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BRITISH ELECTRO M ETALLURGIC AL  CO. , LTD . ,  W IN CO BA N K ,  SHEFF IE LD
T e le p h o n e :  R O T H E R H A M  4257 Te leg ram s B E M C O  ” Sheffield
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SAND REMOVABLE 
FROM ANY SIDE.

V U L C A N  W O R K S ,  B L A C K F R I A R S  R O A D  
M A N C H E S T E R ,  3

TELEPHON E: O E A N S G A T E  4 6 4 8 - 9  TELEGRAM S: B L A S T .  M A N C H E S T E R

*  Sifting

MOTOR DRIVEN 
SKIP HOIST.

*  Magnetic Drum

*  Skip Charging 
Hoist

*  Mill and Mixer

*  Disintegrator 

Easy Access to 
all Parts for 

Maintenance

TAILINGS
CHUTE

SAND CHUTE 
TO SKIP

CONICAL ROLL 
SAND M ILL

DELIVERY REGULATOR'

SAND DISINTEGRATOR 
MOTOR DRIVEN.

DEUVERY
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CA N  s a v e  y o u  t i m e  a n d  t r o u b l e  
ON Y O U R  C O R E JO IN T IN G  A N D  C O R E A SSEM B LY  W O R K

E a s c I e a n  t o  u s e  
N o  m e t a l  p e n e t r a t i o n  
V e r y  l o w g a s  c o n t e n t  
P r o v i d e s  a m o i s t u r  
p r o o f  j o i n t  t h a t ^ ^ ^ ^ ^ ^ ^  
eliminates blowing.
K e e p s  w e l l ,  ■

E c o n o m i c a l .  ;

F O U N  D R Y  S E R V I C E  S
LONG ACRE • NECHELLS  
B I R M I N G H A  M 7

Telephone: EAST 1911 (10 Lines)

L.G .B .
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THE CORE-MIX 
IS AS 

GOOD AS ITS 
BOND

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

GLYSO Core B onding Compounds
A RANGE TO MEET EVERY NEED

Cores have the re
q u is ite  s tr e n g th s ,  
both green and bak
ed, when the sand is 
bonded with Giyso, 
mixed in the Fordath 
4New Type’ M ixer.

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 m ix w ith 
high baked streng th ; unsurpassed 
for core-blowing m ixtures.

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

CPHOTO «Y COURTESY OF MESSRS. CENTRAL FOUNDRY C O . IT D .)

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

Perm 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
out after casting.

Glyso X L  C ore Pow der, a pure 
— -— — —r -  —i film -dried cereal, 

p r o d u c e s  h ig h  
green strength  in  
the  mix and is 
best used with 
Perm ol Core Oil.

G ly 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 t i t ie s  fo r  d if fe re n t 
classes o f  core work.

Glyso Airbond, quick drying 
w ithout stoving, or stove-dried 
in  h a lf the usual time.

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

F u ll  details obtainable from ,

THE FORDATH ENGINEERING CO. LTD. 
HAMBLET WORKS, WEST BROMWICH 

STAFFS.
P H O N E : West Bromwich 0 549,0540,1692  

g r a m s  : M etallical, West Bromwich
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This charger is used to 
the greatest advantage 
w i t h  o u r  s t o c k y a r d  
h a n d l i n g  e q u i p m e n t  
w h i c h  w e i g h s  al l  
materials.

See illustration which 
shows simple method of 
handling and weighing. 
Note effortless, speedy and 
cost-saving procedure.

T O  O B T A I N  T H E  B E S T  

R E S U L T S — I N S T A L L

R O P ER  C U P O L A S

JJ.M .
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H V D R O - B L R S T
Removes cores... cleans castings... reclaims sand

Photograph actual s iz e  steel d isc  
ten thou, th ick  a fte r 20 seconds 
application o f  gun.

B u i l t  in  E n g la n d  by

P X E D L E C  L I M I T E D ,  S M E T H W I C K ,  Nr.  B I R M I N G H A M

TH E  N EW  H I-PRESSURE H I-V ELO C ITY  

H YD R O -BLA ST  G U N  C LEA N S FASTER 

A N D  C H E A P E R  A N D  T H E R E  IS 

A B S O LU T ELY  NO DUST.

Full technical information on request.
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Use the

SANDSLINGER
for power, speed and flexibility in ramming

Stationary Type Sandslinger with Arm raising and lowering gear

In cases where the heights of moulding boxes to be rammed are 
variable, or where boxes are built up by sections as ramming is 
carried out, it is often advantageous to have means for raising or 
lowering the ramming head to suit the conditions. The illustration 

above shows a stationary machine with this equipment.

For this model the minimum total length of arm is 12 ft. and the 
range of raising and lowering is 3 ft. Lowest position of head 
assuming pedestal fixed at ground level is 2 ft. Push buttons are 
fitted on the Sandslinger head for the control of all motors 

including the arm raising and lowering motor.

FOUNDRY PLANT AND MACHINERY LTD. '» w oR“ soow ?TREET-
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I F you a r e  in t e r e st e d

IN' THE

 as a first step, you should certainly write for a copy of the
booklet shown above. I t  will give you a clear and concise outline of 
the process, together with its advantages, difficulties that may be 
experienced and useful notes on materials, equipment, gates and 
risers, mould and core-making cycles, etc.

Your next step should be to  consult us with regard to the sand you 
are most likely to use and we will then supply you with a shell mould 
all ready for you to make the novel “  book-end ” casting shown in the 
inset illustration.

A fter reading the booklet and making your trial casting you will have 
most of the information needed to evaluate the process in  relation to 
your own particular type of work. Further advice is always available 
from our Technical Sales Departm ent, so make that first step today 
and write for your copy of the booklet.

THOR F O U N D R Y  R E S IN S

PROCESS AND WANT 

TO KNOW MORE. . . .

LEICESTER, LOVELL & CO. LTD.
N O R T H  B A D D E S L E Y ,  S O U T H A M P T O N  T E L E P H O N E :  R O W N H A M S  3 6 3
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Rover Car Factory , Solihull. High intensity lighting in a 
¿w?d[y spray  tunnel by fluorescent lamps in a glazed enclosure.Tailored for the  job

The lighting of many processes is vital to the smooth and rapid 
flow of work and to the quality o f  the finished product. For 
example, poor lighting could make a spray tunnel into a bottle
neck — each job taking a little too long, a little portion missed, 
a return to the spray line —  and so the whole production line marks 
time. Whatever form it takes, good lighting no t only helps to 
provide a satisfactory working environment bu t is an active 
production tool.

Fluorescent lighting is as good as daylight — only more con
sistent. I t  is efficient; it is economical; and it is flexible. You can 
‘ tailor ’ it, easily and exactly, to  the special requirements o f 
production a t all stages.

Electricity &r PRODUCTIVITY
Issued by the British Electrical Development Association

HU W 1UU E1 M ORE INFORMATION 
Your Electricity Board will be glad to 
advise you on how to use electricity to 
greater advantage — to save time, money, 
and materials. The new Electricity and 
Productivity series of books includes one 
on lighting — “  Lighting in Industry 
Copies can be obtained, price 9/- post free, 
from E.D.A., 2 Savoy Hill, London, 
W.C.2, or from your Area Electricity 
Board.
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LONDON & SCANDINAVIAN 
M E T A L L U R G IC A L  CO LTD

are keen to help you with

SPECIALITIES
LOW  MELTING POINT TU N G STEN  MELTING BASE
“ RAREM ET-CO M PO U N D ” RARE EA RTH S MIXTURE 
G R A IN A L  AND OTHER COMPLEX BO RO N  ALLOYS 
N I T R O G E N - C O N T A I N I N G  F E R R O - C H R O M E  
C A L C IU M -S IL IC O -  M AGNESIUM

FERRO-ALLOYS HARDENERS
FERRO-TITANIUM TITANIUM-ALUMINIUM
FERRO-NIOBIUM-TANTALUM
FERRO-BORON ZIRCONIUM-ALUMINIUM
FERRO-CHROME
FERRO-SILICO-CHROME BORON-ALUMINIUM
FERRO-MANGANESE
FERRO-SILICO-ZIRCONIUM CHROM IUM  M ETAL

and
R U T ILE  Z IR C O N  SAN D

and any of your special requirements
W IM BLED O N  632!
SHEFFIELD  20308
G LA S G O W  C EN TR A L  5670

39 HILL ROAD, WIMBLEDON, LONDON S.W .I9

B
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Designed for flat work and work too delicate for Barrelling. 
Ideal for cleaning thin walled and finned castings, and 
the descaling of hardened gears.
Machines available for very early delivery.

We also make Compressed Air Operated Shot Blast 
Rooms and Cabinets, and "  Airless ”  Rotary Barrel,
Flat Bed Table, and Overhead Monorail Blast Cleaning Plants.

SPENCER & H A LSTEA D  LTD * BRIDGE W O R K S  • O SSETT  * YORKS
TELEPHONE: OSSETT 353/4 TELEGRAMS-: ‘ SPENSTEAD OSSETT

T E L . :  E P S O M  2 2 0 1

E D G B A  S T  O  N 15 3 9 
T E L . :  C E N T R A  L 5 9 0 9  

T E L . :  D E N T O N  2 9 3 9

8FT. DIAMETER 
MULTI TABLE 
BLAST CLEAN- 

MACHINE



rolled steel sections in standard use.

Full details of every moulding box order are recorded.

Customers can depend on all repeat orders being interchangeable.

S T E R L I N G  F O U N D R Y  S P E C I A L T I E S  L T D .  B E D F O R D
London O ffice : Iddesleigh House, Caxton S treet, S .W . I ,  Te lephone: Abbey 3018 Co*w<
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A Completely New Auto
matic Machine, made by 
Foundry Equipment Ltd. 
Leighton Buzzard, Beds

Maximum Box Size 24in. by I8in.
Maximum pattern draw 9in.
Maximum squeeze pressure 9000 lbs.

Automatic head swing.
Automatic jolt & squeeze.
Automatic slow & fast 
draw.

No foundations required. 
All operations rapidly 
and readily adjustable.
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THE MACHINE 
WHICH HAS BEEN 
POSITIVELY PROVED 
IN THE PRODUCTION 
OF L A R GE  AND 

SMALL SHELLS

’ P H O N E : LE IG H TO N  B U Z Z A R D  2206-7-8. 'GRAM S :  4i EQUIPM ENT ”  LE IG H TO N  B U Z Z A R D
S.P.5
C

F.E. (SUT1 ER) 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 all Industrial Countries.

L E I G H T O N  B U Z Z A R D ,  B E D S ,  E N G L A N D .
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Cast Iron Scrap 
for F oundries

Although in many districts the general supply position has eased, 

some foundries still find it a problem to get the right quality Scrap.

During all the difficult war and post-war years we earned and 

maintained a reputation, second to none, for the supply of Cast Iron 

Scrap of the right quality, at the right price. During that period, we 

were not, unfortunately, able to supply all the foundries we should 

have liked, and had, in fact, to disappoint some of our oldest friends. 

Whilst we do not promise that we can even now give you what 

you need, will you give us a chance to consider your own particular 

problem and to see if we can help you.

GEORGE
mt

GOD
GROUPtf tmrmm COHEN

S O N S  A N D  C O M P A N Y  L I M I T E D

Head Office : BROADWAY CHAMBERS • LONDON

Telephone : R iverside 4141

W.6

LONDON : 600 Commercial Road, E. 14
Telephone : Stepney Green 3434 

Bidder Street, Canning Town, E.16 
Telephone: Albert Dock 3104

BATH : 24 High Street. Telephone: Bath 5353
BELFAST : Sydenham Road, Queens Quay.

Telephone : Belfast 57427
BIRMINGHAM : 191 Corporation Street, 4

Telephone: Central 2751
L EED S: Stanningley. Telephone: Pudsey 2241

HEBBURN-ON-TYNE : Coborn Works.
Telephone: Hebburn 32331 

LUTON : 39a Shaftesbury Road.
Telephone: Luton 4205 

M A NCHESTER: Cobden Street,
Pendleton, Salford 6 

Telephone: Pendleton 4411/6 
M ORRISTON, SWANSEA : Beaufort Works.

Telephone: Swansea 71741 
SHEFFIELD : Coborn Works, Tinsley, 9

Telephone: Sheffield 42933

f t i/5310/x i s S



O CTO BER 22, 1953 FOUNDRY TRADE JOURNAL 17

Resol ite-bonded cores..

... give better castings

Photographs by courtesy of Messrs: Tangyes Ltd., Smethwick, Birmingham

However intricate, of whatever size, sandcores made with ‘ Resolite ’ 400 
maintain their complete freedom from stickiness, their remarkable stripping and 
knock-out properties. During mixing there is no frictional heat and no drying out 
occurs on the bench; excellent results are obtained with core blowing machinery 
and stoving times are reduced by as much as one half. Smooth, well finished 
‘ Resolite ’ bonded sandcores are progressively increasing output and reducing 
foundry costs.

Foundry managers are invited to write fo r  
fu l l  technical information and trial samples.

A ero  R e s e a r c h  L im ite d
A Ciba Company Duxford Cambridge Telephone: Sawston 187
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T H E Y  C H A N G E D  T O  F U E L  O I L

INSTALLATION COSTS 

PAID FOR IN 7 MONTHS

A large m anufacturer of non-ferrous metal castings found that 
by converting the heating of his bale-out pots to fuel oil firing, 
he achieved a saving o f £5,000 per year on an annual fuel bill o f 
£12,000. Furtherm ore, the £3,000 installation cost paid for itself 
in 7 months.

H ere is another example where conversion to  Esso Fuel Oil has resulted in a considerable 
reduction in fuel costs and a marked increase in operating efficiency. Your installation may 
be particularly  suited for conversion to fuel oil firing. May we arrange for our Technical 
Representative to call and discuss the m atter with you.

//■ p a y s  /o  s a y

E S S O  P E T R O L E U M  C O M P A N Y ,

£sso FUEL OILS

L I M I T E D ,  36 Q U E E N  A N N E ' S  G A T E ,  L O N D O N ,  S . W . l
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‘MOULDRITE ’
PF 422 RESIN BINDER

SIL IC0NE-01L  
MOULD LUBRICANT

RESIN-BASE  
WETTING AGENT

Photograph by courtesy of Gillctt &  Johnston L td ., Croydon

I . e . I .  O F F E R S  U N R I V A L L E D  T E C H N I C A L  S E R V I C E

T h e  m a in te n an c e  fo u n d ry  o f  I .C .I .  has  am assed  v a luab le  

ex p e rien ce  in  th e  o p e ra tio n  o f  th e  S an d -sh e ll p rocess ov er 

a w ide  ran g e  o f  m e ta l casting , a n d  has ca rrie d  o u t  ex 

tensive  rese a rch  o n  shell m o u ld in g . T h e  b en e fit o f  th is  

ex p e rien ce  is free ly  availab le to  all u se rs  o f  th e  I .C .I .  ran g e  

o f  p ro d u c ts  fo r th is  n ew  a n d  ex trem ely  p ro m is in g  casting  

te c h n iq u e  :

*.M ouldrite’ is the registered trade mark o f the thermosetting resins 
manufactured by I.C .I .

p.543
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m

F O U N D R Y  P L A N T
FRO M

‘ FORW ARD’ FOUNDRY SAND RIDDLE
‘ F O R W A R D ’ F O U N D R Y  S A N D  R ID D L E , 5 cons per hour 
capacity. Complete with Tripod and 22in. d ia. sieve. Motorised.

