658 32,075-
Black sheets 11,632 9,356 46,297 44,070
Other coated plates

and sheets 1,141 885 3,977 3,739.
Cast-iron pipes up to

6 in. dla. 6,721 7,566 30,049 28,011
Do., over 6 in. dia. . . 6,021 7,138 22,198 24,373-
W rought-iron tubes .. 32,450 40,836 144,245 151,331*
Railway m aterial 18,093 28,254 69,475

18,719
90,537'

W i r e ............................ 4,608 5,066 19,136-
Cable and rope 2,648 3,139 9,843 11,733-

6,053Wire nails, etc. 1,308 2,283 5,684
Other nails, tacks, etc. 574 575 2,404

2,125
1,459*

R ivets and washers . . 531 412 1,783
Wood screws 392 232 1,497 780'
Bolts, nuts, and m etal

screws 2,233 1,742 9,121 6,896
Baths 1,811 391 7,040 3,444

3,823Anchors 958 1,153 3,624
3,825Chains, etc ..................... 1,048

568
862 3,252

Springs 720 2,091. 1,892.
Holloware 7,617 8,812 31,476 36,481
Doors and windows .. 1,694 1,512 7,189- 6,994

T o t a l , in c lu d in g  o t h e r  m a n u f a c tu r e s  n o t  l is te d  a b o v e
__________  | 204,233 1 215,896 1 848,025 | 870,162:
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Y O R K S H I R E  M A N S F IE L D  C H E L F O R D  S O M E R F O R D

L E V E N S E A T

B R A M C O T E

H E N S A L L

W A R S O P  

Y O R K  Y E L L O W  

W E A T H E R H I L L

K I N G ’S L Y N N  

M IN IM U M  

M A X IM U M  

L E V E N S E A T

L E I G H T O N
B U Z Z A R D

B A W T R Y

S O U T H P O R T

-fa Technical D ata  of any of the above G.R. Refractory Sands sent on request.

G E N E R A L  R E F R A C T O R I E S  L T D
G E N E F A X  H O U S E , S H E FF IE L D , 10 T e le p h o n e : S H E FF IE L D  31113

A  ‘GR’ SAND F O R  E V E R Y  I N D U S T R I A L  N E E D

MOULDING SANDS SILICA SANDS
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Personal
M r .  R .  W . M .  M a c a l p i n e  has been appointed 

assistant m anager of the London district office of the 
British Thom son-Houston Company, Limited.

M r .  E d w a r d  C. H o u s t o n ,  chief metallurgist 
since 1937, has been appointed works manager of the 
Blochaim works of the Steel Company of Scotland, 
Limited.

M r .  G e o r g e  C a l l a d i n e  has now returned to Glow- 
W orm Boilers, Limited, M ilford, near Derby, after a 
five-week business trip  to Kenya and Tanganyika, where 
he visited the company’s agents.

M r .  J. C. M. M a c l a g a n ,  managing director of 
Greenwood & Batley, Limited, engineers, machine-tool 
makers, etc., of Leeds, has been appointed a part-time 
member of the Yorkshire Electricity Board.

M r .  N. A. J e n k i n s o n  has been appointed London 
m anager of the crane department of Babcock & Wilcox, 
Limited, engineers and boilermakers, etc., of London, 
E.C.4, on the retirement of M r .  A. M e r r y .

M r .  H o w a r d  F a i r b a i r n ,  head of the die drawing 
office at the Birmingham Aluminium Casting (1903) 
Company, Limited, and superintendent o f the toolroom 
there, is leaving the firm at the end of June.

C a p t a i n  (E) W i l l i a m  G r e y s o n ,  m .s c .,  r . n . r . — a 
past-president—has been elected an honorary member 
of the Institution of M echanical Engineers. He is 
head of the marine departm ent o f the Babcock and 
Wilcox group.

D r. C. J. D a d s w e l l ,  president of the Institute of 
British Foundrym en, in collaboration with Mr. J. E. 
Russell and Mr. R. Fielding, is to present a paper to 
the Automobile Division of the Institution o f M echan
ical Engineers on July 2.

M r .  R .  M . A r n o l d  has been appointed deputy 
manager of the outside departm ent of C. A. Parsons & 
Company, Limited, engineers, turbine makers, etc., of 
Newcastle-upon-Tyne; M r .  J. M . H i l l  is  now in charge 
of the outside erection pipe division.

M r .  M a t t h e w  A l e c  S w a in  has become chairm an of 
M atthew Swain, Limited, M anchester, in succession to 
his father the late Mr. M atthew E. Swain; M r .  R o b e r t  
D a v i d  S w a in  has been elected to  the Board of the com 
pany and M r .  R i c h a r d  C r a w s h a w  remains as m ana
ging director.

T h e  E a r l  o f  H a l s b u r y ,  managing director of the 
N ational Research Development Association, has be
come chairman of the N ational Institute of Industrial 
Psychology, succeeding G eneral S i r  R o n a l d  A d a m , 
the Institute’s chairm an since 1947. He is a  member 
of the Advisory Council on Scientific Research and 
chairm an of the Science Museum Advisory Council.

I.B.F. Conference H andbook.—The handbook of the 
50th A nnual Conference of the Institute of British 
Foundrym en covers in full detail the various items 
organized for the instruction and entertainm ent o f the 
participants. It is alm ost incredible to think of 
Blackpool as a foundry centre, yet works in Accring
ton, Horwich, Trafford Park, Blackburn, Barrow and 
Leyland are to be visited. F or the ladies, a  well- 
balanced program m e has been arranged. There are 
to  be a mannequin parade, visits of historic and 
industrial interest, plus, of course, the annual dinner 
and a supper/dance in conjunction with the men
folk.

Heat-treatm ent o f  Nodular Cast 
Irons

An investigation of the effect of heat-treatm ent upon 
the hardness, microstructure and combined carbon 
content of some nodular cast irons is the subject of a 
paper by J a m e s  H. B a r n e t t  in the Quarterly of the 
Colorado School of Mines (Vol. 47, No. 1). The author 
alleges that at the present time, there is practically no 
published material available which describes the changes 
in microstructure and hardness of nodular cast irons as 
a result of direct quenching from  various tem peratures, 
both above and below the critical tem perature of the 
material. I t was for the purpose of securing such in
formation that the study reported was undertaken. The 
m ajor purposes of the problem  w ere:— (1) To determine 
the effect of soaking time and quenching tem perature 
upon the microstructure, combined carbon content and 
hardness of several nodular cast irons, and (2) to deter
mine whether nodular cast irons which were nodulized 
by using different nodulizing compounds behave in the 
same m anner upon being quenched from the same tem
peratures.

According to the author, the following observations 
seem to be justified, based on the data ob ta ined :—(II 
N odular iron, as cast, has good properties, especially 
when compared with most ordinary grades of grey cast 
iron; these can be further improved by suitable heat- 
treatment. (2) Cementite decomposes in nodular iron at 
tem peratures commonly used in the annealing o f malle
able iron, but it forms tiny spheroids of graphite instead 
of flake or tem per graphite. (3) Final traces of pearlite in 
nodular-iron microstructures are  relatively persistent and 
are broken down only after exposure to high tem pera
tures for long periods of time. (4) M g /N i nodular irons 
are hardenable to such a degree that their use in  highly 
wear-resistant applications seems feasible. (5) Pearlite 
;n the matrix of nodular cast irons may be removed 
by holding the iron a t sub-critical tem peratures as in 
the second-staee annealing of malleable cast iron. (6) 
W ith the M g/N i nodular iron investigated, the tem pera
ture required to produce the expected tempered micro
structure in quenched specimens is higher than 1,000 
deg. F . (540 deg. C.) when tempering periods of three 
hours or less are used. (7) N odular iron is a versatile 
ferrous product the characteristics of which, with 
proper treatment, can be changed so that it will meet 
any one of a num ber of different requirements.

Largest Castings in Scotland ?
William Beardmore & Company. Limited. Glasgow, 

are at present engaged on an  order for six castings, be
lieved to be the largest yet in Scotland and the second 
largest turned out in Britain. Each of the castings re
quires 210 tons o f carbon steel and is 30 ft. in length. 
They have been ordered by an American firm working 
for the U.S. defence programme, and are for die-forging 
presses, presumably for the aircraft industry. The first 
two have already been shipped to America, and the 
third is expected to follow shortly. A special wagon 
was used to transport the castings to Finnieston Quay 
for loading, and they were moved from the foundry to 
the dock on Sundays to  avoid any possible dislocation 
of normal traffic.

E l l i o t t  B r o t h e r s  ( L o n d o n ) ,  L i m i t e d — Mr. Charles 
Marcus, Mr. J. G .  Beevor, and Mr. E . O’H anrahan have 
been appointed to the board.



S U P IN E X  “  R ”SIN USE —  I l lu s tra t io n  o f  B in n a c le  ca s t in g  in  D T D  165 a llo y  by co u rte sy  o f  G a sco ig n es
N on -Ferrous Fo u n d ries L td . , S lou gh .

m s m m s m
C  ©  S t  JET JE2 JT X V  J D  JE7 S t ,

AN E N T IR E L Y  N E W  T Y P E  O F B IN D E R , S T A R T L IN G  IN ITS P E R F O R M A N C E  . . .

★  E X C E P T IO N A L  « K N O C K -O U T ”  PRO PERTIES
*  FUMES A N D  GASES G R E A T LY  REDUCED
★  GREEN  A N D  D R Y  STREN GTH  PRO VID ED  FOR
*  LO W  PR IC E RED UCIN G Y O U R  COST PER  TON  

OF CORE SAN D

Vr E D e v e l o p e d  a n d  m a n u f a c t u r e d  b y  :

c
o
O

F .  &  m . S U F F Z I E
4, BROAD STREET PLACE, LONDON, E.C.2 T e lep h o n e : LONdon W a ll  7222 

Free working samples gladly supplied on request.
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News in Brief
P l a n s  have been drawn up by Seagers, Limited, 

Ovcry Street Ironworks, D artford, Kent, to erect a new 
foundry and fettling shop.

L a s t  S a t u r d a y  1,400 employees travelled in 44 
coaches from  the works o f Richard Sutcliffe, Limited, 
of Horbury, near Wakefield, on a visit to Skegness for 
the works outing.

A c c l e s  a n d  P o l l o c k  brigade won the principal 
trophy, the Captain A rthur Mitchell aggregate cup, in 
the 11th annual competitions of the Smethwick and 
District Industrial Fire Brigades Association on M ay 30.

I n  m a r k i n g  its 25th anniversary, Aluminium, 
Limited, of Canada, reports that in the quarter-century 
its annual production has risen from  40.000 to about
500,000 short tons, and the total assets from  S71 
million to $972 million.

T h e  a n n u a l  r e v i e w  of the Organization for the Inter
change of Technical Publications in Sheffield reports a 
heavy demand for the research bibliography issued by 
Sheffield City Science and Commerce Library, dealing 
with the shell-moulding process.

G e r a l d  W a k e h a m ,  L i m i t e d ,  sales and servicing agents 
for Beckmeter pumps, have moved from Blythwood 
Square to more commodious premises at 1, Clifton 
Street, Glasgow. The firm have recently been appointed 
Scottish agents for W eaver garage equipment.

U n d e r  a  n e w  t r a d e  p a c t  worth $10,000,000 Japan 
will include in her exports to  Sweden iron and steel, 
shipbuilding materials, chemicals, and machinery in 
return for Swedish machinery, implements, iron and 
steel products, potassium, and other products.

M r .  A. F. C. G a r d n e r ,  of G ibbons Brothers, 
Limited, has beeri appointed general manager 
(northern) and -will conduct the business of the com
pany from their north-eastern office, at “ Cranbourne,” 
Egglescliffe, nr. Stockton-on-Tees, Co. Durham.

S t a r t e d  a s  a  p a r t n e r s h i p  in 1853 by two brothers, 
Greenwood and William Craven, who were working 
mechanical engineers in M anchester, Craven Bros. 
(Manchester), Limited, machine-tool makers, etc., of 
Reddish, near Stockport, celebrates its centenary this 
year.

F o u n d r y m e n  of Israel have formed a technical asso
ciation. At the preliminary meeting, Mr. Alexander 
Kremener occupied the chair and the president and 
officers are to be elected at a forthcoming general meet
ing. There are now 127 foundries of all types in the 
country.

T h e  g r o u p  t r a d i n g  p r o f i t ,  after depreciation, of 
John Lysaght, Limited, the holding company in which 
Guest, Keen & Nettlcfolds, Limited, holds a controlling 
interest, for the 53 weeks ended January 3, 1953, was 
£1,233,044 compared with £708,364 for the 52 weeks of 
the preceding year.