FANS & BLOWERS

MOTOR DRIVEN BLOWERS 400/440/3/50
S IZ E  20 M U L T IV A N E  S T E E L  P L A T E  P R E S S U R E  F A N ,
1.500 c.f.m . against I8 in . W .G . 10 h.p. S.C . Motor, I2 in . in let; 8£in. 
by 3$in. outlet.
S IZ E  15 M U L T IV A N E  S T E E L  P L A T E  P R E S S U R E  F A N ,
2.500 c.f.m. lOin. W .G . 10 h.p. S .C . Motor.

S IZ E  24 M U L T IV A N E  S T E E L  P L A T E  P R E S S U R E  F A N ,
2,820 c.f.m .; 22in. W .G .; 20 h.p. S .C . Motor, inlet I3 in . d ia .; outlet
I2 in . by 4$in.

EXHAUST FANS
S IZ E  I I  P A D D L E  B L A D E , 1,000 c.f.m. against 5 in . W .G . 2 b.h.p. 
S .C . Motor, 8 in . d ia . in le t; outlet 9 in . by 9$in.

S IZ E  15 P A D D L E  B L A D E  F A N , 2,000 c.f.m . against 6 in . W .G . 
5 h.p. S .C . Motor, outlet 9 iin . by 8 in .; inlet 9 in . dia.

FURNACES
T Y P E  K2 C O K E  F IR E D  L IF T  O U T  C R U C IB L E  F U R N A C E ;
w ith Heat Resisting Cast Iron Dome; quick action drop bottom 
arranged with special a ir  distributing belt also acting as preheater for 
a ir ;  M.D. Blowing Fan, 400/3/50. CA PA C ITY  120-200 lbs.

T Y P E  F la  A L U M IN IU M  B A L E  O U T  A N D  H O L D IN G  
F U R N A C E , fabricated of heavy steel plate; Heat Resisting Cast Iron 
Top ; Lined with alumina firebricks and well insulated ; M.D. Blowing 
Fan, 400/3/50. CA PA C ITY  150 to 200 lbs.

GEARED FOUNDRY CRANE LADLES
3-ton; 50-cwt; 2-ton; 30-cwt.; 25-cwt.; 2C-cwt.; I5 :cw t.; 12-cwt.; 
10-cwt.

S T O C K

MOULDING MACHINES
TW O  600-lbs. cap. " C N ”  C O L E M A N - W A L L W O R K  J O L T  
S Q U E E Z E  P A T T E R N  D R A W : lOin. draw ; accommodate 20in. 
sq. boxes or 25in. by I2 in .

TW O  400-lbs. cap. “  H P L .2  ”  J O L T  S Q U E E Z E  S T R A IG H T
D R A W  by B. M. M. pattern draw 9 in .; table 30in. by 21 in .; 4in . 
squeeze.

RD.5 J O L T  S G iU E E Z E  T U R N O V E R  by B.M.M., 1.300-lbs. cap., 
3l^in. between sq. plate and table, 8 in . adjustment, table 48in. by 
30in.

W T562 J O L T  S Q U E E Z E  T U R N O V E R  by C /W A LLW O R K , 
table 35in. by 24 in ., 800-lbs. cap., draw lOyin.
601 R O L L O V E R  J O L T  RAM  P A T T E R N  D R A W  by JA C KM A N , 
take boxes 24in. by 24in ., table 30in. by 24in ., pattern draw lOin.

SHOT BLAST CABINET
C O M B IN E D  S H O T  B L A S T  P L A N T  comprising 4ft. cube 
C A B IN E T  and D U S T  E X T R A C T IO N  C H A M B E R , by ST.
GEO RG E'S ENGINEERS. Broomwade Motor driven A ir  Com
pressor, D .2 I. 80 c.f.m. 100-lbs., 18 h.p. Motor, Starter, A ir  Receiver, 
Exhaust Fan.

CORE BLOWING MACHINE
R2 by C O L E M A N - W A L L W O R K , horizontal type, accommodate 
boxes max. Min. high by I7 in. long by lOin. wide, capacity of sand drum 
400-ibs., with box clamps, etc.

RUMBLING BARREL
H E X A G O N A L  S T E E L  W E L D E D  R U M B L IN G  B A R R E L ,
36in. by 30in. across flats, ^in. plate, 2 Jin . steel turned trunnions, 
countershaft, pulleys and strik ing  gear.

A IR  C O M P R E S S O R S  of all sizes actually in stock ranging from 
5 cu. ft. per min. to 1,000 c.f.m . against 100-lbs. p .s .i. pressure,com
plete with motors, drives, starters, a ir  receivers, etc.

T H O ?  W .  W A R D  L T D
A L B I O N  W O R K S  • S H E F I B E L D
T ELEP HONE:  26311 (22 Lines) • T E L E G R A M S :  "FORWARD.  SHEFFIELD"

LONDON O FFIC E : BRETTENHAM H O U SE • LANCASTER PLACE • STRAND *W.C.2

FF/9
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This crane we want!!
“  I t  m u st s ta n d  up  to  h a rd  w ork  u n d er severe cond itions. 

W e ca n ’t afford  b reakdow ns so it m ust be reliable, an d  also 

easy fo r o u r ow n people to  m ain ta in , and , o f  course , the 

p rice m ust be righ t. N ow  then , is there such a c ra n e ?

“  Y es, we w ou ld  b e  on  a safe w icket w ith C lay ton— their 

range o f  overhead  cranes goes u p  to  ten tons, an d  th a t 

M icro-S peed U n it o f  theirs is the very th ing  fo r o u r foundry . 

As a m a tte r o f  fact I  know  o f  one concern  w hich has over 

200 o f  the ir cranes an d  hoists in  daily  use on  m ost punish ing  

w ork . I  will w rite  fo r  a copy o f  the ir crane ca ta logue an d  

ask  them  to  send the ir local m an ro u n d .”

THE CLAYTON CRANE & HOIST CO. LTD
IR W ELL CHAMBERS EAST : UNION STREET : LIVERPOOL 3
Telephone: CENtral 1141 (4 lines) Telegrams: Claymag, Liverpool

Represented in a ll p rin c ipa l co un trie s

Coing
up
everywhere !
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I"  BRAD 
'’B .B .R '1

-U LPH U R  conte"íohurs " det®,rrn U 2Î . Part "° , n4o/ to 0‘50% .

t e * »  1  ».E.-
P H O S P H O R S  concencs^ Speciflcat,o

ccording to  ,;rcum stances. supPUed
a._ j . r  certain circu ,„ ntents a/e A ï  Manga

„n e  contents oí DcoeCifications o

3 Ä,1 M A H G ^tS t 0/o to 3 u /o 
s 'U C O N norma»y ra0ge the whole range °'
Silicons n° -«elsed °ver î|. Laboratories
to l '5% -  Control is ex gpectrograp \  ent.

-  î g s r J ^ s s ^ — ^ “
Certificates

U Y & f ° ST ?  WORKS 
oV e s t o n  ;k° ff o b d s h ie s

D A R L A S   ._« n a r - ^ i T a
_ _ ^ ~ - « « 5 3 3 ! f t T B A 3 I C  REFINED. "S 

^^ . ^ r fg r D r ^ B .B .R "  BRADLEYS BASIC REFINE 
5ïra3**BISIC REFINED. " B .B .R "  BRADLEYS BASIC REF 
BRADLEYS BASIC REFINED. "B . B . R"  BRADLEYS BASI 

¡ .R" BRADLEYS BASIC REFINED. " B . B . R"  BRADLEYS
■ R A ST cy D-nnPT-Knnn im  ty tym T n . n T r , , r n   ______________ _
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a ‘GR’ SAND FOR E V ER Y  INDUSTRIAL NEED

MOULDING SANDS SILICA SANDS
Y O R K S H I R E

L E V E N S E A T

B R A M C O T E

H E N S A L L

M A N S F I E L D  

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

C H E L F O R D  

K I N G ’S L Y N N  

M IN IM U M  

M A X I M U M

S O M E R F O R O

B A W T R Y

S O U T H P O R T

L E V E N S E A T

★ Particulars o f 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 F F IE L D , 10 Te lep h o n e : S H E F F IE L D  31113

255
D
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P a r t ia l  v i e w  o f  a large,
f u l l y - m e c h a n i s e d

Installation
for the

Preparation of Moulding Sand

O U R  P R O G R A M M E  O F  M A N U F A C T U R E :
Cupolas, forehearths, charging installations, pig iron breakers, moulding sano prepari 
machines, moulding sand and foundry refuse reclaiming plants, conveying units a 
roller paths, continuous mould casting conveyors, vibratory knock-out grates, mouldi 
machines (flaskiess), jolt squeeze and turnover moulding machines, core sand mlxi 
and preparing installations, core moulding machines, core blowing machines, tumbli 
barrels, centrifugal sand blast machines (air-less), sand blast apparatus, cleaning chai 
bers, hydraulic fettling installations, git cutters, compressors and accessories, dt 
removal plants, and so on.

Please write for leaflets, quotations and technical advice, free o f charge.

Representatives for England:
E rn e st  F a irb a irn , L td ., 9 D rapers G ardens, Th ro gm o rto n  A venue , London, E.l
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, LIFTING APPLIANCES,

F E L C O  E Q U I P M E N T  I N C L U D E S  :
Trip le Gear Chain Blocks, Travelling Chain Blocks, Electric Chain Blocks, Friction Hoists, Equaliser

and Adjuster Slings, Lorry Loaders, etc.

F E L C O  HOISTS  LTDA BBEY  7419(3 LINES) —  . FELCO H O IST * PHONE
A BBEY  6714 17 VICTORIA ST., WESTMINSTER, LONDON, S .W .I l o n d o n

ELECTRIC CHAIN BLOCKS

E L E C T R I C ; | C H A I N  
B L O C K  I W I T H  .  
A R T I C U L A T E D  
T R O L L E Y

0  A U T O M A T I C  C O N T R O L  
S W I T C H  C U T S  O F F  A T  
U P P E R  A N D  L O W E R  
L IM IT  O F  T R A V E L

S I L E N T  IN  O P E R A T I O N

C O N T R O L L E D  B Y  
P E N D A N T  C H A I N S

The “ F E L C O ”
range is extensive. 
Send for Catalogue.

E L E C T R I C A L L Y  
O P E R A T E D  M A G N E T I C  
B R A K E
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f f i c i c n c y

> o i l s ,  c r é a n t

. . u , i p r s . c o m p c
“ give low er true c o s t ; quicker 
drying, higher perm eability, less 
gas and obnoxious fum es.”

S T C R N O L  L I M I T E D ,  R O Y A L  L O N D O N  H O U S E ,  F I N S B U R Y  S Q U A R E ,  L O N D O N ,  E . C . t

This b rochure gives vital inform ation on

PROTECTION
for your

Com pressed - Air - Using Plant
T he v ita l im portance o f filtration  in a ir system s is g radually  becom ing 
m ore widely recognised. Y et even today  there is no full realisation of 
the dam age w hich ran  be caused to air-using p lan t and equ ipm ent, 
e ither through insufficient use o f filters or the  neglect of existing filters. 
T h is im p o rtan t brochure contains conclusive evidence 
o f th e  long-term  econom y of fitting  V OKES pipeline 
filters together w ith  inform ation  on th e  care and 
replacem ent of elem ents. Send for your copy today, 
quoting VOKES CATALOGUE SEC TIO N  E  (F .J .) .

V . 74
V O K E S  L I M I T E D  . G U I L D F O R D  . S U R R E Y  Te/. Guildford 62861
Yo kes (C a n a d a ) L td ., T o ro n to  Represented  th ro ughout'the  W o r ld  Y o kes A u s tra lia  P ty ., L td ..S y d n e y

VOKES ¡ia n ze A i oft ic ie n t if t ic  ftiU /u d w n
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P a g e  N o s .
Aabacas Engg. Co., L td. . .  . .  —
Adaptable Moulding Machine Co., L td. — 
Aerograph, The, Co., Ltd. . .  . .  —
Aero Research, Ltd. . .  . .  . .  17
Alar, Ltd. . .  . .  . .  . .  —
Alba Chemicals Co., Ltd. . .  . .  —
Albion Pulverising Co., Ltd. . .  . .  —
Alldays & Onions, L td .................................... —
Aluminium Union, Ltd. . .  . .  —
Anderson-Grice Co., Ltd. . .  . .  —
Andrews «ft P la tt (Engn.), Ltd. . .  —
Anglardia, Ltd. . .  . .  . .  . .  —
Armstrong W hitworth <fc Co. (Metal

Industries), Ltd. . .  . .  . .  —
Armstrong W hitworth & Co. (Pneum atic *

Tools), L td.................................................—
Asea Electric, Ltd. .................................—
Aske, Wm., «ft Co., Ltd. . .  . .  —
Associated Lead M anufacturers, L td . . .  —
Atlas Diesel Co., L td. . .  . .  . .  —
August's, Ltd. . .  . .  . .  . .  30
Austin, E., <fc Sons, Ltd. . .  . .  48
Badische Maschinenfabrik A.-G. . .  ‘24
Bakelite, Ltd. . .  . .  . .  . .  —
Ballard, F. J ., <fc Co., L td ...............................—
Ballinger, L. J . H., Ltd. . .  . .  —
Barnard, II. B., «ft Sons, L td. . .  . .  —
Beakbane, Hy., L td ......................................... —
Beck, II., «ft Son, Ltd. . .  . .  . .  51
Bentley-Layfleld, L td ......................................—
Berk, F . W., «ft Co., Ltd. . .  . .  —
Bier, I., <fe Son (Iron <fc Steel), Ltd. . .  —
Blgwood, J ., «ft Son, Ltd. . .  . .  —
Bilston Stove «ft Steel Truck Co., L td . . . —
Birlec, L td .......................................................... 43
Blackburn & Oliver, Ltd. . .  . .  —
Blythe Colour Works, L td ..............................—
Borax Consolidated, Ltd. . .  . .  —
Bradley «ft Foster, Ltd. . .  . .  . .  22
Brearley, Ralph, Ltd. . .  . .  . .  37
Brlghtslde Foundry & Engineering Co.,

L td ................................................................... —
British Aero Components, L td .. .  . .  —
British Electro Metallurgical Co., L td .. .  2
British Electrical Development Associa

tion ......................................................10
British Foundry Units, Ltd. . .  . .  —
British Industrial Plastics, Ltd. . .  —
British Industries Fair . .  . .  . .  —
British Industrial Sand, Ltd. . .  . .  —
British Insulated Callenders’ Cables, Ltd. —
British Iron <fc Steel Federation . .  521
British Moulding Machine Co., Ltd. . .  1
British Oxygen Co., Ltd. . .  . .  —
British Pigirons, Ltd. . .  . .  . .  —
British Resin Products, Ltd. . .  . .  —
British Ronccray, L td ................................—
British Shotblast «ft Engineering Co., Ltd. 48
British Thomson-Hou8ton Co., Ltd. . .  —
British Tyre «ft Rubber Co., Ltd. . .  —
Bromsgrove Die <fc Tool Co., Ltd. . .  —
Broom «ft W ade, Ltd. . .  . .  . .  54
Burdon Furnaces, L td ................................—
Burtonwood Engineering Co., L td. . .  —
Catalin, L td ...................................................—
Central Manufacturing ift Trading Co.

(Dudley), Ltd. ............................52
Chalmers, E., & Co., L td. . .  . .  —
Chance Bros., Ltd. ............................—
Chapman «ft Smith, Ltd. . .  . .  —
Clayton Crane <fe Hoist Co., Ltd. . .  21
Colien, Geo., Sons «ft Co., L td...................10
Coleman-Wallwork Co., L td ..................... —
Colt Ventilation, Ltd. . • • • —
Consolidated Pneum atic Tool Co., Ltd. — 
Constructional Engineering Co., Ltd. . .  —
Copper Development Association . .  —
Core Oils, Ltd. . .  . .  . .  •- —
Council of Ironfoundry Associations . .  —
Cox, Long (Importers), L td .................. 41
Crooke «ft Co., Ltd. ............................38
Crofts (Engrs.), L td ................................ —
Cumming, Wm., «ft Co., Ltd. . .  . .  40
Cupodel, L td............................................. —
Cuxson, Gerrard «ft Co., L td ................. —
Dallow Lam bert <fc Co., Ltd. . .  . .  —
Davidson <fc Co., L td .............................. —
D.C.M. Metals (Sales), L td ....................—
Diamond Motors (Wolverhampton), Ltd. —
Dowson «ft Mason Gas P lant Co., L td .. .  03
Dunford «ft Elliott, Ltd. . .  . .  63
Durrans, James, «ft Sons, Ltd. . .  . .  53
Electric Furnace Co., Ltd. . .  . .  —
Electromagnets, Ltd. . .  . .  . .  64
Esso Petroleum  Co., Ltd. . .  . .  18
E ther, Ltd. . .  . .  - • . .  52
Every, Hy., <fc Co., Ltd. . .  . .  —
Eyre Smelting Co., L td. . .  . .  60
F . «ft M. Supplies, L td .......................40

P a g e  N o s .

, T h e

Felco Hoists, L td.
Ferguson, James, <fc Sons, Ltd.
Fisher Foundries, L td. . .
Flextol Engineering Co., Ltd.
Fordath Engineering Co., Ltd.
Forrest, II., «ft Sons (Engrs. Pa tte

Makers), L td ................................
Foundry Equipment, Ltd.
Foundry P lan t i t  Machinery, Ltd. 
Foundry Mechanisations (Baillot), L t 
Foundry Services, Ltd. . .  
Foxboro-Yoxall, Ltd.
French, W. T. «ft Sons 
Fullers’ E arth  Union, Ltd,
Gadd, Thos.......................................
Gamma-Rays, Ltd.
General Electric Co., Ltd.
G.H.L. (Painters), L td..................
General Refractories, Ltd.
Glenboig Union Fireclay Co., Ltd. 
Gliksten, J ., «ft Son, Ltd.
Green, Geo., «ft Co.
Grove Painting «ft Decorating Co., Ltc 
Guest, Keen, Baldwins Iron «ft Steel C

Ltd.................................................
G.W.B. Electric Furnaces, Ltd. 
Handling Equipment Co., Ltd. 
Harborough Construction Co., Ltd. 
Hardman, E. Son «fe Co.
Hargraves Bros...............................
Hargreaves eft Gott, Ltd.
Harper, Win., Son «ft Co. (Willenhall

L td ..................................................
Harvey it Longstaffe, Ltd.
Hawkins, W. T., «ft Co...................
Henderson, Chas.
Hepburn Conveyor Co., Ltd. . .
Hey wood, S. H., «ft Co., Ltd.
Higgs Motors, Ltd.
Hill-Jones, Thomas, Ltd.
Hillman, J . «ft A., Ltd.
Hills (West Bromwich), Ltd. . .  
Holman Bros., Ltd.
Humphreys, W. T.
Ilford, L td ........................................
Imperial Chemical Industries, Ltd. 
Incandescent H eat Co., Ltd. 
International Meehanite Metal Co., L 
Jackm an, J . W., «fe Co., Ltd. . .  
Jacks, Wm., «ft Co., Ltd.
Jeffrey, A., «ft Co., Ltd.
Keith-Blackman, Ltd.
King Bros. (Stourbridge), Ltd.
King, John, «ft Co. (Leeds), Ltd.
Kodak, L td.......................................
Lafarge Aluminous Cement Co., Ltd. 
Laidlaw, Drew «ft Co., Ltd.
Lambeth «ft Co. (Liverpool), Ltd. 
Lazarus, Leopold, Ltd.
Leicester, Lovell ife Co., L td. . .  
Lennox Foundry Co., Ltd.
Levy, B., «ft Co. (Patterns), Ltd. 
London i t  Scandinavian Metallurgi

Co., L td .................
Lord, E. S., Ltd.
Luke i t  Spencer, Ltd.
Macdonald, John, «ft Co. (Pneuma

Tools), L td ....................................
Macnab it Co., Ltd.
Madan, Chas. S., «ft Co., Ltd.
Mansfield Standard Sand Co., Ltd. 
Major, Robinson <fe Co., Ltd. . .  
Marco Conveyor «ft Engineering Co., L 
Matthews «ft Yates, Ltd.
Mathison, John, Ltd.
Matterson, L td.................................
May, J . H. ............................
Metalline Cement Co......................
Metalectric Furnaces, Ltd.
Metals i t  Methods, L td .................
Metronie Instrum ent Co., Ltd. . .
Midgley it Son, L td ........................
Mining «ft Chemical Products, Ltd. 
Mitchell’s Emery Wheel Co., Ltd. 
Modern Furnaces «ft Stoves, Ltd. 
Mole, S., <fc Sons (Green Lane Foundr

L td ..................................................
Molineux Foundry Equipm ent, Ltd. 
Mond Nickel Co., Ltd.
Monometer Manufacturing Co., Ltd. 
M onsanto Chemicals, Ltd.
Morgan Crucible Co., Ltd.
Morris, H erbert, Ltd.
Muir, Murray «ft Co., Ltd.
Musgrave «ft Co., Ltd.
Musgrave, Elliott, Ltd. ...
Neville, T. C., «t Sons, Ltd.
New Conveyor Co., Ltd.

60

19

3
33

38

47

48

37
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N itralloy, L td ..................................
Norton Aluminium Products, L td.
N orton Grinding Wheel Co., L td.
Paget Engineering Co. (London),
Palm er Tyre, Ltd.
Pantin , W. «ft C., L td.
Parish, J ., «ft Co...............................
Pascall Engineering Co., Ltd. . .
Passe, J . F ., ift Co.
Paterson Hughes Engineering Co., Lt< 
Pattern  Equipm ent Co. (Leicester), Ltd 
Patterns (Derby) Ltd. . .
Perry, G., «ft Sons, L td. . .
Philips Electrical, L td. . .
Phillips, J . W. «ft C. J ., L td . .
Pickerings. Ltd.
Plckford, Holland i t  Co., L td. .
Pneulec. Ltd.
Pope’s Electric Lamp, Co., Ltd.
Portway, C., «ft Son, Ltd.
Potclays, Ltd.
Premo Pattern  Co., Ltd.
Price, J. 1 ., i t  Co. (Brass «ft Alumlnlu 

Founders), Ltd.
Price, J. T., «ft Co., L td.
Rapid Magnetic Machines, Ltd.
Reavell i t  Co., Ltd.
Refractory Mouldings «ft Castings, Lt< 
Richardson Engineering (B ’ham), Ltd 
Richardson, l t .  J ., «ft Sons, Ltd.
Ridsdale i t  Co., Ltd.
Rigley, Wm., i t  Sons*(Nottingham), Ltd
Riley Stoker Co.. L td ....................
Ropèr, E . A.. & Co., Ltd.
Rothervale M anufacturing Co., Ltd.
Round Oak Steel W orks, L td. . .
Rowland, F. E ., «fe Co., L td.
Rule «ft Moffat 
Rustless Iron Co., Ltd.
Safety Products, Ltd.
Sandvik Steel Band Conveyors, Ltd. 
Sarglnson Bros., Ltd.
St. George’s Engineers, Ltd.
Scottish Foundry Supplies Co. . .
Sheffield Smelting Co., Ltd.
Sheppard «ft Sons, Ltd.
Sinex Engineering Co., Ltd.
Sklenar Furnaces, L td ...................
Slough Metals, Ltd.
Smedley Bros., L td ........................
Smeeton, John A., L td.
Sm ith, Albert, «ft Co.
Sm ith. John (Keighley), Ltd. . .
Smith, W. II., «ft Sons, L td.
Solus-Schall, L td .............................
Spencer «ft Halstead, Ltd.
Spermolin, Ltd.
Stanton Ironworks Co., L td ., The 
Staveley Iron «fe Chemical Co., Ltd.
Steele «ft Cowllshaw. Ltd.
Stein «ft Atkinson, Ltd.
Stein, John G., «ft Co., Ltd.
Sterling Foundry Specialties, Ltd.
Sternol, L td ......................................
Stewart, Colin, Ltd.
Stewart and Gray, Ltd.
S turtevant Engineering Co., Ltd.
Suffolk Iron Foundry (1920), Ltd. 
Swynnerton Red Moulding Sand 
Tallis, E ., «ft Sons, Ltd.
Tangyes, L td ....................................
Teisen, Th. ............................
Thomas, G. «ft R ., L td . . .
Thomson «fe McIntyre . .
Tilghman’s Paten t Sand Blast Co., L 
Turner Machine T00I3, L td.
Tyscley Metal Works, Ltd.
United States Metallic Packing Co., L 
Universal Conveyor Co., L td. . .
Universal Pattern  Co. (London), L td 
Vaughan Crane Co., Ltd.
Vaughans (Hope Works), L td. . .
Vauxhall Motors, Ltd.
Vickers, John, <fc Sons
Vokes, Ltd. ............................
W adkln, L td ....................................
W alker, I. «ft I., L td .......................
W ard, Thos. W ., Ltd.
Waring Bros.....................................
W arner «ft Co., Ltd.
W atsons (Metallurgists), L td. . .
W ebster «ft Co. (Sheffield), Ltd.
Wengers, L td...................................
West Midland Refining Co., Ltd. 
W ilkinson, Bentley «ft Co., L td . . .
W itham , L. A., <fc Co.
Woodward Bros, «ft Copelin, Ltd.
W right <fc P la tt, L td .......................
Wilkinsons Rubber L inatex Co., L td

6

44

42

12

66

41

58

38
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HARMARK
Core

Compounds

A group of cores for machine tool castings. 
Photograph by courtesy o f Messrs. N ew  cast Foundries Ltd.

A complete range of Semi- 
Solids, Semi - Liquids and 
Creams for use with all types 
of Silica Sands

throughout GreatUsed daily 
B ritain in—

STEEL
IRON

NON-FERROUS
AND

LIGHT ALLOY 
FOUNDRIES

H A RM A RK  CORE COMPOUNDS A R E 
GUARANTEED TO FU L F IL  YOUR 
REQUIREM ENTS FOR
•  H IG H , M EDIUM  OR LOW  GREEN

AND DRY STRENGTHS
•  CONSISTENCY IN  QUALITY
•  ECONOMY
•  LOW GAS CONTENT
•  EASY KNOCK-OUT
•  GOOD CASTING SKIN

L et us help solve your core production 
problem s— Technical advice by re tu rn —

Send for In fo rm ation  Leaflet No. 7
Free samples and prices on request

 * --------

Also manufacturers of 
CORE OILS - CEREAL
BINDERS - SYNTHETIC

RESIN BINDERS

HARBOROUGII CONSTRUCTION CO. LTD
M A R K E T  H A R B O R O U G H

L E I C E S T E R S H I R E  t e l .  m a r k e t  h a r b o r o u g h  215«
Sole Export Agents :—
FO UN DRY SUPPLIERS LTD ., 25A CO CKSPU R STREET, LO N D O N , S .W .I . T e l.z T R A W g a r i u i -2
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WITH WHICH IS in c o h po h atc d  TH E IR O N  A N D  S T E E L  TR A D ES  JO U R N A L

The FO U N D RY TRA D E JO U RN A L is the Official Organ of the 
following :—

I N S T I T U T E  O F  B R I T IS H  F O U N D R Y M E N
P R ESID EN T : E . Longden, M .I.M e ch .E ., I I ,  W elton Avenue,

Didsbury Park, Manchester, 20.
Secretary : T .  M akem son, M .B .E ., Saint John Street Chambers, 

Deansgate, Manchester, 3. 'Phone and ’Grams : Blackfriars 6178.
BRANCHES

Birmingham, Coventry and West Midlands : A . R. B. Gameson, Gaia 
C roft, Gaia Lane, Lichfield, Staffs. Bristol and West of England :
G . W . Brown, 51, W estbury Road, Bristo l. £. Midlands : S. A . Horton, 
163, Morley Road, Chaddesdon, Derby. Lancs: F. W . Nield, 114, 
Clarksfield Road, Oldham. Lincs. : D r. E. R. W alter, The Technical 
College, Lincoln. London : W . G . Mochrie, Tyseley Metal W orks, 
Limited, Balfour House, Finsbury Pavement, London, E .C .2 . Newcastle- 
upon-Tyne : F. Robinson, S ir W . G . Armstrong, W hitworth & Co. 
(Ironfounders), Ltd ., Close W orks, Gateshead. Scottish : J . Bell, 60, 
St. Enoch Square, Glasgow. Sheffield: J. H. Pearce, 31, Causeway 
Head Road, Dore, Sheffield. Tees-s'idc : F. Shepherd, Head, Wrightson 
& C o ., Ltd ., Teesdale Iron W orks, Thornaby-on-Tees. Wales and 
Monmouth : A . S. W a ll, 14, Palace Avenue, Llandaff, Cardiff. W est 
Riding o f Yorkshire : H . W . Griffiths, 46, Peckover D rive, Thornbury, 
Bradford. South Africa : H. J . G . Goyns S .E .I.F .S .A ., Barclays Bank 
Buildings, C r . Commissioner and Harrison Street, Johannesburg.

SECTIONS
Burnley : H. J . W . Cox, "  Mossbank,”  W hallcy Road. Great Harwood, 

Lancs. Cape Town: W . A . McLaren, P .O ., B o x2230, Cape Town. East Anglia: 
L. W . Sanders, Lake and Elliot, Limited. Braintree, Essex. Falkirk : A . 
Bulloch, Jones & Campbell, Limited, Torwood Foundry, Larbert, Stirling
shire. Scottish-North Eastern : R. Leeks, Alexander Shanks & Son, Limited, 
Arbroath. Slough : P. Hoesli, Light Production C o ,. Ltd ., Slough, Bucks. 
West Wales : C . G . Jenkins, “  High W inds,”  26, Townhill Road, Skelty, 
Swansea. Southampton : D r. O . P. E inerl, F.I.M ., John I. Thornycroft 
and Co ., Ltd ., W oolston, Southampton.

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 . Sum m erso n , Summcrson’s Foundries Limited 

Albert H ill Foundry, Darlington, Co . Durham. Secretary : Robert 
B a rb e r , A .C .I .S . ,  Broomgrove Lodge, 13, Broomgrove Road, Sheffield 
10. ’Phone and 'Grams : 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 loyd , B .A ., F. H . Lloyd & C o ., Ltd. Director : 

J .  F . B . Jackso n , B .S c ., A .R .I .C . ,  F .I .M . Secretory: Robert B a rb e r, 
A .C .I .S . ,  Broomgrove Lodge, 13, Broomgrove Road, Sheffield, 10. 
’Phone and 'Grams : 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 arsland , Newman, Htndcr & Company, Limited, 
W oodchester, G los. Secretaries : H eathcote  & Co lem an , 69,
Harborne Road, Edgbaston, Birmingham, 15. 'Phone: EDGbaston 4141. 
’Grams : “ C la r ify ,”  Birmingham, 15.

L IG 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 ee , M .B .E ., W h .E x .,  M .I.M ech .E .

Secretary : E r ic . L . H eath co te , 69, Harborne Road, Edgbaston, B ir
mingham, 15. ’Phone: EDGbaston 4141. ‘G ram s: “ C la rify ,”  B ir
mingham, 15.