T h e  w o r l d ' s  second aluminium alloy “ movable 
parts ” bridge has been completed and shipped to A ber
deen by Head W rightson Aluminium, Limited, 
Thornaby-on-Tees, and will be used to span the 70- 
ft. wide entrance to the Victoria Dock. The first bridge 
of this type was built by the company five years ago.

B r i t i s h  R e s i n  P r o d u c t s ,  L i m i t e d ,  on stand B.2 at 
the British Plastics Exhibition which opened at Olympia, 
London, on June 8 (until June 18), includes Cellobond 
shell-moulding resins, and shell moulds and castings 
produced from  them will be displayed on the stand. 
A nother section will be devoted to core-binding resins.

P l a n s  f o r  e x te n d in g  th e  R u th e r g le n  s te e lw o rk s  o f

A. G. M cFadden have been approved. The estimated 
cost is £11,000 for the first development and £30,000 for 
the'w hole scheme. It is proposed to demolish old build
ings and erect three bays with an overhead gantry. The 
scheme will be tackled in stages, one or two years for 
each stage.

W i l d - B a r f i e l d  E l e c t r i c  F u r n a c e s ,  L i m i t e d ,  an
nounce that the address of their new' Scottish office is 
147, Bath Street, Glasgow, C.2 (phone Douglas 8839). 
T he  office is in charge of Mr. D. M cDermott, who is 
also the sales and service engineer of an associate 
company, G.W.B. Electric Furnaces, Limited, and a 
subsidiary. Applied Heat Company, Limited.

T h e  G l a s g o w  f i r m  of A. & W. Smith, Limited, 
makers of sugar-cane machinery, have secured a con
tract valued at £500,000 from the Pakistan Industrial 
Development Corporation for the machinery for a com 
plete sugar factory capable of crushing 1,200 tons of 
cane per day. The firm, founded in Paisley in 1837, 
recently came under the control o f the sugar-refining 
group headed by Tate & Lyle, Limited.

L e y ’s  M a l l e a b l e  C a s t i n g s  C o m p a n y ,  L i m i t e d ,  and 
the Ewart Chainbelt Company, Limited, Derby, will 
entertain m ore than 600 employees who have completed. 
21 yrs’ service to a C oronation dinner in October. At 
the dinner, nine employees w ith 40 yrs’ service will be> 
presented with long-service certificates and a. cash 
award. Employees with 21 yrs’ service will receive 
clocks or watches according to their choice.

A t  t h e  Combustion Engineering Association con
ference to be held on June 23, at the Engineers Club,. 
Albert Square, M anchester, 2, the following papers 
will be re a d :—“ The Available Fuel,” by R. A. 
Howson; “ Smokeless Firing in Domestic Premises,” - 
by W. C. Moss; “ Smokless Firing in Commercial 
Premises,” by E. M urphy and E. L. Tinley; “ Smoke
less Firing in Industrial Premises,” by S. N . Duguid.

R e y n o l d s  T u b e  C o m p a n y ,  L i m i t e d ,  Tyscley, Bir
mingham, made the lightweight aluminium-alloy cylin
ders in which the oxygen used by the men who con
quered Everest was carried. A statement from the 
firm said that these cylinders showed considerable ad
vantages over similar equipment in steel, affording a 
marked reduction in size and weight without a corre
sponding decrease in  the am ount of oxygen which 
could be carried.

F o u n d r y  w o r k e r s  employed by Joseph Bloomer & 
Sons, Limited, Cradley Heath, have succeeded in their 
claim that the company should implement the terms of 
the national agreement of last November when an in
crease of 7s. 4d. was granted to  engineering operatives. 
The claim hinged on an adjustment to piecework rates 
on which the company said an arrangement was made 
with the works committee in June, 1952, because these 
rates were then very high, and because the firm was com
pelled to reduce prices to customers owing to  keener 
competition resulting from the recession in the industry. 
The Tribunal made the award retrospective to last De
cember.

T h e  W e s t  R i d i n g  foundry and engineering firm of 
David Brown & Sons (Huddersfield), Limited, have 
secured through their Canadian associate, David Brown 
(Canada), Limited, Toronto, in face of keen American 
competition, an order worth £15.000 from the Alumin
ium Company of Canada, Limited, for 350 small gear 
units. The Aluminium Company of Canada are the 
world’s largest producers o f light metals, and the gear 
units are to be used in the vast N echako-Litimat project 
in North-W est British Colum bia, in which region the 
natural water-power resources of an area covering 335 
square miles are being harnessed for the production of 
aluminium.
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CUT YOUR 
KINDLING 

COSTS 
BY

P O R TA B LE PRESSU RE BU R N ER
Already used by leading foundries 
throughout the country, the ‘ Handy
man 5 will save up to £ 5 0  per annum 
per medium size cupola on wood alone.

B U R T O N W O O D  E N G

•  L ights a cupola on a shillingsworth of fuel.
•  Skin dries moulds and cores.
•  Dries ladles, shanks and cupola spouts.
•  Can also be used for spray-painting equipm ent

and works w ith  air conditioner attachm ent.
•  Adjustable, bu t m aximum working pressure toolbs.

per sq. in.
•  Size 54m. X 20 in. x  4oin. shipping weight 20olbs.
•  D isplacem ent 6 cu. ft. per m inute.
•  Preheats m etal receivers to  red heat.

C O . ,  L T D . ,
Phone: WIGAN 3814 (3 lines) 
Grams: Air Units, Bryn, Wigan

I N  E  E  R  I N  G  

A IR  U N IT S  D IV IS IO N  • BRYN • NR. W IGAN  • LANCS.

★
6ft. flame takes 
only to  m inutes 
to  kindle cupolas
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Raw Material Markets
Iron and Steel

The Coronation holiday curtailed the production of 
castings, but this has not inconvenienced users in  any 
way, as deliveries against orders in hand are generally 
well up to schedule. Some of the engineering and 
jobbing foundries are receiving m ore orders, but, 
generally speaking, foundries can easily meet require
ments and would welcome a larger influx o f business. 
The busiest foundries are those supplying steelworks, 
collieries, and  machine-tool makers, and they are taking 
up good tonnages of low- and medium-phosphorus 
pig-iron and hematite.

Production o f foundry grades is sufficient to meet 
requirements, but there is no appreciable surplus, even 
though consum ption is at present restricted, and here, 
perhaps, is a  warning for the future. A revival in the 
demands fo r castings could easily find supplies of 
common foundry irons short o f requirements. A t the 
moment, foundries are taking no more iron than is 
needed for immediate requirements. There is little 
buying for stock. It is fo r each foundry, according 
to individual circumstances, to decide how wise is this 
procedure. The view at the mom ent seems to be that 
there is no point in buying ahead. Yet there can 
be no immediate likelihood o f a fall in prices o f  pig- 
iron. And as regards output, practically • everything 
that can be produced is absorbed. The great demand 
at the mom ent is for basic-steel making pig-iron. A 
fall in the call for steel would make more iron avail
able for foundry purposes. On thé other hand, if 
the demand for steel is upheld, and concurrently there 
is an increased dem and for foundry iron, it  is difficult 
to see how the latter could be met.

Supplies o f semi-finished steel are now causing less 
concern to the re-rollers, partly due to better deliveries 
from  home and Continental sources, bu t m ore particu
larly to a decline in orders from abroad fo r bars and 
sections. Sheet re-rollers also are looking for orders, 
particularly for thin sheets.

The call for heavy finished steel products is still 
ahead o f the supply, but makers are reducing their 
arrears o f orders and, if the present ra te  of output is 
maintained, producers m ay soon overtake them. D e
mand for plates is still far in excess of the production.

Non-ferrous Metals
The afternoon trading session on the London Metal 

Exchange was cancelled on the day preceding the 
Coronation and on Tuesday the exchange was, of course, 
closed. In the shortened week trading was fairly active, 
however, and all the markets were lively and interest
ing. Tin, although it shared in the upward movement 
during the first half of the week, turned weak last Friday 
and on balance cash closed lower by £7 10s. and three 
months by £10. Consumption of this metal has shown 
some signs of declining and April was a particularly poor 
month, the tonnage used being only about 1,400 tons. 
A t one time last week zinc touched £73, rather surpris
ingly, for demand is fa r from  good in this country at 
present. But the close was £71 7s. 6d. for sellers of 
June and £70 17s. 6d. for September, showing gains of 
£2 7s. 6d. and £1 12s. 6d., respectively. W hy a back
wardation of 10s. should have arisen is a complete 
puzzle. Lead also closed better, but well below the best 
level reached during the week’s trading. June gained 
£3 15s. and September £2 10s., the backwardation on 
Friday last being £4. It looks as if a condition of per
manent scarcity on the London m arket were develop
ing, and a premium for the current month has, unfor

tunately, come to be accepted alm ost as inevitable. 
This is not as it should be, and as a hedging medium 
the London lead m arket is next door to useless.

The British Bureau of Non-ferrous M etal Statistics has 
issued its figures for the month of April. Consump
tion of copper in the United Kingdom was no more 
than 16,108 tons of virgin and 18,651 tons of scrap, the 
total of 34,759 tons comparing with 39,359 tons in the 
previous month. Stocks again increased— from 149,177 
tons a t March 31 to 165,385 tons at April 30. Stocks 
of lead were 17,144 tons, against 13,781 tons a month 
earlier, while usage of this metal, including scrap and 
remelted, amounted to 24,869 tons, compared with 25,226 
tons. Consumption of zinc dropped to 20,421 tons from 
the March total of 21,662 tons, these figures including 
virgin, remelted zinc, and scrap. Our stock of virgin 
zinc at April 30 was 30,821 tons, a considerable advance 
on the March figure of 23,783 tons. Usage of tin was 
very poor at 397 tons, which was in sharp contrast to 
1,726 tons during the previous month. Stocks at A pril 30 
were 3,335 tons.

The following official tin prices were recorded: — 
Cash—June 4, £725 to £727 10s.: June 5, £710 to 

£712 10s.; June 8 , £682 10s. to  £685; June 9, £685 to 
£687 10s.; June 10, £690 to £692 10s.

Three Months— June 4, £725 to £727 10s.; June 5, 
£710 to £712 10s.; June 8 , £682 10s. to £6S5; June 9, 
£685 to £687 10s.; June 10, £690 to  £692 10s.

Official prices of refined pig-lead were: —
June—June 4, £88 5s. to £88 10s.; June 5, £87 to 

£87 10s.; June 8 , £84 10s. to £85; June 9, £85 to 
£85 10s.; June 10, £84 10s. to  £85.

September—June 4, £84 5s. to £84 10s.; June 5, £83 
to £83 10s.; June 8 , £80 10s. to £81; June 9, £81 5s. 
to £81 10s.; June 10, £80 15s. to £81.

Official zinc quotations were as follow : —
June—June 4, £72 15s. to £73; June 5, £71 5s. to 

£71 10s.; June 8 , £69 15s. to £70; June 9, £69 15s. to 
£70; June 10, £69 15s. to  £70.

September—June 4, £72 5s. to £12 10s.; June 5, £71 
to £71 10s.; June 8. £69 15s. to £70: June 9, £69 10s. 
to £70; June 10, £69 10s. to £69 15s.

Institute o f Physics
At the annual general meeting of the Institute of 

Physics held on M ay 29, D r. C. Sykes, F.R.S. (mana
ging director, Thos. F irth  & John Brown, Limited, 
Sheffield) was re-elected president. Prof. F. A. Vick 
was elected a vice-president, Dr. S. W hitehead was re
elected honorary treasurer and Dr. B. P. Dudding 
honorary secretary. The two new ordinary members 
of the Board elected were M r. A. T . Pickles and Dr. 
P. S. H. Henry.

Prof. A. M. Tyndall, c .b .e . ,  f . r . s . ,  was elected to 
honorary Fellowship, the highest honour which the 
Institute can bestow. Prof. Tyndall was Professor of 
Physics in the University o f Bristol for many years and 
is known for his distinguished fundam ental work on the 
mobility of ions and for his services to science and 
education. He is a founder Fellow of the Institute and 
a past president.

W h e n  171 long-service employees of N . Hingley & 
Sons, Netherton, were entertained by the company to 
a dinner and concert on June 6 , it was revealed that 
their aggregate service totalled 8,208 yrs., an average 
of 48 yrs. each. The record was held by Mr. Joseph 
Morgan, who has worked for the firm for 67 yrs., 
while Mr. W alter Coley and Mr. Edward D unn each 
had 63 yrs.’ service. The guests were welcomed by 
Mr. C. E. Lloyd, chairm an of the firm.
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‘ F U L B O N D *
T R A D E  M ARK

For sand texture and 
good skin

‘FULBOND’ gives
the sand smooth 
texture—the 
castings good finish

For service and information write to:—
THE FU LLERS ’ EARTH UNION LTD.