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

President : F ran k  W e b ste r, August’s Limited, Exmoor Street,
Halifax. Secretaries : Peat, M arw ick , M itche ll & Com pany,
94/98, Petty France, London, S .W .I. ’Phone : Abbey 7515. 'Grams : 
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IN S T IT U T E  O F  V IT R E O U S  E N A M E L L E R S
President : D r . H aro ld  H a r t le y , C .B .E . ,  D .S c ., H o n .M .I.G a s  E ., 

Radiation Limited, 7, Stratford Place, London, W .l .  Chairman : S . 
H a llsw o rth , Prince Enamel and Metal W orks, Limited, Marsh Side, 
W orkington, Cumberland. Secretaries : John  G ardom  & Com pany, 
Ripley, Derbyshire. 'Phone : Ripley 136.
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Chairman : N . P. N ew m an , Newman, Hender and Company,
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Secretary : J .  W . B u tle r , Crusader House, 14, Pall Mall, London, S .W .I. 
’ Phone: W hitehall 7941.

Participating Associations : British Cast Iron Research Association
(affiliated) ; Institute of British Foundrymen (affiliated) ; and the 
following :—

Automobile Ironfounders’ Association.— Secretaries : Heathcote and
Coleman, 69, Harborne Road, Edgbaston, Birmingham, 15. ’Phone : 
EDGbaston 4141. ’G ram s: "  C la rify ,”  Birmingham, 15.

British Ironfounders’ Association and British Bath Manufacturers' 
Association.— Director and Secretary : J . Galbraith Sneddon, C .A .,
145, St. Vincent Street, Glasgow, C.2 . 'Phone : Central 2891 ;
'Grams : “  Groundwork ”  Glasgow.

British Grit Association.— Secretary : J . Campbell MacGregor, 10, Bank 
Street, A ird rie , Lanarkshire.

British Malleable Tube Fittings Association.— Secretary : F. B. Ridgwcll, 
196, Shaftesbury Avenue, London, W .C .2 . ’Phone : Temple Bar 6052-3 ; 
’Grams : "  Brim atufia,”  London.

Cost Iron Chair Association.— Secretaries : Peat. Marwick, Mitchell
& C o ., The Cast Iron Chair Association, Queen’s Square, Middlesbrough, 
Yorkshire.

Cast Iron Axlebox Association and National Ingot Mould Association.—  
Secretaries : Peat, Marwick, Mitchell & Company, 301, Glossop Road, 
Sheffield. ’Phone and ’Grams : Broomhill 63031.

Cast Iron, Heating, Boiler and Radiator Manufacturers’ Association.— 
Secretary : Stanley Henderson, 69, Cannon Street, London, E .C .4 . 
’Phone : C ity  4444.

Cast Iron Pipe Association.— Secretary : T . C lark , Crusader House, 
14. Pall Mall, London, S .W .I. ’Phone : W hitehall 7941.

Cost Iron Segment Association.— Secretary : H. A . D. Acland, 5, V ictoria 
Street, Lo n do n ,S .W .I. ’Phone: Abbey 1394.

Greensand Pipe Founders’ Association.— Secretaries : McClure Naismith 
Brodie & Company, 77, St. Vincent Street, Glasgow, C .2 . ’Phone : 
Glasgow 9476 ; ’Grams : “  Lycidasm”  Glasgow.

Nationol Association o f Malleable Ironfounders.— Secretary : Miss L.
Verity, Chamber of Commerce Offices, Tudor House, Bridge Street, 
W alsa ll. ’Phone : W alsall 5671.

IR O N F O U N D E R S ’ N A T IO N A L  C O N F E D E R A T IO N
Chairman : D . G rah am  B isse t, Enfield Foundry C o ., Ltd ., Waltham 

Cross. Director : R . Forbes B a ird , 117, Church Lane, Handsworth 
W ood, Birmingham, 20. ’Phone : Northern 0343 & 0037 ; 'Grams : 
"  Irocast,”  Birmingham.

LO CA L BRANCH ASSOCIATIONS 
East and West Ridings.— Secretary: O . Gibson, O liver Gibson & Sons, 

Ltd ., Leeds. ’Phone : Leeds 21226. London, Home and Eastern 
Counties.— Secretary: A . L. Nadin, Cooper Roller Bearing C o ., Ltd . 
King’s Lynn, Norfolk. ’Phone: King's Lynn 2500. Midlands.— Secretary: 
R. Forbes Baird, 117, Church Lane, Birmingham, 20. 'Phone: 
Northern 0037 & 0343. North Midland.— Secretary: Chas. J. Stone, 
Manlove A llio tt & C o ., Ltd ., Bloomsgrove W orks, Nottingham. 'Phone: 
Nottingham 73084 or 75127. North Western.— Secretary: H. G ott, North 
Foundries, Ltd ., Lansdowne Road, Monton, Eccles. ’Phone: Eccles 
3545. Scottish.— Secretary: A llan F. Ure, Allan Ure, Ltd ., Keppochhill, 
Glasgow. ’ Phone: Glasgow, DougJas264l.
N A T IO N A L  IR O N F O U N D IN G  E M P L O Y E R S ’ F E D E R A T IO N

President: T .  L e e , Henry Hollindrake & Son, Limited, Prince 
Street, Stockport. Secretaries: M ann, Judd & C o ., 8, Fredericks 
Place, Old Jew ry, London, E .C .2 . 'Phone: Metropolitan 8613; 
'Gram s: "  Manjudca Phone,”  London.

LO C A L ASSOCIATIONS 
Cardiff and District Founders’ Association.— Secretary: G. M orris, 12, 

W est Bute Street, Docks, Cardiff. ’Phone: Cardiff 22846.
Leeds and District Ironfounders’ Association.— Secretary: F. H. Foster,

H. J. G ill & Co. (Leeds), L td ., 194, Cardigan Road, Leeds, 6. 'Phone: 
52020.

Leicester end District Ironfounders’ Employers' Association.— Secretary: 
C . S. Bishop, 8, New Street, Leicester. ’ Phone: Granby 511.

Liverpool and District Ironfounders’ Association.— Secretary: J . S. Hassal 
16/18, Hackins Hey, Liverpool. 2. 'Phone: Central 10114.

Manchester and District Ironfounders’ Employers’ Association.— Secre
taries: Webb, Hanson, Bullivant & C o ., 90, Deansgate, Manchester 
'Phone : Blackfriars 8367; ’Grams: “  Sound," Manchester.

Midland Ironfounders’ Association.— Secretary: R. Forbes Baird, 117, 
Church Lane, Handsworth Wood, Birmingham, 20. 'Phone: Northern 
0343. ’Gram s: "Jace lace ,"  Birmingham.

Monmouthshire Founders’ Association.—  Secretary: I. J . Smith,
Tredegar Foundry, Newport, Mon. 'Phone: Newport 4275;
‘Gram s: "  Rogerwinch,”  Newport.

North o f England Ironfounders' Association.— Secretaries: Mann, Judd 
Gordon & C o ., 61, Westgate Road. Newcastle-upon-Tyne. 'Phone: 
Newcastle 20836; 'Gram s: ”  Mannca,”  Newcastle.

North Staffordshire Ironfounders’ Association.— Secretary, J . H. L. 
Beech Bourner, Bullock & C o ., Federation House, Station Road, 
Stoke-on-Trent. ’Phone: Stoke-on-Trent 44245,

Scottish Ironfounders' Association.— Secretaries: Mann, Judd, Gordon 
& C o ., 142, St. Vincent Street, Glasgow, C . l .  'Phone: Central 2857; 
'Gram s: ”  Mannca," Glasgow.

Sheffield and District Ironfounders' Association.— Secretary: T . Goddard. 
Mander, 59, Clarkhouse Road, Sheffield, 10. 'Phone: Sheffield 60047; 
’Gram s: ”  Emplofedra,”  Sheffield.

South o f England Ironfounders’ Association —  Secretaries: Mann,
Judd & C o ., 8, Fredericks Place, Old Jew ry, London, E .C .2 . 'Phone 
METropolitan £613. 'Gram s: “  Manjudca Phone,”  London.

Welsh Engineers’ and Founders’ Association.—Secretary: W . D . M. 
Davis, I ,  St. James Gardens, Swansea. ’Phone: Swansea 59166; 
'Gram s: “  Iron ,”  Swansea.

West of England Ironfounders’ Association.— Secretaries: Mann, Judd 
& C o ., 8, Fredericks Place, Old Jewry, London, E .C .2 . ’Phone: 
METropolitan 8613; 'Gram s: “  Manjudca, Phone,”  London.

West Riding Ironfounders’ Association.— Secretary: C . D . Buckle, 
13, Cheapside, Bradford. ’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
Alvechurch, Birmingham. ’ Phone and ’Gram s: Redditch 71.
Scottish Laboratories.— Blantyre Industrial Estate, Blantyre, Lanark

shire. 'Phone 486.
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Specia lists in Modern 
Foundry Mechanisation

HALIFAX ENGLAND,
Telephone: Halifax 6 )247 /8 /9  
Telegrams: A ugust H a lifa x .

So/e Licensees 
and Manufac
turers for 
British Empire 
(excluding  
Canada) o f the 
Simpson Sand 
M ixer.

W ithout the elaborate secrecy and the great hush-hush policy of 
motor magnates, foundry engineers can effectively borrow their 
strongest selling features.
Speed; smooth, silent power; efficiency; economy. In their own 

• specialised field, August’s have revolutionised foundry practice, 
proving, as in all great concepts, applied sim plicity (scientific 
sim plicity) is a perfect parallel to the astonishing developments seen 
in the world of motoring.

N ot showing at E a r l’s C o u rt but in daily dem onstration in 
countless foundries w here efficiency is param ount.

A N  A L O G  \ E S -F O U N D R Y
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A Master Patternmakers’ Association ?
Patternm aking as an external service to the 

foundry industry is becoming of ever-increasing im 
portance, yet as a  trade it is wholly inarticulate, for 
it possesses no employers’ association. Such a body 
could have been of considerable use during the 
recent war in an advisory capacity to the Tim ber 
Control, and thereby have deflected some of the 
quality woods to where they were an essential factor 
in the production of m unitions. A fter the war, there 
was a revision of the specification for pattern colours; 
this was done w ithout any co-operation from  a 
patternm aking em ployers’ organization.

In  Sweden, a proposal for the classification of 
castings has been draw n up, so as to facilitate the 
intelligent provision of patterns. The document 
issued first outlines the general conditions governing 
the design of patterns, followed by m anufacturing 
details for four different classes of wooden patterns. 
Class I comprises simple patterns for a  one-off job 
or only a few castings. Class II is intended “ for 
ordinary patterns upon which one does not put too 
great a dem and.” Classes III and IV  are destined to 
include patterns of the very best construction made 
with good wood and with metal reinforcements. 
The classification is eventually to be enlarged with 
Classes V, VI, etc., which will include m etal pat
terns. In the Swedish article,* from which we have 
quoted, there is a footnote which cites that similar 
standards have been established in Belgium, France,

f Gjuter ie t  43 (1953) No. 9.

Norw ay, Germ any, and Austria. The existence in 
this country of such a classification as has been 
established in so m any others would minimize mis
understandings and possibly go fa r to reduce unin
tentional price cutting and disappointed customers.

The above gives som e indication of the uses to 
which a patternm akers em ployers’ association can 
be put, but they are by no m eans exhaustive. F or 
instance, there is the question of education and 
apprentice training. The form ation of an em 
ployers’ association would perm it proper representa
tion on the various education authorities, both 
national and local. Again, there is the vexed ques
tion of unified conditions of sale, into which enter 
such factors as insurance, w arranty, and so forth. 
Yet the greatest value o f em ployer co-operation is 
the im ponderable one of the friendships which are 
formed. This is probably the most im portant aspect, 
as the inform ation, whether com m ercial o r technical, 
gained from  friends can often be turned into profit
able channels. It will not be easy to operate an 
organization of m aster patternm akers, for there are 
but few really large concerns and, to-day, travelling 
expenses are high. M oreover, the trade is widely 
dispersed. Y et a quite small organization plus an 
annual congress at some pleasant centre should go 
far towards filling the present void in the scheme 
of foundry em ployer organizations. This J o u r n a l  
would give all possible help in the initial stages, 
should there be any real desire fo r such co-operation.
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Dr. A. B. Everest H onoured
As already briefly announced in the 1o u r , n a l ,  at the 

International Foundry Congress held in Paris last month, 
D r. A. B. Everest, junior vice-president of the Institute 
o f British Foundrymen, was awarded the gold medal of 
the Association Technique dc Fonderie for his services 
in the development of high-duty and alloy cast irons, 
and in particular, recognition of his contributions to the 
French Association. An illustration of the award is 
now available. Since 1939, Dr. Everest has presented 
five papers to the A.T.F. and o ther associated French 
bodies, and has contributed to the discussions at several 
meetings of engineers and foundrymen in France. It is 
now 25 years since Dr. Everest first gave a paper on 
nickel cast iron to an international foundry congress (at 
Barcelona in 1928). He is, incidentally, the second 
Englishman to be awarded the Gold M edal o f the A.T.F.

Simplifying Foundry Operations
Ashorne H ill Conference, November 25 to 27

A conference on “ Simplifying Foundry Operations,” 
organized by the British Cast Iron Research Association 
in conjunction with the Council o f Ironfoundry Asso
ciations, will be held from Wednesday afternoon, 
N ovem ber 25, to  Friday afternoon, November 27, at 
Ashorne Hill, near Leamington Spa. This conference 
is in some sense an extension o f the one on foundry 
economy held last year, but is concerned with economy 
in hum an effort ra ther than economy in raw  materials. 
Its aim is to dem onstrate in practical terms improve
ments which can be achieved by a careful analysis of 
foundry operations. Such improvements are not neces
sarily dependent on large-scale expenditure on equip
ment and may frequently be made w ithout any addi
tional outlay. In  fact, the intrinsic idea in work 
simplification is the ability to look a t a fam iliar job 
from  a new angle, and there is room for its applica
tion  in the smallest as in the largest foundry. On this 
occasion, therefore, the Association is primarily anxious 
to  attract the attendance of principals of member-firms 
o r responsible executives, those who are in a position 
to carry ou t o r recommend the adoption of new 
methods.

T he total attendance a t the conference is limited to 
120 persons. Rooms will be allocated in order of 
application, the closing date for which will be Novem
ber 6, or earlier if the accom modation is fully taken 
up. Application forms (obtainable from the B.C.I.R.A. 
headquarters a t Alvechurch, near Birmingham) should 
therefore, be completed and returned to the Associa
tion as early as possible, together with the conference 
fee, which is £1 5s. Od. per person.

Metal-sampling Developm ent
The British Steel Castings Research Association 

announces the successful development of a rotary metal- 
sampling device that should have an im portant bear
ing upon productivity, no t only in steel foundries, but 
in many iron foundries.

The device, which is based upon a design of the late 
Mr. S. Westberg, o f Rotherham , enables furnace samples 
of steel or other molten metals to be produced in finely 
granulated o r divided form directly from the liquid 
state and without the necessity for drilling operations. 
This is achieved by pouring the liquid sample on to  a 
rotating copper disc, which centrifugally disperses the 
metal upon the internq) periphery of a surrounding metal 
bowl. I t is necessary to prevent oxidation of the metal 
during the sampling operation, and this is conveniently 
achieved by providing a high-purity nitrogen or inert- 
gas atm osphere in the dispersion cavity of the machine. 
The gas is admitted through a chambered cover-plate, 
as shown in Fig. 1.

Extended field trials upon the Westberg sampling de
vice in its developed form  have demonstrated that the 
m ethod possesses the necessary degree of reliability 
and that there is correlation between analyses performed 
upon orthodo^ drilled samples and those taken using the 
new device, hot only in respect of the norm al elements 
—carbon, manganese, silicon, phosphorus, sulphur—but 
also in respect of nickel, chromium, molybdenum, and 
tungsten, over a relatively wide range. These field trials 
have been conducted by the British Steel Castings Re
search Association in conjunction with Westberg D e
velopments, Limited, of Rotherham , England, who are 
now manufacturing and marketing the equipment under 
patents pending in the U nited Kingdom and oversea.

I.V.E. Section Notes
The M idland section of the Institute of Vitreous 

Enamellers has organized a dinner and theatre party 
to be held at the Station Hotel and Hippodrom e 
Theatre, Dudley, on Friday, November 20, dinner 
commencing at 6.15 p.m. Tickets for the double feature 
are 17s. each (theatre only 8s.) and as early booking is 
essential, applications for tickets should be sent im
mediately to Mr. D. Sleath, c /o  Borax Consolidated, 
Limited, 87/89, Edmund Street, Birmingham, 3.
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Quantity Production o f  M alleable Castings*
By H. Hayden

T h is  paper is no t in tended  to  give a concise and  com prehensive  survey  o f  the production  o f  m alleable  
castings, b u t ra ther to refer to  som e aspects w hich  have been a ffec ted  by  q u an tity  production . The m ain  
fea tu res  in vo lved  are design, deve lopm en ts  and  con tro ls, all o f  w hich  h ave  considerable in fluence on  
increasing production  and  reducing the risk o f  w asters. T he  experiences described are all in connection  
w ith  the production  o f  m alleable castings, bu t it does n o t necessarily m ean  they are con fined  to  that 
particu lar sphere o f  th e  fo u n d in g  industry , in fa c t practically the w hole o f  w hat is recorded can be applied  
to  fe r ro u s  a n d  no n -ferro u s production , a n d  it  is h o p ed  tha t so m e  o f  the exam ples m ay be o f  value in

all branches o f  the fo u n d ry  industry.

According to the English dictionary, the words 
“quantity  production” means the production of 
som ething in considerable amounts. It can be 
assumed, therefore, when speaking of quantity p ro
duction, rapid production, mass production, p ro
duction m oulding o r repetition moulding, that all 
are m ore or less one and the same thing. Over a 
long period, industries have developed end products 
which are of a repetitive nature, facilitated by the 
mass production of com ponents which in turn has 
dem anded from  the foundry, techniques now show
ing a wide deviation from  traditional methods.

The journeym an m oulder, with his individual 
craftsm anship serving the industry so successfully 
in the past, has been superseded by technicians 
em ploying engineering skills who now make is pos
sible for the production of moulds at ever- 
increasing speeds by semi-skilled and “green” 
labour. Such things a blow-bellows have been re
placed by com pressed-air guns, and perm anent 
fixtures on pattern  plates have now taken the 
place of tubes fo r form ing downgates. The points 
mentioned are perhaps rather insignificant in them 
selves, bu t there are m any other examples which 
could be described and it is by this improved techni
que and greater use of machines that this change 
has been wrought.

Design
W ith the type of labour employed and the high 

speed of production, it is more im portant than ever

* Paper read before the East Midlands branch of the 
Institute of British Foundrymen, Mr. J . Hill presiding.

F ig . 1.— Two Designs o f Malleable Hub Castings which 
present no Moulding Difficulties.

that founders educate still further the consumers of 
castings in the necessity for designs to be modified 
to assist m oulding technique, w ithout m aterially 
impairing the technical and practical value of the 
part. Certainly, present-day liaison between 
designer and producer exists in varying degrees. 
Careful investigation while developm ent is in p ro
gress on the drawing board, opens a way to trem en
dous possibilities. Experience has revealed that 
there is a far greater chance of a m ajor change in 
design of a part a t that stage than after the working 
drawing has been finished-and printed. A t this 
point there is afforded the designer—draughtsm an 
a much greater opportunity for incorporating an 
alteration. The inclusion of modifications put 
forw ard from  a foundry viewpoint not only help to 
achieve the high standard of accuracy dem anded 
by consumers on present-day production, and en
able them  to  jig m achine castings, bu t production 
can be increased, waste decreased and costs reduced, 
which is no small contribution to the national 
effort towards recovery of stability.

The illustrations (Figs. 1 to 4) presented and 
com m ented upon show four different types of hubs 
used on present day transport vehicles and show 
how the design of a casting can have a direct in
fluence on its application to a fast m oulding 
machine, the speed of production, and material and 
labour costs.

Fig. 1 shows two plain designs of hub casting 
which present little difficulty in producing moulds 
quickly from  a m oulding machine. In each instance, 
the joint line of the m ould is m ade on the flange 
face and a centre core is used for forming the

F ig . 2.— H ub Castings o f Increased Design Complexity 
and, hence, Difficulty in Moulding.
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Fig. 4.— Cast Plate Pattern for a Shock-absorber, the 
Original Design o f which needed Modification to 
be suitable for Mass Production.

interior bores and ball-race landings. A n analysis 
of the m oulding-m achine operations would follow 
a norm al course.

Taking the hub on the right-hand side (Fig. 2) 
as an example, the m ethod employed fo r m ould
ing would be as shown in Fig 3, with the use of a 
loose piece and a cover core. The joint of the 
loose piece can be seen where the ribs join the 
main profile.

In order to produce this type of hub, three 
extra operations are required in excess of the nor
mal procedure, two of which, it could be said, are 
a reversion to  hand-m oulding practice. W ith a 
m ajor change in design, however, the loose piece 
and cover core could be dispensed with, and the 
production rate would be com parable with that 
o f the plain type. The elimination of cores and 
loose pieces has a direct bearing on the economics 
of any job, but the point to be emphasized is the 
necessity fo r ease of producing a m ould from  a 
moulding machine. I t will readily be noted that 
the design of the casting has a decided influence 
on the ultim ate hourly rate  of production.

Fig. 4, showing a shock-absorber bracket, 
illustrates yet another vagary of the designer who 
had decided that the m ould joint would be made 
through the centre-line of the casting. As can be 
seen, it would have been necessary to  core-out the 
rectangular looking inside recess between the two 
ribs and the inside diameter. This m atter was 
fully discussed at the draw ing-board stage and 
resulted in an agreem ent to suggested modifica
tions on boss design which facilitated the produc
tion of a cast plate pattern, with the irregular 
joint line, as shown, and all coring was therefore 
eliminated.

Developments
In the autom obile and engineering factories of 

this country and the U nited States, a vast am ount 
of time and expense is devoted to the preparation 
of prototype vehicles and machines. Personnel 
are employed to develop new projects and to  
study and improve on existing techniques. Similar 
departm ents have now inevitably found their way 
into the foundry industry. W hat it is intended to 
stress, however, is the necessity here for establish
ing actual experim ental production conditions and 
proving m ethods and the institution of production 
aids.

T o  produce a m alleable casting from  a loose 
pattern is, and always will be, an art. The casting 
resulting from  hand-m oulding m ethods will, of 
course, show dimensional variations, with cleanli
ness and size of runners and feeders depending

F ig . 5.— (left) Feeder Head, the Pattern for which was 
an Integral Part o f the Casting Pattern and (right) 
a Hand-cut Head fo r  the Same Casting.

F ig . 3.— Pattern Set-up fo r  Production M oulding o f the 
R.H.S. Casting in Fig. 2.
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F i g .  6 .— Pal tem plate having its Edges protected by
Steel Strips inserted flush with the Face; the one F i g .  9 .— Use o f Rubber Washers on M ould  Assem bly  
in the Front has been removed to show the p ms ¡a prevent them binding.
Construction.

largely on the hum an element. This latter point 
is a very im portant factor, for insufficiency of 
feeding m etal results in a porous casting, and an 
excess represents not only so m uch waste metal 
but seriously affects costs.

W hen small num bers of castings are produced 
by hand-m oulding methods, there is a tendency 
for feeding m etal to  be used in excess of the 
optim um  am ount, as a precautionary measure to 
ensure a  sound casting. W ith quantity produc
tion of m alleable castings, the same skill and 
knowledge is required although it is applied in a 
different and m ore scientific manner. The 
resultant casting from  a mould produced on a 
m achine shows m ore dimensional accuracy and 
is made with integral runners and feeders, which 
rem ain constant and are evolved through experi
m enting with the m inim um  am ount of feeding 
m etal consistent with freedom  from  porosity. Fig. 
5 illustrates a hand-cut feeder on the right and a 
feeder integral with the pattern on the left, both 
fo r the same job.

New pattern  equipm ent should be tried out for 
initial approval and not be released for production 
until it is established that it is satisfactory from  a 
dimensional point o f view. Though only m inor 
faults exist, it is essential that these be removed 
to  prevent loss of production and waster castings, 
for—to  paraphrase a very fam ous saying of the 
Prim e M inister— such a few men can make such 
a lo t of waste in such a short time.

Services
T he potential ou tput of all moulding machines 

depends to a large extent on the supply services. 
In  wartim e, if the supply line of an arm y is in
terrupted, the advance is slowed down; so it is 
with moulding machines, if they are not con
stantly supplied with boxes, sand and cores, pro
duction is retarded. A fter all, if one gives a little 
thought as to  the introduction of mechanical aids 
in to  the foundry, w hat does it accom plish? The 
conclusions must inevitably resolve the answer to

F i g .  7 .— Use o f Inserts as a Combination o f Core 
Carrier and part o f the Corebox for a Brake-shoe 
Casting.

F i g .  8 .— Modification to the Squeeze-head Board o f a 
M oulding Machine to incorporate Runner Caps, 
Flow-offs and Projections to ensure Even Ramming.
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pari is in contact with the patternplate. In order 
to increase, the life of the plate, recesses are 
m achined in it to receive steel inserts which can 
be replaced very speedily when wear of them 
begins to have an effect on production. W hat 
actually happens, then, is that the box parts of 
the two halt moulds when assembled m eet edge to 
edge, but the sand faces are separated by the 
am ount of wear on the patternplate. The dangers 
are burst moulds and castings which show 
“flash” on the joint of a thickness equal to the 
am ount of wear. Fig. 6 shows a steel insert 
removed from  the recess.

Fig. 7 shows the use of inserts as a com bination 
of core carrier and p art of the corebox. The 
illustration shows a core, corebox and inserts for 
a brake-shoe casting. A  portion of the core re
quires supporting in the “green” state and time 
taken in removing an orthodox loose piece and 
in its substitution by a core carrier is saved.

Fig. 8 indicates how  by the inclusion of pieces to 
form  runner caps and flow-offs on squeeze-head 
boards, very little finishing o f the mould has to be 
done after closing. M oreover, projecting pieces 
can be prepared and m ounted on  a  board in order 
to obviate any soft-ram m ed areas in the mould 
which m ay be prevalent if a plain flat board  be 
used.

Fig. 9 shows the use o f rubber washers on 
mould assembly pins to  prevent binding and  to  
perm it easy removal.

Fig. 10 shows how a com pressed-air gun has been 
fitted with a scraper, which is used sim ultaneously 
with blowing to rem ove sand from  a  patternplate.

P attern  Equipm ent
It cannot be stressed too strongly tha t a  first-class 

patternshop or the availability o f pattern  equip
m ent of the highest standard  is an essential for 
rapid production moulding. A nother im portant 
asset is a  really sm ooth polished finish on all pat

terns, which can be obtained by 
the use of w orn emery cloth and 
a little machine oil. N ot only 
does it m aintain accuracy, but it 
prevents the production of 
faulty moulds from  moulding 
machines. In m any cases for 
small work it is hardiy worth the 
time to patch a dam aged m ould, 
as it slows production, upsets 
rhythm, and another mould can 
be produced just as quickly.

Any pattern alteration due to 
slight design modifications or 
dimensional adjustm ents m ust 
be a high-grade job. Second- 
rate or patched-up jobs in this 
category will cause trouble 
through machine vibration, or 
sand working into the joints.

F ig . 11.— View o f a Traditional- 
type o f Coreshop engaged on 
Small Bench-type Work.

F ig . 10.— Scraper Attachm ent to a Compressed A ir Gun, 
fo r Removing Sand from  a Patternplate before 
making a M ould.

be service by the transportation of (1), moulds to 
m etal; (2), m etal to  m oulds; and (3), m aterial to 
operators.

T o achieve m axim um  output, a m oulding 
m achine and operator should be em ployed pro
ducing moulds for a  reasonable percentage of 
their w orking hours. The old custom  of opera
tors pouring their own m oulds, no t only has its 
effect on their physical condition, but moulding 
time is lost. It is found advisable, whenever 
possible, to  restrict each moulding m achine to  one 
particular box size, with a minimum of pattern 
changes per day and to have spare operators 
trained and available in case of sickness and 
absenteeism.

Simple Aids
The following simple introductions can help in 

m any ways to  reduce costs and increase output. 
Steel, iron o r alum inium  patternplates are in 
general use. and with the continual jolting action 
it is inevitable tha t wear takes place where the box



O CTO BER 22, 1953 FOUNDRY TRADE JOURNAL 503

The construction and finish of runners and feeders 
should be treated on similar lines as the pattern 
and executed with equal seriousness.

T he expansion o f m ould-production rates has 
m eant that the coreshop has had to match up with 
the dem ands of the foundry. Figs. 11 and 12 show 
the once-fam iliar hand  bench section of a coreshop 
which is now being equipped with bench-type core
blowers. Cores, small and tedious to make on the 
bench are now very simple and easy propositions 
and can be blown in a m atter of seconds.

Inspection of Cores
All cores before being supplied to  the foundry 

should be trim m ed, inspected and gauged. A con
siderable am ount o f moulding time is saved by 
serving the m oulder with cores which only require 
placing in the m ould, and Fig. 13 illustrates a jig 
fo r checking and  trim m ing a worm-case core.

Controls
D ue to the abrasive action of sand and the con

tinual pounding and vibration o f certain equipment, 
and to prevent castings being rejected by dam age 
resulting, it is essential to m ake periodic checks 
a t fairly frequent intervals. Some typical examples 
o f defective m oulding equipm ent a r e :— (1) Pattern 
offset; (2) w orn plate pins; (3) faulty assembly pins; 
(4) w orn pin holes on box parts; (5) worn gauges 
used on cores, an d  (6) w ork strickles. Fig. 14 shows 
a gauge with a m icrom eter th im ble 'at one end used 
to  ascertain tha t the plate pins, after fixing in the 
patternplate, are a t 90 deg. to the plate and the pin 
centres are correct. T he small round gauge shown 
in the same illustration is for checking assembly 
and patternplate pin diam eters and the T-gauge is 
used fo r checking the pin holes o f  box parts. All 
boxes and pins showing 0.010 in. wear are con
sidered unfit fo r fu rther use and are, therefore, 
scrapped.

In  conclusion, the A uthor records his thanks to 
the directors of Ley’s M alleable Castings Company, 
Lim ited, for the facilities and permission to present 
this Paper, an d  to all colleagues at Lincoln and 
D erby who have assisted in m any ways to m ake its 
presentation possible.

DISCUSSION
M r . R a d fo r d , after congratulating M r. Hayden 

on his Paper, referred to the saving of cores in m ould
ing and said this did not always apply to the use of a 
moulding machine, as it could very often be a cost- 
reducing m atter to  enclose a pattern  in  block cores. 
I t was as well wherever possible to save cores, but 
this did not always apply fo r intricate castings, 
which would otherwise have to be hand moulded.

M r . H a y d en  rep lied  that he d id  n o t agree, a lthough  
p rob ab ly  for larger castings there m igh t som etim es  
be ap p lication s, but he thou ght the in troduction  o f  
cores w as an u n eco n o m ica l practice  to use in over
co m in g  difficulties.