Pat teson Court ,  Redhi l l ,  Sur rey .  Tel:  Redhi l l  3521. tMfl

C r e e c h u r c h  H o u se  

C r e e c h u r c h  L a n e  
LONDON, E.C.3 

T e l .  a v e n u e  J 34i

W O RK S:—
S t .  S te p h e n s  S t r e e t  

A s t o n  
' BIRMINGHAM 6 

T e l .  ASTON CROSS 31 i s

C h r o n i c l e  B u i ld in g s  

C o r p o r a t i o n  S t r e e t  
MANCHESTER 4  

T e l .  b la c k f r ia r s  3741

P e m b r o k e  B u i l d in g s  

P i e r  St r e e t  

SWANSEA
T e l.  SW AN SEA  4o3S
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Current Prices o f Iron, Steel, and Non-ferrous Metals
(Delivered unless otherwise stated)

June 10, 1953
PIG-IRON

Foundry Iron.—No. 3 I ron, Class 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 0.60 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 l ls .,  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 3 s.; South Zone, £19 5s. 6d.

Hematite.—Si up to 2J per cent., S. & P. over 0.03 to 0.05 
per c en t.:—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).—40/65 per cent., £57 10s., 
basis 45 per cent. Si, scale 21s. 6d. per u n i t ; 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. 
•fV .

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

Ferro-titanium.—20/25 per cent., carbon-free, £204 to 
£210 per ton ; 38/40 per cent., £236 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 u n i t : 6/8 per cent. C, £80 
17s., basis 60 per cent. Cr, scale 26s. 9d. per u n it ; max. 
2 per cent. C, 2s. per lb. Cr ; max. 1 per cent. C, 2s. 2Jd. per 
lb. C r; max. 0.15 per cent. C, 2s. 3 |d . per lb. C r; max. 
0.10 per cent. C, 2s. 3 |d . per lb. C r; 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 +  Ta.

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

£26 12s. 6d . ; tested, 0.08 to 0.25 per cent. C (100-ton lots), 
£26 2s. 6d . ; hard (0.42 to 0.60 per oent. C), £28 ; silioo- 
manganese, £33 16s. free-outting, £28 16s. 6d. Siemens 
M artin  Acid : Up to 0.25 per cent. C, £32 12s.; case- 
hardening, £33 ; sihco-manganese, £34 17s. 6d.

Billets, Blooms, and Slabs for Forging and Stamping.— 
Basie, soft, up to 0.26 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 l ls .  6d.

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

£30 6s. 6d.; boiler plates (N.-E. Coast), £31 14s.; floor plates 
(N.-E. Coast), £31 15s. 6d . ; 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, 6 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, £252 ; high-grade fire-refined, 
£251 10s.; fire-refined of not less than 99.7 per cent., £251; 
ditto, . 99.2 per cent., £250 10s.; black hot-rolled wire 
rods, £261 12s. 6d.

Tin.—Cash, £690 to £692 10s. ; three months, £690 
to  £692 10s.; settlement, £692 10s.

Zinc.—Juno, £84 10s. to £85; September, £80 15s. to £81.
Refined Pig-lead—June, £69 15s. to  £70; September, £69 

10s. to £69 15s.
Zinc Sheets, etc.—Sheets, 15 g. and thicker, all English 

destinations, £98 10s. ; rolled zinc (boiler plates), all 
English destinations, £96 10s.; zinc oxide (Red Seal), d/d 
buyers’ premises, £90.

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

Brass.—Solid-drawn tubes, 23Jd. per lb . ; rods, drawn, 
32fd.: sheets to 10 w.g., 257s. 3d. per ow t.; wire, 30Jd .; 
rolled metal, 244s. per owt.

Copper Tubes, etc.—Solid-drawn tubes, 28fd. per lb .; 
wire, 282s. 9d. per cwt. basis; 20 s.w.g., 311s. 9d. per owt.

Gunmetal.—Ingots to BS. 1400—LG2—1 (85/6/6/5), 
£160 to £218; BS. 1400—LG3—1 (86/7/5/2), £172 to £238 ; 
BS. 1400—G l—1 (88/10/2), £254 to £275; Admiralty GM 
(88/10/2), virgin quality, £254 to £300 per ton, delivered.

Phosphor-bronze Ingots.—P.B1, £275 to £305; L.P.B1, 
£215 to £275 per ton.

Phosphor Bronze.—Strip, 36Ss. per ow t.; sheets to 
10 w.g., 389s. 9d. per cw t.; wire, 45 |d . per lb .; rods, 40}d .; 
tubes, 38Jd .; chill cast bars : solids 3s. 3d., oored 3s. 4d. 
(C. Clifford & Son, Limited.)

Nickel Silver, etc.—Ingots for raising, 2s. 5Jd. per lb. (7 per 
cent.) to 3s. S |d . (30 per cent.); rolled metal, 3 in. to 9 in. 
wide X .056, 2s. l l jd .  (7 percent.) to4s. 2Jd. (30 per cent.); 
to 12 in. wide X .056, 3s. to 4s. 3d .; to 25 in. wide x 
.056, 3s. 2d. to 4s. od. Spoon and fork metal, unsheared, 
2s. SJd. to 3s. 11 £d. Wire, 10 g., in coils, 3s. 6£d. (10 per cent.) 
to 4s. 8Jd. (30 per cent.). Special quality turning rod, 10 
per cent., 3s. 5i<L; 15 per cent., 3s. l l j d . ; 18 per oeot., 
4s. 4d. All prices are net.
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Obituary
M r .  R o b e r t  W a l t e r  S w in b u r n e ,  formerly stainless 

steel department engineer, of Samuel Fox & Company, 
Limited, steel makers and rollers, of Stocksbridge, near 
Sheffield, has died.

M r .  F. S. T o w l e ,  a director of Wm. Doxford & Sons, 
Limited, engineers and shipbuilders, of Sunderland, and 
of Adams & Benson, Limited, iron and steel stockholders, 
of West Bromwich, died last month.

M r .  P e r c y  S t a p l e t o n ,  secretary of John Baker & 
Sons, Limited, crucible steel and file makers, of Sheffield, 
died recently. Formerly he had been secretary of 
Yorkshire Amalgamated Products, Limited, quarry 
owners, moulding sand and fireclay producers, of Don
caster, for 31 years.

T h e  f i r s t  of 34 refrigerator wagons built by Cravens 
Railway Carriage & Wagon Company, Limited, Shef
field, for Rhodesian railways, has been shipped.

R i c h a r d  H a u g h t o n ,  L i m i te d ,  precision engineers 
and ironfounders, of Nelson (Lancs), has purchased the 
Bankhouse Ironworks of George Keighley, Limited, 
Burnley.

G o u l d s  F o u n d r i e s ,  L i m i t e d ,  have intimated that 
their works will be closed for the despatch and receipt 
of goods from 4 p.m., Friday, July 24, to 7.30 a.m., 
Monday, August 10, for the annual works holiday.

F o l l o w i n g  a  s c h e m e  for an exchange of technical 
information on similar products manufactured in the 
United States, Mr. R. R. Richards, of the Koehler 
M anufacturing Company, M arlboro’, Massachusetts, has 
visited Oldham & Son, Limited, storage battery and safety 
lamp manufacturers, etc., of Denton, Manchester, for 
technical discussions.

B.I.C.C. Profit Record
“ It may well be claimed that the group during 1952 

has worked seven months for the Inland Revenue,” says 
the chairman of British Insulated Callender's Cables, 
Limited, London, W .C.l, in his statement with the annual 
report. Reviewing the activities of the group. Sir Alex
ander Roger says that the total profits were a record 
at £9,423,182. After making various charges and provi
sions the amount left available was £8,333,581, out of 
which £4,869,146, or 58 per cent., was absorbed by 
taxation. The world-wide turnover of the group for the 
year under review was approximately £85,000,000. 
Trading profits o f the parent company for 1952 were 
£6,020,851—an increase of £1,435,183 over the figure for 
1951.

There are now 39 companies in the group. Direct 
exports by them in 1952 were worth approximately 
£20,000,000. an increase of £3,000,000 over 1951. A 12] 
per cent, increase in the overall volume of output is 
attributed to the improvement in copper supplies. The 
increase was spread, but an all-time record throughout 
in the rolling mills of almost 80,000 tons of copper and 
aluminium, is worthy of particular mention.

At an exhibition of commerce and industry recently 
opened at India House, London, heavy industry is 
mainly represented by photographs of industrial p ro
jects organized under the five-year plan which started 
in 1951.

Alteration to Iron and Steel Board. W hen discussing 
the change in the composition of the Iron and Steel 
Board the name o f the resigning member was incorrectly 
given in a few copies o f the J o u r n a l  of May 28 (page 
29) as Mr. Weaver—it should, of course, have been 
Mr. Beard.
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C L A S S I F I E D  A D V E R T I S E M E N T S
PREPAID RATES : Twenty words for 5s. (m inimum charge) and 2d. per word thereafter. 

2s. extra (including postage of replies).
Box Numbers

Advertisements (accompanied by a rem ittance) and replies to Box Numbers should be addressed to the Advertisement 
Manager, Foundry Trade Journal, 49, Wellington S treet, London, W.C.2. If received by first post Tuesday advertisements 
can normally be accommodated in the following Thursday’s issue.

S IT U A T IO N S  W A N T E D

YOUNG A ssis tan t F o undry  FO R EM A N  
(24) (H .N .C . a n d  C ity  an d  Guilds) 

desires change. L ab o ra to ry  tra in e d ; 
excellen t w orks experience. W illing  to 
undergo fu r th e r  tra in in g , if necessary . 
A ny s im ila r post w ith prospects will 
a ppea l. Y orks a rea  p referred .—Box 3528, 
F o u n d r y  T r a d e  J o u r n a l .

W A N TE D  : position  o f Forem an-
M anager, ferrous or non-ferrous; 

ta k e  fu ll responsib ility  of sm all F o u n d ry ; 
life  experience; prospective  accom m oda
tio n .—Box 3503, F o u n d r y  T r a d e  J o u r n a l .

P RA CTICA L FO U N D R Y M A N , th ir ty  
y ea rs ’ experience, seeks post w ith  

sm all F o u n d ry ; w illing  to  bu ild  up  foundry  
if run  dow n; capab le  of t r a in in g  labou r; 
M anageria l qualifications. — B ox 3504, 
F o u n d r y  T r a d e  J o u r n a l .

1 F O U N D R Y  FO R EM A N  / M ANAGER 
w ants position  fu ll c h a rg e  sm all 

foundry  M id lands; 44; M .I.B .F .; fully  
p rac tic a l, ra te s , costs, sa les ; n o t a f ra id  
w ork, responsib ility .—Box 3520, F o u n d r y  
T r a d e  J o u r n a l .

Ge n e r a l  /  f o u n d r y  m a n a g e r ,
M .I.B .F ., A .M .I.P .E ., I n te r .  B.Sc. 

(E n g .); 45; g re a tly  in te res ted  in position  
offering  prospects, secu rity ; life  experience 
H ig h  D uty , G rey, M alleable (W h iteh eart), 
N on-ferrous; spec ia lis t econom ic produc
tion , a d m in is tra tio n , sales, costs, com
m e rc ia l; p rac tica l foundrym an , m e ta l
lu rg is t ;  wide know ledge m odern  m ethods, 
con tacts  : sm all foundry  M idlands p re 
fe rred ; im m ed ia te  sa la ry  secondary , prove 
a b ility  sa la ry /re su lts  basis .—Box 3521, 
F o u n d r y  T r a d e  J o u r n a l .

S IT U A T IO N S  V A C A N T
The engagem en t o f persons answ ering  
these advertisem en ts m u st be made 
through  a Local Office of the M in is try  of 
Labour or a Scheduled  E m ploym en t 
A gency  i f  the app lican t is a m an aged  18-64 
inclusive  or a w om an aged  18-59 inclusive  
unless he or she, or the em p loym en t, is 
excep ted  from  the  provisions o f the  
N otifica tion  o f Vacancies Order 1952.

E x p e r i e n c e d  w o r k i n g  f o r e 
m a n  requ ired  for A lum inium  

G rav ity  D iecastm gs D ep artm en t, L a n ca 
sh ire .— R a n o e M a s t e r  ( B l a c k b u r n )  C o ., 
B lak ew ate r S tree t, B lackburn , Lancs.