Prevention of Wear

F ig. 12.— Section o f a M odem  Coreshop serviced by 
Cartridge-type Core-blowers.

and countersunk. F or quite a long tim e his firm had 
used hardened and ground steel inserts which could 
be tapped into position. They were easily replace
able. In America founders used aluminium plates 
with steel inserts tapered both ways. As to the 
press-head which was fitted with various shaped 
blocks, Mr. Butters said it appeared to be made of 
w ood and he wondered why it was not of metal. 
A nother point was the accuracy of patternplate pin- 
centres and that of pins. It was all very well to 
check within fine limits on pattern equipm ent, but 
moulding equipment, too, suffered by the norm al 
knocking out it received. One could, of course, use 
one elongated hole instead of two round holes.

M r . H ayden  said the use of round steel inserts 
was probably a good idea, but not, he thought, any 
less costly to produce than the strip inserts. To re
cess a patternplate for receiving the strip inserts was

M r . B u t t e r s , sp eak ing w ith  regard to the w ear  
p la tes fitted to patternplates, considered  it a fa irly  F ig. 13.—Jig fo r  checking and trimming in Worm-case 
ex p en siv e  jo b , as they  had  to be m ach ined , drilled Core.
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P roduction  o f  M alleable C astings— D iscu ssio n
no t a lengthy operation and the m aterial was only 
0.25 in. thick. The press-head illustrated was 
of the swing type with wooden squeeze-block fast
ened to a m etal top. As to pin centres, it was very 
difficult to m aintain accuracy, but it should be 
appreciated that, on a norm al mechanized plant, 
boxes were subjected to m uch less severe conditions 
than was the case where boxes were man-handled.

M r . S a n d e r s , in  contrasting the use o f  round in
serts and  th ose  fram ing the box , said h is firm had  
tried both  and  g ot as m uch w ear on  the round in 
serts.

Comparative Output
M r . D unlea v y  said the question of co-operation 

between the foundry and the designer had been de
bated as long as he could rem em ber, and asked the 
lecturer if he would agree that it contributed to the 
well-being of the foundry and the customer. In the 
Paper there were m any points and suggestions that 
m ade production easier and helped to eliminate 
scrap. H e requested the size of the moulding box 
for which the squeeze board was used, and what 
the average production speed was.

M r . H ayden  said many advantages, resulting in 
increased efficiency and economical practices, could 
be gained if liaison between producer and consum er 
was utilized to its fullest extent. The box size was 
30 by 20 by 10 in., and the speed of production on 
the job was 100 moulds per hr.

M r . B u tter s asked how m any men and how many 
machines were engaged on this job. H e was assum
ing it was a fully-mechanized one.

M r . H ayden  replied that there were two machines 
with three men ori .each machine. O ther personnel 
were placing cores and taking moulds away.

M r . B u tter s  said he could only give a figure of 
his own firm’s production, which was not com par
able in lay-out to Mr. H ayden’s. It was not 
mechanized apart from  there being a moulding 
machine for the operator. On a similar type of job, 
30 by 22 in., there was one operator per machine, 
and the m an cast his own w ork and made 50 moulds 
per day.

Minor Improvements Valuable
M r . H ill  (branch-president) said that some of the 

examples which M r. H ayden had quoted, whilst in

themselves appearing to be somewhat elementary, 
had proved real labour-savers and had m aterially 
assisted in increasing output. They had not been 
developed without much study, and he suggested 
that efficiency could often be greatly improved by 
applying one’s thoughts to the m aking of similar 
modifications to existing equipment. H e asked M r. 
H ayden to give a m ore detailed explanation of the 
runner-cup arrangem ent which was fixed to the 
squeeze board. H e also asked if, on the core shown 
in Fig. .13, an allowance was deliberately made 
on the base to be rubbed off whilst in the jig. Refer
ring to the cylindrical gauge used for checking pin 
wear, he could not understand how it could be effec
tive, as it would only check the largest diam eter and 
not the smallest one. H e supported Mr. H ayden’s 
views regarding keeping coring to a m inim um , but 
agreed that there were some jobs where it was 
cheaper to use block cores. There appeared to be 
a tendency in the industry to cover up deficiencies 
in sand-moulding practice by using cores, resulting 
in a very costly m ethod of ensuring a sound casting.

M r . H a y d en , in reply, said a m etal fixture was fast
ened to the squeeze board and form ed the runner- 
cup profile. The downgate pin was secured to the 
patternplate and, when the squeeze jolt operation was 
applied, the downgate pin entered a hole in the m etal 
fixture, forming the complete downgate and cup. 
A -¡V-in. rubbing allowance was made on the base 
of the core illustrated in the jig. He agreed with Mr. 
Hill that the pin gauge only checked the largest 
diameter. There had since been made available, he 
understood, a type of gauge which m easured one 
portion of the pin at a time and would give greater 
control.

M r . H olland  asked Mr. H ayden if he had any 
scrap figures available for the 100 moulds per hr. 
job.

M r . H ayd en  replied that the scrap figure was 
usually S per cent, and sometimes less than that. 
A portion of this waste was due to faults other than 
those caused by the moulding-m achine operators.

A  m em ber  asked if Mr. H ayden had much trouble 
in training labour to perform  the casting operation.

M r . H a y d en  said little difficulty was experienced 
in training personnel to be pourers.

F ig. 14.— Special Gauges used for  
testing the Triteness o f Plate 
Pins and fo r  Similar Purposes.
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Stoppiug-off Pieces
B y  “  Tram p  ”

Stopping-oiT in the foundry can be of two k inds: 
first, when a casting differing from  the available pat
tern is required, and second, when the pattern con
struction is such that pieces are required to stiffen the 
pattern during ramming, or storing, to prevent distor
tion from  the force of ramming or the changing 
atm ospheric conditions of the; foundry and pattern 
store.

In the writer’s opinion, much of the work thrown 
on the moulder by the latter type of stopping-off could 
be avoided by careful consideration being given to 
pattern construction. For instance, a particularly bad 
example was recently encountered. A flange, as shown 
in Fig. 1, was built up of four pieces of timber and 
the portions A and B were formed of segments. These 
segments were insufficient to prevent the plate from 
buckling and consequently portions C to be “stopped- 
off ” were placed on either side across the timbers.

Due to the presence of the stopping-off pieces, it was 
difficult to get a clean draw from the mould and much 
time was expended in patching as well as in the actual 
stopping-off, resulting in the production of rather 
second-rate castings.

A better method would have been to have con
structed the pattern from a number of radial segments 
secured by a groove and tongue joint as Fig. 2, and 
then turning a recess for the circumferential segment 
to form the rings A and B in Fig. 1. Such a construc
tion, although entailing extra work in the patternshop, 
pays ample dividends in the foundry.

F ig . 1.— Flange Pattern constructed o f Four Pieces of 
Tim ber with Portions A and B made as Segments. 
Battens, C, were added to strengthen the Job.

Fig. 2.— Im proved Basic Construction fo r  the Type o f 
Pattern shown in Fig. 1, where the Sections are 
Tongued and Grooved.

operations.” “ They have other land on which they 
can carry out these operations,” he declared. He was 
hopeful, however, that if the suppressors did not prove 
effective, the Council would be able to go to the Minis
ter and get something done about it. Personally he did 
not place much faith in effective suppressors. If it were 
possible it would have been done before now. If the 
suppressors did achieve 90 per cent, efficiency, then 
every member of the Council would be very agreeably 
surprised, said Alderman Perry. He strongly depre
cated, however, any suggestion tha t the inspector con
ducting the recent inquiry was not impartial.

Core Production by Frame 
and Template

B y  “  Chip ”
F or repetition work, cores are invariably produced 

in well-made boxes, but for one-off jobs and occasional 
work, resort is often made to  scraping by means of 
boards and frames.

Fig. 1 shows a core, 
the overall sizes of 
which are 5 ft. by 3 ft. 
by 1 ft. 2 in. To pro
duce this in a core-box 
would entail consider
able work on the part of 
the patternm aker and, 
as only one casting was 
required, a minimum of 
pattern work was de
sired. A stock of ply
wood of various thick

nesses is an asset to any patternshop and, in
this case, two templates of thick plywood were 
produced with centre-lines well scribed on. A
frame was made 5 ft. by 3 ft. and 1 ft. 2 in.—  
plus the thickness of the two templates—deep, also 
with the centre-lines distinctly marked. This frame 
was placed on a strong core-piate and the first template 
positioned inside the frame by means of the centre
lines. A layer of core sand was spread over the tem
plate and a suitably shaped core-grid was bedded into 
this. Continuing, core-sand was rammed in the fram e 
to near the top  and the second template was also posi
tioned by means of the centre-lines and made up level 
with the top of the frame. Heavy weights placed on 
this kept it in place, while the frame was removed. The 
surplus sand, which filled the corners of the frame, 
was then cut away and the face of the core was 
finished by means of a straight-edge guided by the 
top and bottom  template.

Midland Founders W in Appeal
The M idland M otor Cylinder Company, Limited, 

Smethwick, has won its appeal against the decision of 
Smethwick Borough Council not to allow it to build 
a £750,000 foundry in D artm outh Road, Smethwick. 
At a public inquiry last June, the Borough Council 
resisted the proposed building of the foundry. A 
petition signed by 60 residents objecting to  the pro
posal was also submitted. Now, the M inister of Hous
ing and Local Government has ruled that the foundry 
is “ clearly essential ” to the operations of the firm. 
In a letter to Smethwick Council the M inister says he 
has allowed the appeal on condition the firm keeps a 
promise to fit two £5,000 smoke and dust suppressors 
to two cupolas a t the proposed foundry.

Council Still Object
W hen this was reported to  the meeting of the Coun

cil recently, protests were made about the M inister’s 
decision. D oubts were expressed by Councillor J. 
Randle as to the efficiency of the suppressors the firm 
proposed to fit. He said they were an American in
vention as yet untested in this country and only 90 per 
cent, efficient.

Councillor C. Kirkham objected to “  being dictated 
to  ” by the M inistry and Alderman F. W. Perry said 
he was surprised at the statement made by the Minister 
tha t the foundry “ was clearly essential to  the firm’s 

(<Continued at fo o t o f Col. 1.)
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Incom e-tax Inform ation
By F. J . Tebbutt

The Ways and Means resolutions concerning the Bud
get, now  embodied in the Finance Act, 1953, are advan
tageous to every income.-tax payer, as the tax poundages 
are all reduced, and other m atters altered are o f assist
ance to industry, particularly as regards the laying down 
of fresh machinery and plant. This article explains the 
chief alterations, in particular giving certain figures of 
income and the tax appropriate to it, for different indi
viduals. F or Schedule D (business profits, and persons 
working on their own account), the new m atters will 
apply against income in the year ending A pril 5, 1953, 
or earlier (e.g., December 31, 1952), according to the 
financial-year-ending date of the firm concerned. For 
Schedule E  (employments; pay as you earn), the new 
figures apply from April 6, 1953.

Tax Poundage Allowances
Speakers often refer to income-tax matters as if every

one pays tax at standard rate, which is the highest, but 
of course this is not so, as there are reduced rates, which 
first come “ into the picture.” Until the 1952 Finance 
Act, there were two “ reduced rates,” but that Act intro
duced another one, so there are now three, applying 
according to the am ount of “ taxable income ” (e.g., 
“ taxable income ” is total “ income ” less “ personal 
allowances,” of which more anon). By this year’s 
Finance Act the different poundages have been lowered, 
and so apply as follows. The lowest rate applies to the 
first £100 of “ taxable income,” and this is now 2s. 6d. 
(reduced from 3s.); on an additional £150, the rate is 
now 5s. (reduced from 5s. 6d.); on the next £150 being 
7s. (reduced from 7s. 6d.). This third “ reduced rate ” 
(now 7s.) is the new one introduced last year. Only 
above that does a taxpayer pay standard rate, which 
is now 9s. (reduced from 9s. 6d.). This means that the 
standard rate at 9s. applies to anything over £400 of 
taxable income.

The personal allowances are “ eamed-income allow
ance,” two-ninths, applying to earnings up to £2,025 (a 
maximum of £450); for each individual, £120; for a 
wife, £90 (an allowance of £210 for m an and wife), and 
for each child, £85. A point to note is that, whether 
income is earned or from investment, up to £250 will 
attract the “ tw o-ninths” allowance, being treated as 
earned income.

Rates Applicable
If  income is all earned, a single person does no t pay 

tax unless the total income exceeds £154; a married 
couple, £270; a man, wife, and one child, £379; a man, 
wife, and two children, £488; a man, wife, and three 
children, £597.

A single person does not pay standard rate unless his 
total income exceeds £668; a man and wife above £784; 
a man, wife, and one child, £893; a man, wife, and two 
children. £1,002; or a man, wife, and three children, 
above £1,112. If the incomes of the five classes in the 
foregoing were £475, £591, £700, £810, and £919 respec
tively, the tax payable would only be at the 2s. 6d. and 
5s. rates, the taxable income with the relevant “ per
sonal allow ances” deducted in each case being £250,-so 
that the tax payable would am ount to £50 for each 
class (£100 at 2s. 6d., £150 at 5s.). Last year those in
comes would have attracted £56 5s. tax.

In the foregoing, only the “ personal allowances ” 
given earlier have been taken into consideration in 
working out the examples, but in some cases the tax

payer may be entitled to other allowances, to wit, house
keeper o r/an d  dependent relatives (the Finance Act, 1953, 
has increased these allowances from £50 to £60 in each 
case), in which case the figures given would vary, to the 
taxpayer’s advantage, as the “ taxable income ” would 
work out at a lower figure, and the limits of income 
given be correspondingly higher. There are also wear- 

- and-tear allowances for machinery and plant (the term 
being a wide one, including m otor vehicles and fittings 
and fixtures), for which the taxpayer may be eligible 
to his advantage.

Initial Allowances
Under the Income Tax Act, 1945, there were “ initial 

allowances ” introduced where fresh machinery or plant 
(whether new or second-hand) was installed, but by the 
Finance Act, 1951, such “ initial allowances ” in con
nection with any expenditure incurred on or after 
April 6, 1952, was not to apply for tax-deduction pur
poses, the provision being suspended until such date 
as Parliament might determine. There were also 
“ initial allowances ” on new industrial buildings of 
10 per cent., but these allowances were also similarly 
suspended. In connection with industrial buildings, 
there was also an annual allowance of 2 per cent, which 
applied to both new buildings and under-50-year-old 
buildings, each year up to a life of 50 years. This was 
not interfered with. Now, by the present Finance Act, 
1953, the initial allowances in both the foregoing in
stances are to be restored on expenditure incurred after 
April 14, 1953. The original initial allowances given 
by the Income Tax, 1945, mentioned earlier, were at the 
rate o f 20 per cent, for machinery and plant and 10 per 
cent, for industrial buildings. These rates are now 
restored.

In conclusion, it is interesting to remember that if 
the wife has earned income, that income attracts the 
two-ninths “ eamed-income allowance ” as well as the 
man’s earned income, and there is also a special allow
ance. now seven-ninths of the wife’s earnings up to a 
maximum of £120. This is additional to the £90 in
cluded in the husband’s “ personal allowance ” of £210 
for man and wife for any income.

Fewer Factory Accidents
Speaking a t the annual dinner of the Sheffield 

Area Industrial G roup of the Royal Society for 
the Prevention o f Accidents, Sir George P. Barnett, 
H.M . Chief Inspector of Factories, said that there had 
been a progressive decrease in the num ber of factory 
accidents. There had been a drop of about 10,000 in 
1951, compared with 1950, and he expected the figures 
for 1952 to  show a drop of another 5,000. M uch of the 
credit for the drop, he felt sure, was due to  the efforts 
of the society and industrialists. However, these de
creases did not give any grounds fo r complacency.

Sir H arold West (Newton, Chambers) spoke o f the 
need for complete honesty in matters relating to in
dustrial accidents, and said that the man who refused 
to give evidence of an accident he witnessed was harm 
ing the industry.

The president of Sheffield Chamber of Commerce, 
Mr. Geoffrey M. Flather, said that one of the draw
backs of accident prevention in factories was the diffi
culty o f persuading workers to wear goggles and other 
protective apparatus.

An appeal was made by the group chairman, Mr. J. 
Ruffe-Williams, for more o f the smaller firms to join the 
group, which now 'consisted of 130 companies.
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Am erican Arc-furnace Practice
By W. B . Wallis

[Slightly  A br id g ed ]

T h e  trend  o f  d eve lo p m en t o f  th e  electric-arc fu rnace  in the U n ited  S ta tes was surveyed  by M r. W . B. 
W allis, p residen t o f  the P ittsburgh Lectrornelt F urnace C orporation , w hen  addressing B ritish  stee lm akers  
in Sheffie ld  recently. H e  had  been in v ited  by B irlec, L im ited , to discuss A m erica n  co nd itions and  m ethods.

T he U nited States is indebted to Europe fo r the 
electric furnace— not only for its invention, but for 
most o f the m ajor developments of the original de
sign of H eroult. Its application to the steel industry 
began in 1906 a t the H alcom b works of the Crucible 
Steel Com pany in Syracuse, New York. Well into 
the W orld W ar I  period, the electric furnace was 
looked upon as a piece of equipm ent for the pro
duction of tool steels. I t was applied, for the most 
part, to replace crucible operations. Its progress 
can be gauged by  the fact that U.S. crucible-steel 
production fell from  100,000 tons in 1918 to 2,500 
tons in 1930, while to-day it is nil. (All tonnages in 
this article refer to the U.S. ton of 2,000 lb.)

D uring the first world war the electric-arc furnace 
in the States made its first strides towards producing 
alloy steels and several units of 30 tons capacity, 
powered with 7,500 kva, were installed. Steady p ro
gress was then m ade until, during W orld W ar II, a 
num ber o f  20-ft. dia. furnaces, mostly powered with
12.000-kva transform ers, were installed by the 
larger steelworks fo r this class o f product.

D uring the second world war, the first steps were 
made towards greater capacity with the installation 
of furnaces m aking 90 net ton heats fo r the produc
tion of mild steels and powered from  20,000 kva 
sub-stations (Fig. 1). W ith that beginning, and 
utilizing large sub-stations com bined with the swing- 
aside top-roof feature, the electric furnace started to 
m ake inroads on the com m on-quality steel field to 
the point where there are now 22-ft. furnaces with
36.000-kva sub stations, m aking 125-ton heats, in 
regular production and still larger units under 
construction.

It may be said, in so far as the U.S.A. is concerned 
and with the power rates available there, tha t a p ro
perly designed top-charge electric furnace, on basic, 
single-slag practice, can produce com mon-quality 
steel from  100 per cent, scrap charges at a lower cost 
than in the open-hearth furnace.

an installation of two 50-ton “ e lec trics” will be 
made in one of the larger foundries.

A bout 90 per cent, of the steelfoundry produc
tion in castings of the United States has been on 
acid hearths, as there is com paratively little 
trouble with sulphur and phosphorus. Recently, 
several foundries have changed over on straight- 
carbon castings to basic practice. In general, how
ever, the position of the steelfounder is tha t he will 
not go to basic operation unless he has to, fo r the 
very simple reason that the costs are usually higher 
on basic operation than on acid. The other 10 per 
cent, capacity is on basic production m aking high- 
alloy castings and Hadfield m anganese steel (Fig. 2).

In the grey- and malleable-iron field, electric- 
furnace production has been prim arily lim ited to the 
automotive trade where repetitive castings are re
quired. In m any instances this work is carried on 
by the duplex method, utilizing the cupola as the 
prim ary m elting unit.

Trends in Electric-furnace Use
Com paring the different m ethods of steelmaking, 

it is noted that the percentage of total steel

Steelfoundry Work
The electric furnace was used in the foundry in

dustry a few years after the beginning made on 
ingots at H alcom b in 1906. Much m ore rapid pro
gress was made in the foundry industry, so that to 
day the m ajority o f U.S. steel foundries is equipped 
with arc furnaces, the open-hearth being restricted 
to  the making of very large castings. The largest 
electric furnace at present in operation in foundry 
w ork in Am erica makes 20-ton heats. The author 
looks forw ard/to the not-too-far-distant future when

F ig. 1.— Tapping a M odel “ H ’’ Lectrornelt Furnace 
(20 ft. dia. Shell. 80-85 tons Capacity).
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production in the electric furnace in the U.S.A. has 
climbed at a relatively steady rate from  1.8 per cent, 
in 1932 to approxim ately 7.3 per cent, in 1952. 
Bessemer production has been gradually falling, the 
electric furnace first passing it in 1948. Present in
dications are that the electric furnace will continue to 
widen the lead as time goes on. As to the open- 
hearth furnace, it reached its peak in percentage p ro
duction in 1940 at about 92 per cent., dropping to 
around 89 per cent, in 1952. This means a fall of 
about 3 million tons.

When dealing with a steel production of 100 
million tons per year, the above percentages are 
somewhat misleading. If, however, one examines 
the installed capacity and growth in installed capa
city of open-hearth and electric furnaces, it is in
teresting to note that in the past 15 yrs., the installed 
capacity of open-hearth furnaces in the U nited States 
has increased by 43 per cent., while in the same 
period the installed capacity of electric furnaces has 
been increased by 580 per cent.

In com paring the status of the electric furnace on 
percentage production, the U.S.A. has reached 
beyond 7 per cent, o f the total production of 1952, 
whereas G erm any has been as high a t 11 per cent., 
Italy 46 per cent, and Sweden 41 per cent. Assum
ing the possibility o f developing electric-furnace pro
duction to a ratio  com parable to that obtained in 
other countries, there is a wide gap to be filled. 
Present indications are that the electric furnace.has 
started to replace open-hearth capacity. It is in
teresting to no te tha t in the first half of 1953, 52 per 
cent, o f the electric steel ingots produced in the 
U nited States were of com m on quality steel pro
duced by the single-slag basic process.

One of the chief factors tha t has contributed. 
greatly to the increase in electric furnace output 
was the introduction of the swing-aside roof top-

Fig. 2.— M odel “ PQT  ” Birlec Lectromelt Furnace o f 
4 tons Capacity.

APPROXIMATE HOLDING CAPACITY-NET TONS 
4 9 18 JO 45 70 90 120 150

,___________INSIDE DIAMETER OF S H E L l-F E E T ______________________ [

4- 9 18 50 45 70 90 120 150
APPROXIMATE HOLDING CAPACITY-NET TONS

F i g . 3.— Transformer Capacity v. Furnace Size fo r  
Electric-arc Furnaces.

charge furnace in 1926. The maximum capacity of 
the door-charge furnace has rem ained constant at 
100 tons since 1927, when a six-electrode furnace was 
installed at T im ken Roller Bearing Com pany. The 
top-charge furnace increased gradually in size up 
through 1948, but since the war has taken a rem ark
able spurt, rising from  70 tons to 125 tons in 1952 
with 150-ton furnaces now under construction. 
Fig. 3 shows the relation between the approxim ate 
shell diam eter and m etal holding capacity of electric 
furnaces and the transform er capacity.

M ethod of R ating O utput
Furnaces for acid foundryw ork are  rated in the 

U.S.A. on an hourly basis; that is, a  furnace rated a t 
3 tons per hr. is another way of saying that it is a 
6-ton holding capacity furnace and is powered to  
produce that 6-ton heat on an acid hearth in two 
hours, tap to tap. The ingot producers held the view 
that this was satisfactory for acid practice but, on 
basic practice, there was much skill involved (there 
is, of course, in both cases). There was the proper 
“ turning ” of slags and, they said, one could not 
rate a furnace on its hourly production; one must, o f 
necessity, rate it on its heat capacity or hearth capa
city. In other words, when making tool steel, the 
3-ton acid casting furnace was reduced in rating, 
on basic operation, to a 5-ton furnace. The heat 
might last five hours, reducing output to 1 ton per 
hr. In recent years, the ingot m aker has changed 
his viewpoint and to-day output is rated in ingot 
tons per hour based upon a 730-hr. m onth, i.e., 
one-twelfth of a year.

Production; Specific Installations
To-day, m axim um  production is being obtained 

from  a plant m aking mild and semi-killed steels in
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two 22-ft. dia. furnaces operating on 125-ton heats. 
T he average production from  each furnace is 18,000 
net tons of ingots per m onth, or at a rate based on 
a 730-hr. m onth, of 24.5 tons per hr. These two 
furnaces have been in operation for about a year 
and confidence is felt that before another 12 months 
pass, an average production of 28 tons per hr. is 
expected from  each of these units. This production 
is based upon full-time operation (Fig. 4).

A nother installation, using a 20-ft. dia. furnace 
powered with a  25,000-kvo. sub-station, is being 
operated on a five-day week, 24 hrs. per day. The 
power dem and is 16,000 kw. T h e  average produc
tion per heat is 96.44 tons of ingots; m onthly p ro 
duction, 10,608 tons; net tons produced per hr. (this 
based upon the hours of operation just outlined), 
21.54; per cent, recovery, 95.57; kw-hrs. per net 
ton, 495; pounds of graphite electrodes per net ton, 
9.62; average time, tap to tap, 4 hrs. 28 min.

In  contrast to the production from  furnaces of 
20-ft. dia., it is interesting to note what is being done 
in an ingot shop m aking single-slag basic common- 
quality steels using three 11-ft. dia. top-charge fur
naces each equipped with a 5,000-kva sub-station. 
The production per m onth is about 10,600 tons of 
ingots. The average size of heat is 21 tons and the 
rate of production is 5.2 tons per hr. per furnace.

Recently, an open-hearth shop making common- 
quality steels installed an 18-ft. dia. electric furnace 
equipped with an 18,750-kva. sub-station. The 
open-hearth superintendent read an interesting 
paper this year stating that they had been averaging 
15.2 tons per hr., o r 10,890 net tons in 718 operating 
hours in the m onth, making 75-ton heats with a 
power consum ption of 495 kw-hrs. and an electrode 
consum ption of 9 lb. per net ton of good ingots.

The electric furnace showed a 94 per cent, yield 
in good ingots, as against 89 per cent, for the open- 
hearth, and, he states, the com
parison of furnace availability 
between the open-hearth shop 
and the electric shop during the 
past seven m onths showed that 
the electric operated 94.5 per 
cent, o f all available hours and 
the three open-hearth furnaces 
86.5 per cent, of all available 
hours. Com parison of repair 
cost per ton of steel produced 
shows that over the seven 
m onths’ period the open hearth 
produced 100,603 net tons of 
ingots with an average repair 
cost o f S3.35 per net ton. The 
electric furnace produced 65,438 
net tons at an average repair cost 
of $2.65 per net ton. In this 
shop, the open-hearth furnace is 
favoured with the better grade 
o f scrap.

Refractories
Furnaces in the U.S.A. are 

lined in general, with fireclay 
brick on the bottom  followed by f i g .  4.— A
magnesite brick and then with

ramm ed magnesite mixtures of various trade nam es 
with a depth o f ramm ed m aterials of from  6 to 12 in. 
O ther operators put chrom e brick next to the shell 
and then magnesite brick to a total brick depth 
of 21 in. and on top o f this a maximum of 7 in. of 
“ Ram set.”

Sidewalls are usually m ade up of magnesite 
“ M etal-case ” brick and are, in  the larger furnaces, 
o f 13-in thickness. Roofs are usually o f silica brick, 
although some fireclay and high-tem perature re
fractories such as sillimanite have been used. W here 
silica is used, some operators prefer 9-in. bricks; 
others 12-in. with the m aximum a t 15-in.

It is natural to expect a wide variation in refrac
tory practice in the various plants— everything de
pending upon the head melter. Furnace hearths 
last about a year unless some untow ard accident 
occurs. In some instances, a plant will report an 
average of 300 heats to  a  sidewall and 75 heats to a 
roof. A nother plant, m aking the same quality steel 
and  using sim ilar equipment, will report 125 'heats 
per sidewall and 125 heats per roof. In the first in
stance, investigations have shown that the m elter 
is patching sidewalls between heats and is changing 
roofs before there is, in many instances, a real need. 
In the second instance, very little, if any, sidewall 
patching is done and the operation is carried on to 
the end that the sidewall and roof are changed at 
the same time.

In considering the time required for a reline, some 
plants allow 12 hrs.’ shut-down in order to do a 
com plete reline. A t another plant, using large fur
naces, a water-cooled steel platform  is lowered into 
the furnace after the roof has been swung off at the 
finish of the last tap. Four men enter the furnace 
and pull down the sidewalls, to the slag line, on to 
this water-cooled platform , which is then raised from  
the furnace. A  second water-cooled p latform , with

M odel F T  Lectromelt Furnace, 22-ft. Shell dia., o f  100- 
110 tons Capacity.
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the new bricks stacked on it, is lowered into the fur
nace and the brick m asons go to work putting in the 
new sidewall. This operation can be carried out on 
a 22-ft. dia. furnace in slightly under 4 hrs. from  the 
tapping of the last heat to the turning on of power 
on the next succeeding heat.

Stirrer
An interesting development to steelmakers in the 

U.S.A. has been the installation o f an induction 
stirrer on a 20-ft. dia. top-charge furnace equipped 
w ith a 20,000-kva sub-station. T he stirrer has now 
been in operation for n ine m onths. Officials o f  the 
com pany state that it is rather too soon to make posi
tive statem ents as to  all the results, but there were 
certain statem ents that could be made, based on the 
experience during the nine m onths, that indicated 
the fo llow ing:— (1) A m ore homogeneous bath; (2) 
shipping yield was 2.5 per cent, better and on high- 
nickel steels, 15 percen t, better; (3) lower “ sulphurs ” 
are being obtained than previously and  have been 
possible w ithout m uch trouble; that is, on this fur
nace num erous heats are m ade with sulphur contents 
ranging from  0.005 to  0.01 per cent. (In com pari
son, duplicate furnaces w ithout stirrers, on the same 
practice, were averaging around 0.015 per cent. S); 
(4) m ore representative samples of the bath were 
obtained to send to the laboratory; (5) closer tem 
perature control; (6) closer chemical control, and (7) 
improved ingot surface.

The speed of motion, when the stirrer was first 
started up, was 4 ft. per sec. across the bottom  of 
the furnace and 2 ft. per sec. a t the surface. Since 
the stirrer has been pu t into operation, the speeds 
have been reduced to 2 ft. per sec. across the bottom 
of the furnace and 1 ft. p e r sec. a t the surface, with 
no change having been noted in the m etallurgical 
results. This is the type of stirrer developed in 
Sweden by the ASEA concern. The foregoing is a 
static type o f stirrer attached to stainless-steel f u r 
nace hearth. A com petitive type of stirrer is now 
being offered in the States, o f the rotating type, but 
no installations have as yet been made.

Economics
It is apparent that, on tons produced, the electric 

furnace has just “ scraped the surface ” with only 
7.3 per cent, on the ingot production in the States. 
T he expansion has been limited mostly to non
integrated plants and, until some practice of w ork
ing hot m etal in the electric furnace is developed, 
one cannot a t  present see hopes o f m aking any really 
big increases in the com m on-quality steel production 
in the United States. Experim ents have been carried 
out in some shops using up to 35 per cent, hot metal, 
and, on  occasion, up  to  50 per cent, hot metal, but 
no  standardized practice has been developed that is 
repetitive.

All steelworks practice is ultimately influenced by 
the question of production costs and consequently 
any factors influencing these must be carefully con
sidered.

In the case of non-integral plants, it has been pos
sible, on cold-sorap charges, to  produce with these

larger units electric •furnace steels for less money 
than with the open hearth. O f course, one of the 
fundam ental reasons is that the electric furnace is a 
highly efficient unit, with a therm al efficiency of over 
70 per cent. Its com petitor, the open-hearth, has to be 
satisfied with about 25 per cent, therm al efficiency.