R e p r e s e n t a t i v e  req u ired  by  w en
known bronze foundry , m a n u fac tu r

in g  a ll  ty p es  sand  castings, m axim um  
2 tons. F o r a re a  London inc lud ing  H om e 
Counties. S a la ry  a n d  com m ission. G rea t 
o p p o rtu n ity  fo r experienced m a n  w ith  live 
connections am ong  buyers of sand a n d  
ch ill castings. E x is tin g  accoun ts  w ill be 
handed  over a n d  th e  a p p o in tm e n t carries  
rem u n era tio n  a t  p resen t w orth  fou r figures 
per annum . — W rite  in  con fidence ; 
M an ag in g  D irecto r, C h a r l e s  C a r r  L t d . ,  
Grove Lane, Sm ethw ick, 40, S taffordshire.

S IT U A T IO N S  V A C A N T -C o n fd . S IT U A T IO N S  V A C A N T — Contd.

F U RNA CE MAN, experienced, required  
for l ig h t  alloy  diecastim g foundry ; 

Croydon a re a .—Box 3513. F o u n d r y  T r a d e  
J o u r n a l .

D IR E C T O R  of Sm all Iro n  Foundry  in 
N orth -W estern  A rea would like  to 

rep resen t M alleable (B la c k h e a rt and 
W h iteh ea rt)  Iro n  Foundry  in th is  a rea  on 
A gency or R ep resen ta tiv e  b a s is —Box 3525, 
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  w anted  by e s ta b 
lished F o undry  Suppliers. A pplican ts  

should s ta te  age, experience, and  sa la ry  
expected. M ust be able  to drive car.— 
Box 3526, F o u n d r y  T r a d e  J o u r n a l .

YO UNG M an requ ired , w ith Foundry  
and  M eta llu rg ica l experience, to 

tra in  n s JU N IO R  R E P R E S E N T A T IV E . 
S ta te  age. experience, and  sa la ry  requ ired . 
—Box 3527, F o u n d r y  T r a d e  J o u r n a l .

l t /T E L T IN G  S U P E R IN T E N D E N T  re- 
1VJL q u ired  for M elting  an d  C asting  
Shops a t  M etal W orks n ear London. 
Sound eng ineering  know ledge a  condition, 
previous experience a n  a sse t.—W rite  Box
B.827, W i l l i n g ’s ,  362, G rays In n  Road, 
London, W .C .l.

W A N T E D .-F O U N D R Y  E N G IN E E R , 
to  be responsib le for M ain tenance, 

New P la n t  a n d  L ayouts  in M echanised 
Foundry . G eneral eng ineering , d raw ing  
office an d  foundry  experience desirab le.— 
H e n r y  W a l l w o r k  & Co., L t d . ,  Red B ank, 
M anchester.

A SSISTAN T req u ired  for M eta llu rg ica l 
L ab o ra to ry . A pplications, w hich will 

be tre a te d  as confidential, s ta t in g  age, 
d e ta ils  of career and  sa la ry  expected , a re  
inv ited  from  those w ith  experience in 
m e ta llu rg ica l analy sis , cupola operation , 
and  sand  contro l.—D a v e y ,  P a x m a n  & Co., 
L t d . ,  Colchester.

F O U N D RY  FO R EM A N  requ ired  for 
sm all jo b b in g  foundry  (iron  and  non- 

ferrous), L iverpool a re a . E xce llen t possi
b ilities  and  re m u n era tio n  to  r ig h t m an, 
who will be solely responsib le  fo r control 
of both F o undry  and  P a tte rn  Shop.—Full 
d e ta ils  of age, experience, and  sa la ry  re 
qu ired  should be sen t to Box 3524, F o u n d r y  
T r a d e  J o u r n a l .

E LE C T R IC A L  E N G IN E E R  requ ired  
for In te g ra te d  Iro n  and  Steel W orks.

A pplications a re  inv ited  from E lec trica l 
E ng ineers  who have had  fu ll p rac tica l 
tra in in g  an d  experience in  th e  operation  
and m a in tenance  of la rg e  e lectrical
in s ta lla tio n s , inc lud ing  g e n eration , E .Il.T . 
and  L.T. d is trib u tio n  and  heavy 
m ach inery .

A pply by  le tte r, w ith  fu ll p a rtic u la rs  
of age, tra in in g , qualifications, experience 
and  sa la ry  requ ired , to T h e  C h ie f  
E n g i n e e r ,  W ork ing ton  Iro n  & Steel Com
pany , W ork ing ton , C um berland.

F o u n d r y  m e t a l l u r g i s t  for
M odern M echanised N on-Ferrous 

F oundry  requ ired  to  ta k e  ch arg e  of 
Ph y sica l an d  C hem ical L ab o ra to ries  and  
m a in ta in  h igh  s tan d a rd  of production 
contro l a t  a ll s tag e s  of process. A na ly tical 
experience essentia l. M ust be a  m an  w ith  
defin ite in itia tiv e  an d  leadersh ip . E xcellen t 
prospects, s a la ry  acco rd ing  to  qua lifica
tions and  experience.—Box 3510, F o u n d r y  
T r a d e  J o u r n a l .

N "\7C7* LO N D O N . — N on - ferrous 
• • F oundry , w ish ing  to ex

pand, requ ires  R E P R E S E N T A T IO N  or 
A G EN T (full- or p art-tim e), w ith  good 
connections and  ideas. L u cra tiv e  induce
m ents offered to r ig h t  person. S tr ic t con
fidence observed.—Box 3519, F o u n d r y  T r a d e  
J o u r n a l .

La r g e  i r o n  f o u n d r y , w e s t
B irm ingham , req u ires  a  LA BO RA 

TORY ASSISTA N T. K now ledge of sand 
control and  cas t iron an a ly sis  p referred , 
b u t no t essen tia l.—P lease  s ta te  experience 
and  sa la ry  expected to Box 3518, F o u n d r y  
T r a d e  J o u r n a l .

A l l i e d  i r o n f o u n d e r s , l t d .,
inv ite  ap p lic a tio n s  fo r th e  posts of 

P L A N T  E N G IN E E R  and  PR O D U C T IO N  
E N G IN E E R , fo r th e ir  new  fac to ry  in 
M elbourne. A u stra lia . The posts c a rry  
considerable  re sp o n sib ility  and  techn ica l 
tra in in g , and  In d u s tr ia l  experience in 
h ig h ly  m echanised  Foundry  M ain tenance  
and  gen era l W orks P la n n in g  and  P roduc
tion  C ontrol a re  e ssen tia l.—A pplica tions to 
the  S e c r e t a r y ,  A llied Iron founders. L td ., 
28, B rook S tree t, London, W .l.

FO U N D RY  FO R EM A N  req u ired  for 
sm all Iro n  foundry  in  W est R id ing , 

engaged  on M achine Tool cas tin g s  up  to 
7 tons. M ust be capab le  a d m in is tra to r  and 
experienced in contro l of labou r.—S ta te  
age, experience, and  sa la ry  requ ired  to 
Box 3511, F o u n d r y  T r a d e  J o u r n a l .

R E Q U IR E D , by old-established  firm, 
YO UNG T E C H N IC IA N , qualified as 

enam elling  chem ist, b u t a lso  w ith  some ex
perience of foundry  w ork. P o sitio n  holds 
p rospect of ap p o in tm e n t a b ro ad  in  ad m in i
s tra tiv e  cap ac ity .—A pply, in  confidence, 
w ith  fu ll p a r tic u la rs  of t ra in in g  and  ex
perience, to  Box 3515, F o u n d r y  T r a d e  
J o u r n a l .

P A T E N T

T H E  p roprieto rs  of B ritish  P a te n t No. 
633986 are  p repared  to  sell th e  p a te n t 

o r to licence B ritish  m an u fac tu re rs  to 
w ork thereunder. I t  re la te s  to  “  Im proved 
M ethod of M ak ing  R otors fo r E lec tric  
M otors.” A ddress: B o u l t  W a d e  & T e n n a n t ,  
112, H a tto n  G arden , London, E .C .l.
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P N EU L EC  R O Y E R ; 1 cwt. Core Sand 
M ixer; 2 BM M .HPL.X M achines or 

s im ila r; B ench T ype Coro B low er; D raw er 
Type Core Oven (Coke o r Gas). Must- be 
in good cond ition .—Box 3522, F o u n d r y  

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

WA N T E D .-S IC L E N A R  FU R N A C E , oil 
fired. 2 to 4 tons c ap a c ity  b rass; 

in  good condition .—P rice  an d  d e ta ils  to 
Box 3514, F o u n d r y  T r a d e  J o u r n a l .

V IB R A T O R Y  K nockout requ ired . 
A pprox im ate ly  3 f t .  by 2 f t. 6 in. 

size. S ta te  m axim um  w eigh t w hich can 
bo hand led .—Box 3512, F o u n d r y  T r a d e  
J o u r n a l .

W A N T E D : 4 ft. or 4 f t. 6 in . shell 
d iam . Cupola, a lso  5 f t .  to  6 f t. 
underdriven  Sand M ill.—F r a n k  S a l t  A Co., 

L t d . ,  S ta tion  R oad, B lack h ea th , Staffs.

Ro 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 

c ap ac ity .—Box 3508, F o u n d r y  T r a d e  
J o u r n a l .

M A CH IN ER Y FO R SALE

SA N D  M IX E R S  and  D IS IN T E G 
RA TO RS for F o undry  and  Q u arry ; 

capac itie s  from 10 cw ts. to  10 tons per h r.— 
W .  <fc A .  B .  B r e a l e y  ( M a c h in e r y ), L t d .,
M isterton , n r. D oncaster. Tel. ; M isterton  
202.

F O R  S A L E .

La n c a s h i r e  b o i l e r  f l u e s , suit-
able for Cupolas; can be inspected 

a t our works; cheap.
M A R K L A N D  S C O W C R O F T ,  L T D . ,  

C o x  G re e n  W o r k s ,  B r o m le y  C r o s s ,  n e a r  
B o lto n .

T e l .  N o . E a g le y  600/1/2

LAD LE, 30 cw ts., by  E v an s; 1949; 
to ta lly  enclosed o il-hath  g e a r in g ; 

8 in . p la tin g  th ro u g h o u t; littio  used. Also 
10 cw ts. ungeared  C rane L adle, by  Evams; 
1948; 5/16 in. p la tin g  th ro u g h o u t; little  
used. Also Synchronous Tim e Recorder, 
by  N a tio n a l T im e R ecorder, L td .—Tnos. 
J o n e s  &  S o n s  ( F a r n w o r t h ) ,  L t d . ,  L ittle  
Lever, Bolton.

DELIVERY EX STOCK
N ew  shot blast cabinets 
complete with Dust 

Extractors, etc., size 5ft. x 3ft. 
Also new 8ft. cube room Plants

Low prices.
P lea se  se n d  fo r  o u r  N E W  

I l lu s t ra te d  ca ta lo g u e  on req u es t

ELECTROGENERATORS
LTD.

14 AUSTRALIA RD„ SLOUGH
Telenhone : SLOUGH 22877 

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

F O R  S A L E .

NO. 16 A T R IT O R  C R U S H E R  by  A lfred 
H erb e rt, com plete w ith  Feed H opper, 

overhauled  and  w ith  a  q u a n ti ty  of spares. 
Also a  No. 12 A trito r by A lfred H erb ert, 
for w hich we have availab le  ab o u t 6 tons 
of spares. B oth  these  m achines a re  offered 
a t  ex trem ely  low prices fo r qu ick  
clearance.

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

B IR M IN G H A M  R O A D , 
S T R A T F O R D - O N - A V O N '

T o l . :  S t ra t fo rd - o n - A v o n  3681.

A LB IO N  1 W W  W ORKS

R O T A R Y  B L O W E R S

NO. 1 “ E M P I R E ”  P O S IT IV E  P R E S 
SU R E B LO W ER, 23 c.f.m . a g a in s t 

5 lbs. p .s.i. pressure, 870 r.p .m . pulley 
5 in . by I I  in . b e lt s tr ik in g  gear.

No. 3 “ E M P IR E  ”  P O S IT IV E  P R E S 
SU R E  B LO W ER , 60 c.f.m ., 5 lbs. p.s.i. 
p ressure , 525 r.p .m . pulley 7 in. by 3 in.

H O LL A N D  MOTOR D R IV E N  ROTARY 
BLO W ER , com prising  tw in blower? 
g iv in g  com bined d isp lacem ent of 2,700 
c.f.m ., 60 in. w.g. m ounted in tandem , 
125 h .p . M otor, 730 r.p .m . m ounted 
betw een blowers.

P R O P E L L E R  B L A R E S
MOTOR D R IV E N  P R O P E L L E R  BLADE 

V E N T IL A T IN G  FANS, 15 in. dia. 
blades, ad ju s tab le  louvre ou tle t, a ir  
in le t filter; a ll  m ounted in  self-contained 
shee t steel cab in e t; s.c. m otor, 230 volts, 
s ing le  phase, 50 cycles.

K E IT H  BLACKM AN 15 in. MOTOR 
D R IV E N  T H R E E  BLADE P R O 
P E L L E R  FANS, w ith  TOTALLY 
EN CLO SED  S.C. MOTORS, 440/3/50; 
1,400 r.p .m .; c ap ac ity  2,500 c.f.m .

K E IT H  BLACKM AN 24 in. MOTOR 
D R IV E N  S IX  B LADED P R O P E L L E R  
FA N S; TOTALLY" EN CLO SED  S.C. 
M OTOR, 440/3/50 ; 700 r.p .m .; capac ity  
approx. 4,500 c.f.m.

TH O S W . W A RD  LTD.
A L B IO N  W O R K S  : S H E F F IE L D

P h o n «  26311 ’G ra m *  : “  F o rw a rd * *

Remember . W a rd s  m ig h t have I t  I

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

lowest in ash

The STANDARD PULYERISED FUEL Co. Ltd.
Head Offr.e :

166 VICTORIA STREET, W ESTM INSTER, 
LONDON, S .W .I .  T e l.:  V ic to r ia  3121/2/3

R E C O N D IT IO N E D  750 P N E H L E C
M O U L D IN G  M A C H IN E S for 

d isposal. C ontact W orks E n g in ee rin g  
D ep artm en t fo r d e ta i l s —K. & L . S t e i l -  
POUNDERS &  E N O IN E E R 8, L IM IT E D , Letch- 
w orth, H erts .

M O U L D IN G  M A C H IN E S .

2 COLEM AN W A LLW O RK  Type C.N. 
J o l t  Squeeze P a tte rn  draw , 600 lbs. 

m axim um  box size 20 in. by 20 in. by 
12 in. P a tte rn  draw  10 in.

2 Colem an W allw ork  T ype WT562C. 
Shockless J o l t  Squeeze Rollover tab le  
35 in. by 24 in. squeeze stroko  10i in. 
P a tte rn  draw  10£ in. U seful load 800 lbs. 
Squeeze pressure 13.000 lbs.

2 Colem an W allw ork Type WT563C 
J o l t  Squeeze, ta b le  35 in. by 24 in. P a tte rn  
draw  12 in.

1  M olineux Typo X I Shockless J o lt  
m oulding  m achine.

2 Pneulec H erm an  750 lbs. Rollover 
m achines.

2 Pneulec H erm an  1,500 lbs. Rollover 
m achines.
A L L  T H E  A B O V E  M A C H IN E S  A R E  
M O D E R N  A N D  R E C O N D I T I O N E D  B Y  
M A K E R S  A N D  A R E  E Q U A L  T O  N E W  

F R A N K  S A L T  & ;C O . ,  L T D . ,
S t a t io n  R o a d , B la c k h e a th , B irm in g h a m .

IM M E D IA T E  D E L I V E R Y .
C upolettes, new an d  secondhand.
G eared  Foundry  L ad les. Six in 

Btock. up  to 2 tons c ap a c ity ; very  
good cond ition ; cheap fo r quick  
c learance.

200 pa irs  genu ine  S te rlin g  M ould
ing  Boxes. E xce llen t cond ition ; 
cheap fo r qu ick  sale.

F o rd a th  Senior Sand D rier. £85.
M organ T iltin g  and  B ale-out 

F u rnaces—over 50 in stock, a ll 
sizes.

New Broom wade C om pressors a t  
lis t  prices, a ll sizes up  to  30 h.p.

New B room w ade A ir Receivers, 
all sizes up to 6 f t .  by  3 ft.

Over 100 new K eith  B lackm an  
F an s  in s to ck ; a ll sizes.

Shot B la s t E q u ip m en t and 
G eneral P la n t.

Im m ed ia te  a tte n tio n  to  a ll 
enqu iries .

E L E C T R O G E N E R A T O R S  L T D . ,  
A u s t r a l ia  R o a d , S lo u g h .

T e le p h o n e  :  S lo u g h  22877.

H. C. HOPPER (Kingston) Ltd.
Ha m p d e n  r o a d , K in g s t o n

KIN 0177/8/9
PATTERN S (Wood & Metal) 
CASTIN G S (1 ron & Non-Ferrous) 
GEAR C U T T IN G  
G EN ER A L M A CH IN IN G  

A ll a t ou r  

K IN G STO N  W O RKS
Good D e liv e r ie s
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F OR S A L E —One T ilghm an  W heela- 
b ra to r  T um blast. 36 in. by 42 in .; 

good condition .—I3ox 3517, F o u n d ry  T rade  
J OURNAL.

171 0 R  SA L E : 1 “ J u n io r ” ty p e  Sand 
R am m er com plete w ith  vertical 

Skip  Loader, a ll  E lec trica l E qu ipm en t 
wound for 4C0-440 Volts, 3-Phase, 50 Cycles, 
A.C. A lm ost New and  in perfect w orking 
o rder.—G r a n th a m  I r o n w o r k s  Co., L t d . ,  
Springfield R oad, G ra n th am . 1192.

SU R P L U S  to requ irem en ts, Two
Crucibles 400 lbs. A lum inium  

C apacity , 21 in. Top o.d. by 23 in . deep. 
¿18 (C u rren t Price  278/6d. each).—E n t e r 
p r i s e  A lu m in iu m  F o u n d r y  ( G r e e n w ic h ) ,  
L t d . ,  N orm an R oad, London, S.E.10. 
G RE. 0113.

F OR SA L E two h a lf  to n n er (1952) J o lt  
Rollover Pneu lec  M achines, com plete 

w ith  spare  B um ping  U n it. W rite  C atton 
&. Company, L td ., 29, C hadw ick S treet, 
Leeds, 10.

OF F E R S  inv ited  “ W izard  ”  A irless 
Shot B la s t P la n t by C onstructional 

E ngineers , L td ., 40 in. by 32 in. R um bler 
Type com plete w ith  a l l  E lec trica l E q u ip 
m en t and  D ust E x tra c tio n  U n it. C an be 
seen  w ork ing .—A tlas  M alleable & G eneral 
I ro n  W orks, L td ., Ablewell S treet, 
W alsall.

ON E  low pressure  A ir Com pressor, by 
T ilg h m an ’s P a te n t  Sand B last, 30 lbs. 

pressure, 11 in . by  8 in ., 330 r.p .m . Type
F.C.6.B. D ate  26/5/42. T hree  y e a rs ’ use 
only since purchase. Com pletely over
hau led  w ith  new m ain  b earings, b ig  end 
b earings  and  con-rod fitted , and  is in 
excellen t ru n n in g  o rder. Com plete w ith 
L aurence Scott 35 h.p. s lip  r in g  M otor, 
1,450 r.p .m ., 400/3/50. w ith  s lide ra ils  and 
vee ropes. E llison  ro ta ry  ty p e  s ta r te r , 
45 am ps, cap ac ity . W ater pum p driven off 
flywheel.—P rice  and  fu r th e r  p a rticu la rs  
from  W orks E ngineer, D artm ou th  Auto 
C astings, L td ., D artm o u th  R oad, S m eth
wick, 40. C an be viewed by appo in tm en t.

6 0 0
F O U N D R Y  P L A N T .

T v r c - V T A B  Sw ing head , s tra ig h t jo lt 
1TJL 111 s q u e e z e  M O U L D I N G  
M A C H IN E , a ir  op e ra ted , 7,800 lb. sQueeze 
an d  1,200 lb, jo lt. A rea of p a tte rn  tab le  
18 in . by 12 in .

Osborn R oll over jo lt  ram  M O U L D IN G  
M A C H IN E , size No. 904, w ith  12 in . dia. 
jo l t  cy linder. W ill ta k e  boxes 52 in . by 
64 in. by  16 in ./20 in. deep. L if tin g  cap. 
3,000 lb. A ir p ressure  requ ired  80 lb. per 
sq. in. As new.

"  T i ta n  ”  CO RE B L O W IN G  M A C H IN E , 
75 lb . cap ., for core boxes u p  to  20 in . by 
12 in . by 24 in . h ig h . R equires a i r  a t  
80/100 lb, per sq. in . F it te d  m otorised 
sand  a g ita to r .

G E O R G E  C O H E N
S O N S  & C O ..  L T D .

W O O D  L A N E , L O N D O N , W .I2
T e l ! S h e p h e rd s  B ush  2070

and S T A N N IN G L E Y  nr. LE ED S
T e l : P u d se y  2241

B T .H . very  pow erful D u st E x trac to r- 
• B lowers. M otorised u n its  (unused). 
£15 each . O ne-th ird  to -day ’s cost.— 

B e llan g e r’s, 306, H ollow ay R oad, London, 
N.7. N o rth  4117.

F O R D A T H  ”  O IL-SA N D  M IX E R  
av ailab le  fo r im m edia te  d isposal, 

l-cw t. c ap a c ity ; com plete w ith  a .c . M otor, 
440 volts, 6.3 am ps.. 50-ohms, 4-h.p. con
tin u o u s  ra tin g , 945 r.p .m . M ounted on bed
pla te . slide ra il  a d ju s tm en t. In  good con
d itio n .—Can be inspected , and  o ilers m ade 
to Arthur L yon & Co. (E ngks.), L td., 
P a rk  W orks, S tam ford , L incs.

“ H O O K E R L I T E ”  C O R E  T R A Y S  
A v a i la b le  fo r  p ro m p t  d e l iv e r y  a t  s p e c ia l

12" X 12" X
p r ic e s .

8 "  i s " X 18" X
12" X 12" X r 18" X 18" X
12" X 12" X a " 24" X 24" X
18" X 18" X r 24" X 24" X

24" X 24" X 8"
F ro m  72/- p e r  d o z e n . 

B o x  3529.

C A P A C IT Y  A V A IL A B L E

IR O N  FO U N D R Y  in G lasgow a re a  has 
im m ed ia te  cap ac ity  av a ilab le  for G rey 

Iro n  C astin g s  w eigh ing  in  th e  region of 
one to  five tons. A pprop ria te  p a tte rn - 
m a k in g  cap ac ity  a v a ilab le  if requ ired .— 
Box 3523, F o u n d r y  T r a d e  J o u r n a l .

H a y w o o d  beos., Littieborough,
Lancs., invite enquiries for all types 

of Patterns and Scale Models. Highly 
finished, accurate work of any size. 
Tel. 8543.

N o n - f e r r o u s  f o u n d r y .  -  First-
class quality castings in Alnminium, 

Bronze, Gunmetals, etc., at competitive 
prices, including patterns if required.— 
B o s t o n  L i j  & Co., L t d . ,  33, Swindon Road, 
Stratton St. Margaret, Wilts.

C A PA C ITY  available for castings 
weighing from 1 lb. to 15 tons, in

cluding Quasi-Beeeermised ingot moulds 
np to 10,000 tona per a n n u m .—T h> Ckoss 
F o u n d r y  &  E N a iN E i B i x a  Co., L i d . ,  Gor- 
seinon. near Swansea.

CA ST IN G S.—W e can  save your porons 
cas tin g s , le rro u s  or non-ferrous, by 

a n  approved Im p reg n a tio n  P rocess; sam ple 
cas tin g s  tre a te d .—R ecupero, L td., 66, South 
n a r ro w  V iaduct, H arrow , M iddx. ’P h o n e : 
B yron 1178.

GR E Y  IR O N  FO U N D R Y , M idland 
d is tric t,  have sp a re  c ap ac ity  for 

C astings up to 10 tons each .—Box 3497, 
F o u n d ry  T rade  J o u rn a l .

C A PA C IT Y  available for Light Castings 
weighing from lib. to 5 cwts., in

cluding Castings for Vitreous Enamelling 
— W e s t e r n  L i g h t  C a s t in g s  F o u n d r i e s  
Lid., Fairwood Foundry, Gowerton, near 
Swansea, manufacturers of malleable iroi 
castings.

L C. JA Y  & SONS, N on-ferrous 
• F oundry , 72, S a lisbu ry  R oad. 
N orw ich .—W e a re  ab le  to su p p ly  good 

q u a lity  C astings in  A lum inium , B rass, 
G unm etal, e tc . Q uota tions a t  com petitive  
prices.

M e c h a n is e d  f o u n d r y . —Malleable
and Grey Iron Castings offers 20 tons 

per week free capacity at early date. Pre
ference for boxes np to 28 in. by 16 in. by 
5 in. by 6 in. Snap Flasks np to 14 in. 
by 14 in. by 3 in. by 3 in. Hand moulding 
capacity also available. Cast Iron Pipes 
flanged and specials. Patternmaking 
facilities ir required— B. J .  W a lla c e ,  39, 
Constitution Street, Dundee.

R o b e r t  b o b y ,  l t d . ,  of B u ry  s t .  
E dm unds, Suffolk, have cap ac ity  lo r  

p roduction  of G rey Iro n  C astings from  
sm all m achine m oulded w ork up  to  3 tons 
per cas tin g .

M IS C E L L A N E O U S

F IR EW O O D  for Oupolas. Sleepers and 
Sleeper Wood in wagon loads.— 

T i l l e y 's  ( W o l v e r t o n ) ,  L t d . ,  Wolverton 
Bucks.

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 

G um ; competitive prices quoted.—H e n b a l l  
S a n d  Co., L t d . ,  Silver Street, Halifax.

H a v e  your F u rnaces  repa ired  or re 
b u ilt by a  m a n  w ith  25 y ea rs ' experi

ence. A nnealing , m uffle, refinery , and  rev. 
fu rnaces, and  fu rnaces of a ll types.—B. 
R ichardson , 49. M ilton  Avenue, E a s t  H am ,
E.6. Tel. No. GRAngewood 0619.

SA N D : M oulding an d  C as tin g ; F ine  
screened w h ite  from  colloidal ball 

c lay  bed ; low price ; am p le  supp lies and  
sam ple. A gents w anted .—W rite  H enshaw  
& Co., 97, C learm ount R oad, W eym outh.

NOW  is  th e  tim e  to change  yonr 
S upp lier of Sand. T ry  Sou thport 

W ind  Blown Sea Sand fo r castings, free  
from  shell. Any q u a n tity , R oad  o r R ail. 
—J o h n  Livesey (A insdale), L im ited, 
A insdaie, S ou thport. T e le p h o n e : Sou thport 
77489.

M O I8 TU RE T E S T IN G —Famous Engi
neers write about “  S P E E D Y  ”  

M O IST U RE T E S T ER : “ Not only
' speedy,’ but can be used satisfactorily 
by unskilled labour during tests.”  
Accurate; portable; non-electric. Over 
6,500 in use. for foundry sands, refrac
tories, many other materials. Complete, 
£24 10s.—Write for Illustrated Brochure to 
T h o s .  A s h w o r t h  & Co.. L i d .  (Dept.
F .T .J.), Burnley, Lancs.

P A T T E R N M A K IN G

P A T T E R N M A K IN G . — A ccurate  first- 
class P a tte rn s  fo r m ach ine o r h and  

m oulding . K eenest prices, qu ick  delivery . 
—D. C. Poo le , 27, P r io ry  Avenne, T aun ton , 
Som erset. Tel. 5046.

P A TTERN S for all branches of Engin
eering for Hand and Machine Mould

in g .—F urmston and L awlor, L td., Letch- 
worth.



T h e  P O R T W A Y *
PORTABLE CORE OVENS
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f i r  e ffic ie n c y c m c i

c. P O R T  W  A Y S O N L T D H A L S T E A D E S S E X

THE SOURCE OF SATISFACTION
^ OILSmTd ^ ^PO U N D Sjl ~

FOUN DRY SUPPLIES
BEST  Q U A LITY  R IG H T  PRICES

W ire Brushes, Riddles, Sieves, Bellows, 
Rubbing Bricks, Buckets, Wax Core Vents, 
Spades, Shovels, Pipe Nalls, Chaplets, Studs, 
Sprigs, Ladles, Moulders’ Tools, Barrows, 
Core Gum, Parting Powder, Plumbago, 
Terra Flake, Iron Cement, Dry, Wet, and 
Pattern Brushes, Straw and Wood Wool 
Rope, Wood and Raw Hide Mallets, Raw 
Hide Hammers, Ganlster, Limestone, Coal 

Dust, Bentonite, etc., etc.
ILLU STR A T ED  LIST O N  A PPLICATIO N .

E. S. LORD, LIMITED
S p e c ia l i s t s  in  F o u n d r y  P r a c t i c e .

EAGLE OIL WORKS, BURY ROAD, ROCHDALE
T e le p h o n e :  - - R O C H D A L E  3567
T e le g r a m s :  “ C O R E B O N D  R O C H D A L E ”

A S B E S T O S
CORE DRYING  

PLATES  
& 

M OULDING BO A R D S

•LOW  PRICED 
•  NON-BRITTLE 

•  LIGHT TO HANDLE

CENTRAL MANUFACTURING & 
TRADING CO. (DUDLEY) LTD. 

OLD HILL, STAFFS.
Phone: CRADLEY HEATH 69434 (6 lines)

H O O K E R L I T E
•  C O R E TR A Y S •  M O U LD IN G  BOARDS •  PA TTERN  BO ARDS  

•  B A TTEN S FO R W O O D  Hookerlite”  Regd. Trade name.

SCREW S
Are hard, durable, and unburnable.
Light in weight, and have an accurate 
smooth surface.

Sole manufacturers and Suppliers.

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

Phone: HAMpstead 2495
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W È Ê Ê Ê Ê Ê Ê  P A T T E R N M A K E R S ’ ■ * .*  J j

A LL  TYPES O F W O O D  
& M ETAL PATTERN S  

C O O K E ,  B A I L E Y  L T D .
MORLEY ST., HANLEY, 8TOKE-ON-TRENT 

T e le p h o n e :  S to k e - o n - T r e n t  2627

PATTERN MAKING  
LARGE CAPACITY AVAILABLE
IN ALL BRANCHES OF TH E TRADE

MARSDEN HIND & SON LTD.
G U ID E  B R ID G E  W O R K S , 

J O H N  S T ., A S H T O N -U - L Y N E .
E S T . 1929 T E L .  :  A SH  2426

P A T T E R N M A K E R S
(E n g in e e r in g )  C O . L T D .

Sh rew sb q ry  Road, London, N .W .IO

H IG H -CLA SS PATTERN S  
N O N -FER R O U S  

CASTIN GS
Phone: ELGAR 8031/2

w °°D PA TTERN  M AKERS METAL
P L A T E  O R  L O O S E  P A T T E R N S , M O D E LS , E T C .

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

I. H. M AY
117, C EN T R A L STREET, LO N D O N , E.C.I

CLErkenwell 5085 & 3509 
Branch W o rks C R O W N  W H A R F , D A C E  R O A D , O L D  FO R D , E.3 AM H erst34ll

T E L E P H O N E :  BERMONDSEY 1337/8

J in iv o t s a i P a tte rn
€ 0  ( L O N D O N  ]

F O R
W O O D

AND

METAL
P A T T E R N S

SP EC IA L I Z ED  P LANNED EQ U I PM EN T

★  SHELL MOULDING “ C ”  PROCESS
★  PRESSURE CAST MATCH PLATES
★  ALL METAL EQUIPMENT, CORE DRIERS, ETC.
★  METALIZED EQUIPMENT
★  KELLER MODELS
★  INVESTMENT FOUNDRY MODELS AND DIES
★  LARGE TYPE PATTERNS

OYER FIFTY HIGHLY SK ILLED  CRAFTSMEN AND MODERN 
PLANT, ENSURING UNVARYING Q UALITY AND ACCURACY.

269 R O T H E R H 1 T H E  N E W  R O A D ,  
L O N D O N ,  S.E .16



SUN STREET W EST • EDGBASTON * BIRMINGHAM • 15

W e 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 
fu rther facilities to embrace precision class

SHELL MOULDING PATTERNS
Layouts and design-methods prepared in our own drawing office embody technical “  know
ho w ” , and our specialised machinery and equipment provides the tools for the job.

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

T e le p h o n e s :  V ic to ria  1073  & V ic to ria  7486
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Y 3 3 S S 3 . E l  U I

If you use Pattern Equipment .. . 
. . .  we can be of service to you

12,Î  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  phone : B ro u g h to n  3032 o r  H ea lo n  M o o r  2S77.

Phone
CALTHORPE

7 ID 0  Q

P A T T E R N  P L A T E  C O
I i l M I T E D

Makers of accurate patterns, Core-Boxes and Matchplates, 
at prices which make plate moulding for small quantities 
a practical proposition. Quick delivery assured.
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T h i s  n e w  in d u s t r ia l  X - r a y  u n it  b y  P H I L I P S  
sh o w s a n  in s ig h t  in to  th e  p ro b le m s  o f  n o n 

d e s tru c t iv e  te s t in g  w h ic h  o n ly  th e  e x p e rie n c e  o f  
a  q u a rte r  o f  a  c e n t u r y  c a n  p ro v id e . T h e  
‘ C O M P A C T I X  200 ’ is  p ra is e d  a n d  a d m ir e d  b y  
e n g in e e rs  e v e ry w h e re  fo r  it s  engineering.

I t  is  c o m p le te ly  s e lf -c o n t a in e d , h ig h  te n s io n  
s o u rc e  a n d  X - r a y  tu b e  b e in g  h o u s e d  to g e th e r in  
a  c y l in d r ic a l  t a n k . T h e  c o n t in u o u s  r a t in g  is  200

k V p  10M A .  T h e r e  a re  n o  v a lv e s  a n d  n o  c a b le s . 
C o n n e c t io n  to  th e  c o n tro l b o x  is  b y  lo w  te n s io n  
s u p p ly  o n ly .

T h e  ‘ C O M P A C T I X  200 ’ h a s v e r s a t il it y  to  a n  
h ith e r to  u n k n o w n  d eg re e . I t  is  e q u a lly  w e ll 
su it e d  to  in s p e c t io n  w o rk  o u t -o f -d o o r s  as i t  is  in  
th e  f o u n d r y  o r fa c to ry . I t  is  ru g g e d  a n d  t r o u b le -  
fre e  a n d  d e s ig n e d  fo r  s e rv ic e  a n y w h e re  in  th e  
w o r ld .  M a y  w e  se n d  y o u  fu r t h e r  p a r t ic u la r s ?

m PHILIPS ELECTRICAL
L I M I T E D

X -R A Y  E Q U IP M EN T  FO R  A L L  PU R PO SES • E LE C T R O -M E D IC A L  A P P A R A TU S  • LAM PS & L IG H T IN G  
E Q U IP M EN T  • R A D IO  & T E L E V IS IO N  R EC E IV ER S  • S O U N D  A M PLIFY IN G  IN S T A LL A T IO N S

X-RAY DEPARTMENT, PHILIPS ELECTRICAL LTD., CENTURY HOUSE, SHAFTESBURY AVENUE, LONDON, W .C.2.
(XD  93-40)
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c y t i

SYNPHORM RESIN POWDERS
for the

SHELL MOULDING PROCESS

Have excellent Flow and Hardening properties 
Give great dry strength and smooth surface 

to the shell

also

S Y N P H O R M  L I Q U I D  R E S I N S
HAVE BEEN SPECIALLY DEVELOPED  

FOR SAND CORES

PLEASE SEND FOR SAMPLES A N D  D ETA ILS  TO  : 

B L A C K B U R N  & O L I V E R  L T D
M A N U F A C T U R E R S  O F  S Y N T H E T IC  R ES IN S

L A M B E R H E A D  I N D U S T R I A L  E S T A T E
W I G A N

Telephone: WIGAN 82252 Grams: SYNPHORM, WIGAN
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W r i t e  f o r H E R B E R T  M O R R IS  L T D
B o o k 2 3 6 Loughborough England

T h e  new  M o rris  e lectric  ho is t-b lock  
show n above is  th e  lif ting  u n it u sed  on 
M o rris  s in g le -g ird e r  e lectric  c ra n es . 
B u ilt a ro u n d  a  w elded s tee l fram e , 
th is  ho is t-b lo ck  lifts  fa s t, is  q u ie t in 
o p e ra tio n , a n d  h a s  all i ts  ro ta tin g  p a r ts  
d riv e n  fro m  sp lin ed  sh a fts  m o u n ted  
on h ig h -g rad e  b a ll-b e a rin g s—no keys 
a re  used .

T h e  h o is t is  con tro lled  by  a  p u s h 
bu tto n  sw itch  and  a  lo n g -s tro k e  
e lec tro -m ech an ica l b ra k e  ho lds the  
load  In s ta n tly  an d  secu re ly  w hen  th e  
po w er Is cu t off.

M eans fo r m ov ing  th e  h o is t a c ro ss  
th e  c ra n e  b rid g e  Is p rov ided  b y  a 
tro lley  o p era ted  b y  a  han d -ch a in ; 
a  h an d  ch a in  Is a lso  u sed  to m ove th e  
c ran e  a long  th e  g a n try .

M O R R I S
S IN G L E - G I R D E R

E L E C T R I C  C R A N E S
T h ese  c ra n es  a re  becom ing  in c rea s in g ly  p o p u la r  w ith  fo u n d ries  w ise  enough  to choose 
a  c ra n e  of a  ty p e  and  a t  a  p rice  co n sis ten t w ith  th e  a m o u n t  o f  l i f t i n g  ac tua l ly  requ ire d .  
F o r  in s tan ce , th e  s in g le -g ird e r  c ran e  show n  In  o u r  illu s tra tio n  is  econom ical in  
o p e ra tio n  an d  ad eq u a te  fo r its  w o rk  of lifting  co res on  an d  off oven tru c k s . F o r th e  
m o re  specia lized  d e p a r tm e n ts  of a  fo u n d ry  a s  w ell a s  fo r sm a ll ex ten sio n s , su ch  a 
c ra n e  is  a  sound  in v e stm en t.
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before de-enamelling

and after 2 minutes in 
I.C.I. Caustic Soda

Use I.C.I. Caustic Soda 
for de-enamelling

For further information, consult:

I M P E R I A L  C H E M I C A L  I N D U S T R I E S  L T D . ,  L O N D O N ,  S.W .I
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ACCURATELY DRILLED AND REAMERED 
A L L  B O XES IN T ER C H A N G EA B LE  
SIZES & SHAPES TO REQUIREMENTS

BILSTON STOVE * STEEL TRUCK $
BILSTON PHONE: BILSTON 41921. STAFFS

o m m

MOULDING BOXES
SPECIALLY -DESIGNED CHANNEL SECTION

Sole Agents for Scot land:—
L. A. WITHAM & Co., 51 Vine St., Glasgow, W .l

T e l:  WEST 2477

W e ld e rs  e v e ry w h e re  
p re fe r SIFBRONZE

- I O' }~C’ ' t F •'! ' '•

because ft m akes
V  . \

b e tte r  w elds

D E P E N D A B I L I T Y
IN GREAT OR SMALL

I S
E S S E N T IA L . 

CHAPLETS are the SMALL
things in the FOUNDRY 
but the BEST are NEEDED.

W A R I N G  B R O S .
QUALITY I S  DEPENDABLE

T E S T  T H E M

Write- D O C K  W O R K S ,  B A R N S L E Y
21 Armour Street. Glasgow, E.l. • Phone «Bridgeton 2481

S e n d  f o r  
Fu rth  e r  d e t a ils

•  HIGH QUALITY
•  HYGIENIC
•  LOW COST
•  LOW W EIGHT

F i l t e r  P ads S im p ly  and Q u ic k ly  R e p la ce d . A  most 
hygienic and efficient method of protecting W O R K E R S  
from  Dust, G r it ,  Paint Spray and all N on-Toxic fumes and 
irr itan ts  at such lit t .e  cost. A lso  a com plete range of 

“  S A -F 5 R  ”  GOGGLES and HEAD SHIELDS

CHAPMAN & SMITH LTD.
15 H IG H B U R Y  P L A C E , L O N D O N , N.5

T e l : CANonbury 4720

<
/

> ’•
fi

W r ite  f o r  f u l l  d e ta ils  a n d  f r e e  c o p y  o f  • S I F ■ T I P S '
S U F F O L K  I R O N  F O U N D R Y  ( 1 9 2 0 )  L T D .
S I F B R O N Z E  W O R K S  • S T O W M A R K E T  • S U F F O L K  Telephone; Stowmcrkcl 183

A C O P P E R  
A L EAD  
A B R A S S  
A ff/GH SPEED 

STEEL
*  D.C. MOTORS
*  WRITE METAL

SWARF 
A MERCURY 
A OBSOLETE 

MA CH//VERY
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FOR
CASTINGS

(Ferrous and Non-Ferrous) 

From a few lbs. to 20 tons 
for all industries

Made
with the experience and skill gained by 

generations of craftsmen 
at the famous

DOWLAIS WORKS

GUEST KEEN BALDWINS IRON & STEELC° LTD

Telephone: Dowlals 70

HEAD OFFICE
East Moors, Cardiff
Telephone : Cardiff 30551



44 FOUNDRY TRADE JOURNAL JUNE I I ,  1953

p W £ ?  ^ t 0

.  MoU.O ^

•  The  C » r - " f A s T . ^ S
f „  IR O N

c A S T IN < 5S

i  S P E C I A L  I R o N  

C A * * ° S  C 0 ^  ° ° S1, ,  0 ^ ^ VUtA
f U

»* {kLvJ t 4 ' SV'
f O *

y ^ f O E *

n
Sv\\c a ^ a ? °  sOHS

&

nv)^lxr' ’ (s p̂ st°̂ £ °eV  tAtt-V-S.

S V 4 tff 'a °

&

PV 4 C £ ^  f f i O S t l '  *
n i  *

BV-A1c ^ G
,TOM£

T e W,hone



JUN E I I ,  1953 FOUNDRY TRADE JOURNAL 45

T H E  ^  ,

(ONSlRUCnONA
E N G I N E E R I N G  C R U S  J w  

CHARLES HENRY STREET, BIRMINGHAM, 12
PHONE: MIDLAND 4753 TELEGRAMS: STRUCTURAL

M A N U FA CTU RERS OF

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

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

ASSOCIATED WITH

THE ADAPTABLE MOULDING MACHINE
COMPANY LIMITED

AND

E. T A L L I S  & S O N S  L I M I T E
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SAND TREATMENT PLANT FOR IRON FOUNDRY. PHOTOGRAPH BY PERMISSION OF
BRADLEY & CRAVEN LTD., WAKEFIELD.

•  GAS OR  O I L  F I F 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 O L H E P ” P A T E N T  No.  558896

FTïTTïïTTT
ROSA. W O R K S Fhc-ne : 3695.6-7 r a m s  i C o nvey rsr H i

O N E C L IEN T  IS 
SAVING Hi©0 
PER YEAR.
C A N  W E  SAVE  
THIS  F O R  Y O U  I

¡««MSiasil 
BPlPffiS ' " !,

% R O O M S . B A R R ELS  
$  C A B IN E T S  
#  ROTARY T A B L E S  

Em bodying 50 years 
of ex p erien ce  

Telephone:
TRAFFORD PARK 1207
Telegrams: H ,ln£- '
GEORG 1C MANCHESTER 

Buy British Machines

ST.GEORGES ENGINEERS LTD.. ORDSALL LANE. MANCHESTER.5



B A K E LITE  L IM IT E D  • 12-18 GROSVENOR G ARDENS • L O N D O N  • SW i • Telephone: SLOane 0898
18 7  BROAD S T R E E T  • B IR M IN G H A M  1 5  • T E L : M idland 59 11/4  ■ ROYAL EX C H A N G E • M A N C H E ST E R  2  • T E L : Blackfriars 5 174/7
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S H E L L  

M O U L D S  

w ith

B A K E L IT E  R ES IN S
T R A D E M ARK

BAKELITEd> RESINS
*?EGD. TR A D E M A R K S

T h e  phenolic resins developed by Bakelite L im ited  for the 
shell m ould process are based on 40 years’ leadership in  the 
production o f  synthetic resins and are available in quantity. 
T h is unretouched photograph o f  typical shell m oulds shows 
the high surface finish and freedom  from  blem ish th a t 
characterise m oulds based on B a k e lite  Resins. F or technical 
advice on th e  shell m ould process in  general, and the use o f 
B a k e l i t e  Resins in  particular, please telephone any o f  our 
sales offices o r w rite for illustrated booklet.
O ur D evelopm ent and Research Laboratories at Tyseley will 
give full assistance and advice on any aspect o f the shell 
m ould  process. Illustra ted  below are some o f the stages in  the 
production o f  castings by this process.

1 The powdered B a k e l i t e  Resin is mixed  
with sand.

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

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

4 The heat-hardened half-mould being 
stripped from  the pattern.

5  M olten metal being run into the shell.



M a k i n g . . .
The Cutogen Blowpipe is now universally used 
for rapid cutting o f iron and steel in a great 
many applications. These include shaping 
heavy plates for engine frames, bed plates, etc., 
profiling heavy sections for use in place o f ex
pensive forgings, for girder cutting, gouging 
and weld removal. It is an accepted tool for all 
constructional cutting. The clean, accurate cuts 
achieved make for easier fabrication.

48 FOUNDRY TRADE JOURNAL JUNE I I ,  1953



JUNE I I ,  1953 FOUNDRY TRADE JOURNAL

C u t o g e n 5
I A robust Cutter. Cuts 12 ins. 
mild steel and 4 ins. cast iron.

2 Quick-action ball ended valves 
with large size control knobs.

3 Lever cutting control 
when released.

’o ff”

4 Valve body and nozzle head 
from hot brass stampings. Nozzle 
head internally threaded.
5 Anti-spatter nozzles.
6 Positive colour identification 
and non-interchangeable threads 
for gas connections.

S T A N D A R D  M O D E L S

18" with 90° HEAD 24" with 75° HEAD (18" model also available) 
Also available to order with longer shanks in increments o f 6 ins. 
Chromium plated—not for eye appeal—but for sound service. The 
smooth, hard-plated surfaces are spatter free.

CUTOGEN
C u t o g e n 3
Similar specifications to Cutogen 5 
but of larger capacity to handle 
the heaviest hand cutting work. 
Standard length 27 ins. between 
centre lines of cutting nozzle and 
control valves. Obtainable in 
greater shank lengths by incre
ments of 6 ins.
Top tube is stainless steel to give 
rigidity to the increased shank

length necessary for comfortable 
operation.
Cuts 20 ins. mild steel.
Cuts 15 ins. cast iron.
Other Cutogen Blowpipes are 
available as follows:—
Cutogen 6 for Powder Cutting 
Cutogen 7 for Powder Washing 
Cutogen 8 for Deseaming

Write fo r  fu ll particulars to your B .O .C  Branch
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M I T C H E L L S

:

HIGH SPEED
SN AG GF1G

We specialise in the manufacture of high 
speed snagging wheels for use in the 
foundry. We also manufacture double ended 

floor grinders from 12in. to 30in.
Catalogue on Request . . .

MITCHELL’S 
EMERY WHEEL CO., LTD
D EPA RTM EN T “  S ”  O PEN SH A W  M A N C H ESTER  11.

A B R A S I V E P R O D U C T S

9 0

Y E A R S  
E X P E R I E N C E

Est. 1862

T E L : EASt 1254/5/6



ALBION WORKS SHEFFIELD
TELEPHONE: 2 6 3 H  (22Lmes) • TELEGRAMS: ' FORW ARD, S H EFFIELD ' 

LONDON OFFICE: BRETTENHAMHOUSE • LANCASTER PLACE • STRAND • W.C2

The new “ Staffa ” Mobile Crane is robust.

simple to operate, smooth in action and

extremely manoeuvrable. It will raise loads

o f up to 3 tons and has a lifting range from 

29 feet below ground level to 17 feet above.
2Y  s '  6 Ü  7 H  10'
OUTAS&CH IN FECT

W ARD S are distributors for this very versatile crane and will be 
pleased to forward details on request.

LC/41
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BRITISH INDUSTRIAL SAND LTD
H O L M E T H O R P E  * R E D H IL L  * S U R R E Y

REDHILL 1122

SH ELLM O U LD ISM G
The inherent ability of the Shelimoulding Process 
to produce castings of high dimensional accuracy 
and exceptional surface finish is receiving wider 
and wider recognition, but these attributes can 
be destroyed by the use of unsuitable materials. 
The degree of casting finish that can be achieved 
and the dimensional accuracy that can be main
tained are dependent almost entirely on the use of 
a highly refractory Sand of the correct grain size.
REDHILL SANDS have been extensively used in 
the development of Shelimoulding and have with
stood the most exacting tests where other Sands 
have failed. Freedom from impurities ensures the 
refractoriness needed to enable a thin wall of 
sand — often as little as | in .—to withstand the 
impact of the molten me:al: correct grain size 
distribution gives optimum casting finish without 
excessive binder consumption.

Full details o f the application 
o f Redhill Sands to the Shell- 
moulding Process are given in 
a lea flet which, together with 
samples, will gladly be sent on 
request.

S. MOLE 8c SONS ( g r e e n  l a n e  f o u n d r y ) LTD.
B O T T  L A N E , LY E, S T O U R B R ID G E , W O R C S . P h o n e  LYE 13?

GREY IRON CASTINGS.
from  Z 06/A/<?£S §

In the production of Grey Iron 
Castings we have concentrated on 
these four vital points : accurate moulding 
to specification; unvarying quality throughout 
the run ; clear finish and excellent machining 
surfaces; competitive prices. We shall be 
pleased to advise you on any particular castings 
pioblem. Our long experience is at your service

ALUMINIUM W ORKS. W ILLO W  LANE, MITCHAM, SURREY • T e l : MIT 2248

A lso  M a n u fa c tu re rs  o f  

TANDEM W HITE METALS 

TANDEM BEARINGS 

ESCO
GUNMETAL & PHOSPHOR 

BRONZE INGOTS

ARIEL & ESCO 
CHILL CAST 

PHOSPHOR BRONZE RODS

" EVRE SMELTING COMPANY LTD



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

TELEPHONE.' MANSION HOUSE 0533

T h i s  i s

th e  F o a m l r i j  C l e a n e r  f a r  a  c l e a n e r  F a n  m i r  i f

JUNE I I ,  1953 FOUNDRY TRADE JOURNAL

P LE A SE  W R IT E  FO R  F U L L  D E T A ILS  T O :

ALBA CHEMICALS COM PANY LTD.
QUEEN'S HOUSE ■ KINGSWAY • LONDON, W.C.2

A N E W  H I G H - G R A D E

ITÄLIÄN BENTONITE

Accurate manufacture

■k Strong construction

•jr Every component of 
high grade material

Compact, long-lifed 
machine

•k Carries out arduous 
cleaning duties hour 
after hour

Adaptable for all 
cleaning jobs

Particulars from  publication F Y .5006

N o t e  . . .  A  lo w  p e rce n tag e  o f B .P .A . B e n to n ite  is s u ff ic ie n t  to  
o b ta in  e x c e l le n t  s y n th e t ic  sand fo r  g reen  and d ry  m o u ld in g , m o u ld in g  
o f c o re s  and e co n o m ic  re c la im in g  o f used sand . O w in g  to  it s  high 
c o llo d ia l p o w e r , B .P .A .  B e n to n ite  o ffe rs  yo u  th e  h ig h est g u a ra n te e  
fo r  y o u r ca st in g s .

Sturtcvant No. OX Portable Industrial 
Cleaner w ith filter receiver and bagging 
attachm ent. Used extensively in modern 
foundries for d ust disposal from blasting 
enclosures, Altering or settling devices; 
from operators’ clothing and protective 
gear, and for general cleaning.

Recent tests have given Gelling index of 16-7 and show the high 
swelling capacity of B.P.A. Bentonite. Bonding tests carried out 
using 5 per cent, additions of B.P.A. Bentonite to Chelford Sand 
show that dry strengths obtained with it are excellent. Green 
strengths level out well at higher moisture contents consistent 
with the high swelling capacity of B.P.A. Bentonite.



VITREOUS ENAMELLING
W IL L  IM PROVE T H E  A PPEA RA N C E  
A N D  D U R A B ILIT Y  O F Y O U R  CA STIN G S  

SALES

A sk  fo r pa rticu la rs I

T H E  R U S T L E S S  IR O N  C o .,  L td .,
Trleo Work* - - - Keighley

F O U N D R Y  A N D  F A C T O R Y

PA IN TIN G  and  
LIM EW ASHIN G

SERVICE
Immediate Capacity—Countrywide Service

C r t Y t
P A IN T lN T r^ N D  D ECO R A TIN G  C O . LTD.
Ruby T rian g le , A M n  Regd. O ffice : Sackv ille  S t .,
London, S .E .15 i c  c n  c Salford 3 , Lancs.
N ew  C ro ss 2 187 L t t U i  B L A  6098/9

N .R .S . Stress R elieving Furnaces. 
N .R .S . Solution Heat Treatment 

Furnaces for Light Alloys. 
N .R .S. Core and Mould Drying 

Stoves.
Batch type and continuous.

Also Superior Types o f :—  
Annealing Furnaces 

for Grey and Malleable Iron 
and Steel Castings. 

Recuperative Vitreous Enamelling 
Furnaces and 

Ovens for Shell Moulding. 
Stoves for Plaster Moulds.

R otary Sand Dryers 
Portable Mould Dryers 

Skin Drying Plants 
Gas Fired Ladle Dryers 
“ V ortex” Gas Burners

MODEM FUMACES & STOVES
LIMITED

Booth Street ; Handsworth 
Birmingham 21

’ P h o n e  : ’ G r a m s
SMEthwick 1591 & 1592 Mofustolim, Birmingham

F O R  THE M O D E R N  
F O U N D R Y

FOUNDRY TRADE JOURNAL JUNE l l ,  1953

E; AUSTIN  & SONS (LONDON) LTD
H A C K N E Y  W I C K ,  L O N D O N ,  E .9  T E L  : A M H E R S T  2111
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The latest A.W. 357 Head C utter is specially 
designed for cutting risers on castings in 
foundries. It reduces the dressing time o f a 
3 |in . root base diameter riser by approxi
mately 70 per cent, compared with other 
methods ! Write for further details of 
speeds, weights, etc.

Other fast, powerful Armstrong Whitworth tools for 
foundries include Rammers, Chipping Hammers, 
Grinders, and Safety Balancers.

Armstrong Whitworth & Co . ( pneumatic tools) Ltd.
CLOSE WORKS, G.P.O. BOX 57, G.P.O. NEWCASTLE UPON TYNE, ENGLAND.

M A IN ;S A L E S ;O F F IC E  : <0 B R O A D W A Y . W E S T M IN S T E R , L O N D O N . S .W .I  
Cable A dd ress :  “ Armwhitool ”  Sowest, London

•  SERVICE ANP REPAIRS •  TECHNICAL REPRESENTATIVE WILL CALL •
A SUBSIDIARY OF IN DEPEN DEN T PN EU M ATIC  TOOL CO^ MANUFACTURERS OF THOR PORTABLE POWER TOOLS.



RA PID  MAGNETIC MACHINES LTD.
L O M B A R D  S T R E E T  - BIRMINGHAM.  IZ. E N G L A N D .

FOUNDRY '

What are[the facts  \ 
about better

CASTING FINISH
with

FOSECO
M O L D C O T E  D R E S S I N G S ?

Ar based on s p ir i t  w h ich  bu rns o f f  and  
ra p id ly  e v a p o ra te s  fro m  th e  tre a ted  
s u r fa c e .

Ar give a sk in -d r ie d  e f fe c t  w ith ou t the  
tro u b le  o f  stov in g  o r to rch in g .

Ar su ita b le  fo r  m ou lds and fo r  any  
type o f  san d  co re .

Ar help  to p re ve n t m eta l/sa n d  p e n e tra ' 
tion and bu rn in g-in .

Ar g rea tly  im prove ca s tin g  su r fa c e  
fin ish  and red u ce  c lea n in g  co sts .

Ar m ay be p a in te d  o r  sp ra y e d — g ra d es  
su ita b le  fo r  iro n , n o n-fe rrous and  
lig h t  a lloys .

A- in e xp en s iv e  and fo o l-p ro o f in use .

P lea se  sen d  m e fu l l  in fo rm a tio n  on FO SEC O  
M o ld co te s  and d e ta ils  o f  f re e  t r ia l  o f fe r

N A M E : ................................................................................

A D D R ES S  : ...........................................................................

Post to :

FOUNDRY  SERVICES  LTD .
LONG ACRE • NECH EU S  • B IR MING H A M - 7
Telephone: EAST 1911 (10 l in e s )  Telegram s:"K liPR IT ' BIRM INGHAM7'

L .G .B .

P h o n e : V ic to r ia  1137 P B X . G ra m s : M agnetism . “  B irm ingham  ”

COMPRESSORS & EXHAUSTERS
FOR AIR OR G A SES

rhese Vertical double-acting crosshcad type compressors are 
built as single and two-stage machines for pressures up to 40 and 
120 lbs. per sq. in . They are built in a range of sizes for 
capacities up to 10,003 and 5,000 cu. ft . per minute repectively.

For particulars o f  these machines and fo r  other types write to : R ef. Y

R E A V E L L  &  C O .,  L T D ,
R A N E L A G H  W O R K S ,  I P S W I C H
Telegram s: "R e a v e ll Ip sw ich ." ’ Phone: 2124 Ipswich

JUNE I I .  1953

The economical handling of Iron 
and Steel In all Its forms Is best 

performed  ̂ by Lifting Magnets. 
Various types and sizes are In

cluded In our wide range.
Other products Include Over

bands, Drums, Pulleys, etc., 
for the reclamation of 

Foundry Sand.
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STEWART & GRAY LTD
F O R

VITREOUS ENAMELLING
ON CAST AND SHEET IRON,

SPECIAL REFRACTORY COATINGS 
A N D

E S C O L  E N AME L S
M A N U FA CTU RERS AN D SUPPLIERS T O  T H E  IN D U STRY

PAISLEY LO N D O N ,SW A IN S ROAD  
W O R K S S.W.I7.

MITCHAM 1634 ESCOL, TOO T, LONDON

L IP  A X I S

T I L T I N G  F U R N A C E S  
BY

STEIN &  ATKIN SO N  LTD.
P A R N E LL  H O U S E  , 2 5 , W IL T O N  R O A D ,  W E  S T M  I N S J E R ,  S .W .I



. . W ATSONS
( M E T A L L U R G I S T S )
---------------- L T » ----------------

F e rro  A l lo y  P o w d e r s9
All meshes, for Inoculations, Coatings, Spraying 
and Dustings. All Foundry Metals and Supplies 
for Steel or Iron. Refractories and Reagents.

A l l  g r a d e s  o f  Fem*o A l lo y s

PULVOMETAL WORKS, MILL LANE, DRONFIELD 
NEAR SHEFFIELD

Telephones: 3136-3137 Dronfield Telegram s: Cargo, Dronfield
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H ig h  W ycombe.

Gas Fired
T R A Y K O R ’

Core Stove
More and better cores 
for less gas ! Owing to 

“N ew stad” Recirculation.

Equipped with therm o
static control and flame 

failure safety device.

Sole S u p p lie rs :

MODERN FURNACES & STOVES LTD.
B O O TH  S T R E E T , H A N D SW O R T H , 

B IR M IN G H A M , 21 
Telephone: SMEthwick 1591 & 1592. 
Telegrams: MOFUSTOLIM, B ’ham 21.
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Phone 4 G '

We have a reputation for Man
ganese Bronze and Aluminium 
Bronze Castings. Can we help 
you? We offer you a complete 
Non-Ferrous Foundry Service. 
Sand Castings,Chill Cast Phosphor 
Bronze and Gunmetal Bars, 
Patternmaking, etc.

JIPRIGE&CoI = )L td.
NEWCASTLE-UNDER - LYME-STAFFS

Newcastle, Staffs. 68011 (3 Unci)

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  : ERXTH 2255  (3 l i n e s )  ’G r a m a  : D e o x y d i z e r ,  E r i t h
IA S ? A S . It

Industrial structures like these need special 
paints — tough, durable and truly rust-proof.
ATLAS R U SK IL L A  Paints are not only 
decorative, bu t can cope with every corrosion 
problem. T he range includes primers, water-tank 
coatings and finishes in  Aluminium, black, white and colours. 
May we send shade card and prices ?

IR O N

■ ~ 1 -r "
.

...a s i



S M M O m

fíJMCHARDSONeSONS
l  S T A B  l  !  S  H  C D ¡ 8 8 7  LTD

C O M M E R C I A L  ST • B I RM I NGHAM* I *

 . ^ u ...as u j . i l Ü ô  t . ^ ' ~  * ^ J L ï

WITH WHICH IS INCORPORATED T H E  IR O N  A N D  S T E E L  T R A D E S  J O U R N A L
VOL. 94
N o .  1919 J U N E  I I ,  1953
Registered at the G .P.O . as a Newspaper (pffices: 49, Wellington Street, Strand, London, W .C .2

Single Copy, 9d. By 
post I Id . Annual Sub
scrip tion . Home 40/-, 
Abroad 45/- (Prepaid)

The RIDSDALE LABORATORY MIXER T E I S E N  F U R N A C E S
FOR ALL INDUSTRIES
K IN G ’S N O R TO N  BIRM IN GHAM

is  p articu larly  usefu l for  preparing sm a ll exp erim en ta l batch es  
of sand  bonded w ith  d ex tr in es , core o ils , e tc .

SEND fO R  DETAILS  TO—
RIDSDALE & CO ., LTD.
N ew ham  H all, M iddlesbrough 

T e l . :  54856-7