There has recently been published in the United 
States by Bituminous Coal Research Inc., a report 
on the com petitive economics of open-hearth and 
electric furnace fo r the production of low-carbon 
steels. This report, prepared by the  Battelle M em
orial Institute, shows that in the open-hearth p ro 
cess, 26 per cent, of the heat input is contained in the 
molten steel; from  20 to 27 per cent, is lost in stack 
gases and 28 to 32 per cent, is lost through furnace 
walls, radiation, etc.

F or the electric furnace the following percentage 
figures are g iv en :—H eat content in steel, 70.5; heat 
content of slag, 4.2; refining reactions, 1.2; heat 
content of waste gases, 2.3; heat extracted by cool
ing water, 3.8; electrical losses, 7.6; losses through 
walls, radiation, etc., 10.4.

There has been some discussion as to why, with 
swing-aside roof furnaces it would not be possible to 
w ork the furnace as an oxygen “ blow ” converter, 
with the roof swung to one side, then swing the 
superstructure back on and finish the heat. So far 
this has reached the “ talking stage ” and no experi
ments have been conducted.

Development of Large Electric Furnaces
In  so far as size of furnace is concerned, as stated, 

there are two 22-ft. dia. furnaces making 125-ton

F ig. 5.— Working D oor o f M odel “ M N T  ” Birlec Fur
nace o f 25 tons Capacity, recently installed in 
Sheffield.
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heats in operation. A 24-ft. dia. unit is being built 
for a customer on the Continent and a contract has 
also been placed for two 24-ft. 6-in. furnaces in the 
U nited States.

One of the controlling factors in this m atter of 
furnace size is bad scrap. There are two capacities 
to an arc furnace. One is the hearth capacity and 
the other is the volumetric capacity. With scrap 
weighing 25 lb. per cub. ft., the volumetric 
capacity becomes the controlling factor. The E uro
pean buyer of the 24-ft. furnace, which has a hearth 
capacity of 143 metric tons, plans on operating the 
furnace on 100 metric ton heats. The volumetric 
capacity of the lined furnace is 3,700 cub. ft. and, 
with scrap running 25 lb. per cub. ft., the volu
m etric capacity becomes the controlling factor. Only 
45 tons can be handled at one charge, so that, even 
with this large furnace, two back charges would have 
to be made. With scrap weighing 35 lb. per cub. ft., 
the charge could be handled with on back charge.

In most of the plants in America it is necessary 
to use a  m inim um  of two back charges, and in some 
instances three back charges are required after the 
initial charge is melted down.

Future

In  the foregoing, some of the m ore im portant fac
tors which have influenced electric-furnace develop
ments in the States have been discussed. F or both 
foundryw ork and alloy-steel production, the electric- 
arc furnace has proved superior to any fuel-fired 
unit, both technically and economically. W ith the 
com m on-quality steels produced by non-integrated 
works, a good case has been made out for the elec
tric furnace in  m any instances and fully proved in 
practice. The points to remember here are tha t a 
m odern top-charge electric furnace will out-produce 
by 100 per cent, o r m ore an open-hearth furnace of 
equivalent size; will handle pretty nearly any kind of 
scrap and has a  therm al efficiency sufficiently high 
as to more than offset the lower cost per B.Th.U. 
produced by coal o r oil.

As regards the British steel industry, it will be 
readily conceded that many operating conditions 
a re  quite different from  those in the U nited States. 
F or instance, the phosphorus and sulphur problem 
has to  be contended with. Nevertheless, it is con
sidered tha t the British steelmaker, with the present 
“ grid ” system, is now in a fair position to con
sider electric furnaces o f much larger capacity than 
have heretofore been standard in Britain. In fact, 
there is now under construction a  70-ton furnace 
\6hich is abou t twice as large in capacity as has pre
viously been considered fo r the U.K., and it will be 
interesting indeed to see the results with this unit. 
A  25-ton furnace recently installed in Sheffield is 
shown in Fig. 5. In the opinion of Mr. Wallis, there 
is every reason fo r the British steelm aker putting 
into operation large furnaces of sim ilar capacity to 
those in the States.

M i n w o r t h  M e t a l s , L i m i t e d — Mr. M. A. Nelson h a s  
been appointed a director.

Publications R eceived
British Ironfounding Industry 1946-1952—A Statistical 

Review. Published by the Joint Iron Council for 
the Council of Iron Producers and the Council of 
Ironfoundry Associations.

The preface states that the booklet is designed to 
serve as a reference book for basic data and as an 
exposition of salient developments. Force majeure it 
covers only the years from  1946 to 1952, because earlier 
statistics are non-existent. Rightly, the Joint Iron 
Council considers this to be a distinct period in the 
history of British ironfounding—“ a record of achieve
ment in the face of shortages in production facilities.” 
The magnitude of the post-war achievement of the 
ironfounder is certainly brought out in this booklet, 
either when judged by the absolute standards of ton
nages produced and numbers employed, or by com pari
son with the general expansion of the country’s 
economy. This is the main lesson to  be learnt from 
the several aspects of the industry which are studied 
in the booklet, and it is emphasized by the inclusion of 
numerous two-colour graphs and diagrams.

Only the beginnings of the difficult conditions which 
now affect many ironfounders come within the period 
covered by the booklet, but such figures as these help 
to  pu t present trade recession into proper perspective: 
The output of iron castings in 1946 was 2,537,300 tons 
and in 1952, 3,830,700 tons; average numbers a t work 
in ironfoundries in 1946, 119,115 and 1952, 153,932 
persons. A part from  the main theme of expansion, the 
booklet devotes a  great deal of its space to analysing 
the ever-changing structure o f the industry. Many 
facets of this are revealed; expansion of output and 
labour force is shown to be unevenly distributed 
between the various regions; considerable changes have 
occurred in the balance between various types of labour 
skill, between the different types of castings produced, 
between pig-iron and scrap, and between particular 
qualities of those materials.

Interwoven with this explanatory material are many 
tables of basic statistics. There has been a wealth of 
facts and figures collected from ironfounders during 
and since the war, but the results have appeared only 
in piecemeal fashion, if at all, and their usefulness has 
thereby been reduced. The booklet under review has 
the merit of collecting im portant figures for a series 
of years under one cover. Ironfounders, not members 
of constituent associations of the C.F.A., to obtain 
a copy of this publication should apply to the secretary, 
the Council of Ironfoundry Associations, 14, Pall Mall, 
London, S.W .l. Copies have already been distributed 
to all C.F.A. members.
Journal of Research and Development Vol. 5, No. 1, 

August. Published by the British C ast Iron 
Research Association.

This issue contains four Research Reports. The 
first one by Mr. K. B. Palm er and Mr. G. N . J. 
Gilberts on the fatigue properties of nodular cast iron, 
confirms earlier work to the effect that whilst an in
crease in silicon content improves the static tensile 
properties and the unnotched fatigue properties of 
ferritic nodular irons, it has a harm ful effect on the 
impact properties. There are two Reports by Mr. E. R. 
Evans on two aspects o f enamelled cast iron. The first 
deals with the microstructure of the enamel iron 
interfaces and the second covers the incidence of 
blistering in cast iron enamels and the m ajor conclu
sion reached is that the casting skin is not necessarily 
responsible for the production of blistered enamel 
surfaces. Finally a  report from  Mr. S. W. Palmer has 
shown that in very general terms atmospheres contain
ing hydrogen are detrim ental to the properties o f both 

white- and black-heart malleable cast iron.
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Personal
Dr. F. W. C o p e  has been appointed Professor of 

Geology at the University College of North Stafford
shire.

M r . R. B. P o t t e r , chairman of Simon-Carves, 
Limited, has joined the board of Davy & United Engi
neering Company, Limited, Sheffield. Mr. E. J. Fox 
has resigned.

M r . C . W . P e r r y  and M r . L. C iv v a l  have been 
appointed to the Board of Deritend Stamping Com
pany, Limited, and its subsidiary, Deritend Precision 
Castings, Limited.

M r. W il l ia m  B. H u t c h in s o n , the new president of 
Peterborough Engineering Society, of which he 
has been secretary for four years, is on the staff of 
Peter Brotherhood, Limited.

M r . G. P a r k in  was, on October 15, inducted as 
president of the Birmingham Metallurgical Society for 
its golden jubilee year. He is chief metallurgist of 
J. B. & S. Lees, Limited, West Bromwich.

M r . J a m e s  H. B a r r e t t , foundry manager of Sir 
W. G. Armstrong Whitworth & Company (fron-
founders), Limited, Gateshead, has retired after 30
years’ service. Previously he was works manager for 
25 years.

M r. M. W. S h o r t e r , a director of Westinghouse 
Brake and Signal Company, Limited, has been
appointed managing director of the company. He is
also on the Boards of several of the company’s 
subsidiaries.

M r . A n d r e w  W il s o n , who celebrated the diamond 
wedding anniversary last week, is a retired moulder, 
employed for 20 yrs. at Sunnyside Foundry, Camelon. 
He is 82. Among many telegrams received was one 
from the Queen.

M r. E. C, B. R o w l e y  who, from 1945 until this year, 
was chairman of the Midlands Area Council of the 
Royal Metal Trades’ Pension and Benevolent Society, 
was presented with a silver salver in recognition of his 
work at the Society’s annual ball in Birmingham on 
October 15.

M r. H. P e a k e , having been advised to curtail 
his business commitments, has resigned his directorship 
of Westinghouse Brake & Signal Company. Mr. Peake 
also holds a number of other important company 
directorships, including a seat on the Board of Rolls- 
Royce, Limited.

M r . N. C. B l y t h e  has been appointed director of the 
Midland Electric Manufacturing Company, Limited. 
Mr. Blythe joined the firm in 1931 as foundry manager 
and subsequently held office as assistant works 
manager, becoming works manager in 1946. He is a 
past president of the Birmingham branch of the 
Institute of British Foundrymen.

Mr. R. C. E d m u n d s  of Foundry Services Limited 
delivered a paper-—of which he is the co-author with 
Dr. D. V. Atterton—on “ The Exothermic Feeding of 
Castings ” to the Eastern Canada Chapter of the Ameri
can Foundryman’s Society at their last meeting. Mr. 
Edmonds is staying on in Canada for the next few 
months to assist the Canadian subsidiary of the 
company.

Six e m p l o y e e s  of G. & J. Weir, Limited, engineers, 
Glasgow, have completed 50 yrs., service with the firm 
and have been presented with long-service certificates 
and gold watches from the directors. They are Mr. S. 
Kerry (foundry), Mr. J. Couper and Mr. G. Alexander

(machine department), Mr. I. McKillop (machine-shop), 
Mr. W. Wilson (heat-exchange-department), and Mr. 
R. Whiteshaw (maintenance department).

S ir  P a t r ic k  H a n n o n  and S ir  L e o n a r d  B r o w e t t  re
tired last week from presidency and directorship 
respectively of the National Union of Manufacturers, 
the new president is L o r d  R o c h d a l e , who is chairman 
of the Rochdale (Lancs) firm of Kelsall & Kemp, 
Limited, and the new director is M r . C h a r l e s  F. V .  
W il l ia m s , who became Sir Leonard Browett’s assistant 
five years ago. He was later appointed deputy director.

Obituary
T h e  d e a t h  is announced of M r . R a y m o n d  L in d s a y  

B r a d l e y , of Bradley & Turton, Limited, ironfounders, 
of Kidderminster (Worcs).

The death has occurred of M r . G. K ib b l e , formerly 
assistant blast-furnace manager of the Partington Steel 
& Iron Company, Limited, Manchester.

M r , H e r b e r t  R e d m a y n e  D a r r a h , managing director 
of Baxendale & Company, Limited, lead manufacturers, 
etc., of Manchester, died on October 11. He was 84.

M r . J o h n  F o r d , manager of Parsons Marine Steam 
Turbine Company, Limited, Wallsend, for 25 years until 
his retirement about 20 years ago, has died at the age 
of 84.

M r . L a w s o n  C y r il  W il l ia m s , secretary of R. & J. 
Dempster, Limited, gas and chemical engineers, iron
founders, etc., of Manchester, died early this month, 
at the age of 57.

M r . T o m  M il n e r , works and production director 
of Richard Sutcliffe, Limited, manufacturers of mechani
cal handling plant, of Wakefield (Yorks), died on Octo
ber 6 at the age of 66. He had been associated with the 
company since 1906.

M r . J a m e s  H e n d e r s o n , who died last week at the 
age of 77, served most of his lifetime as a commercial 
representative and traveller with Cruickshank & Com
pany, Limited, Denny Iron Works, where his record of 
service extended over 60 years.

O n  t h e  e v e  of going to Press, news was received of 
the death of D r . - I n g . E u g e n  P iw o w a r s k y , director of 
the German Foundry Technical High School at Aachen, 
and long prominent in international foundry circles. A 
fuller obituary will be recorded in next week’s issue.

T h e  d e a t h  o c c u r r e d  on October 16 of M r . C h a r l e s  
H e n r y  D e w h i r s t , of Keighley, at the age of 88. He 
was a past-president of the Keighley Association of 
Engineers, and although he retired from business 15 
years ago he still maintained his interest in the Associa
tion. He was one of the men who helped to make 
Keighley widely known as an engineering centre, and 
was responsible for introducing to the town the manu
facture of the internal combustion engines.

M r . L o u is  R ip l e y , who was formerly chief metal
lurgical expert for Lloyd’s Register of Shipping, which 
he served for 27 years, has died at the age of 73. Mr. 
Ripley began his career with Wm. Jessop & Sons, 
Limited, the Sheffield steelmakers, and continued with 
the company until he joined Lloyd’s Register. After 
his retirement from Lloyd’s in 1947 he joined Blackett, 
Hutton & Company, Limited, steelfounders, of Guise- 
borough (Yorks), and was a director of the company 
until he retired recently. He was awarded the o .b .e . 
for his services to the country during the second world 
war.
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Econom ic Utilization o f  Copper-base Alloys*
Discussion of I.B .F . Sub-committee T .S .38 Report

Opening the discussion a t the Blackpool con
ference of the report of sub-committee T.S.38 of the 
Institute o f British Foundrym en— “ Econom ic Utili
zation of Copper-base Alloys ”— M r . D e a r d e n  said 
he was very pleased to see the paragraph referring 
to British Railways, because it revealed that one of 
the advantages of nationalization had been a reduc
tion of their non-ferrous casting alloys from  37 to 5. 
I t had not been an easy task for the committee con
cerned, on which the metallurgical, foundry, design 
and user interests of the railways had been repre
sented.

T here was some criticism of theB .R . report that the 
reduction had been overdone and that, for example, 
alloy LG2 (8 5 /5 /5 /5 )  had been completely omitted. 
The railways had used that alloy, especially during 
the war, and although the foundries had liked it, the 
users had not been particularly keen on it. It did 
not stand up well to pounding and to abrasion, and 
resistance to  these stresses was required in quite a 
num ber of railway castings. Therefore, in the in
terests of simplification, alloy LG2 had been omitted 
and replaced by LG3 (8 6 /7 /5 /2 ). The latter also 
replaced the Railway Clearing House specification 
(82/3 .5 /11.5 /4), which incidentally had only been 
used to a very small extent for wagon bearings and 
not at all for locomotive work—which required the 
largest tonnage— so it would be seen that it was not 
a big factor in the railway non-ferrous castings posi
tion. The scheme should result in a'saving of about 
£80,000 per year, so that the apparent increase in 
tin content was certainly well worth while. Actually, 
the increased tin required for LG3 should come 
from  the surplus 12 or 14 per cent, tin alloys which 
had been used by some of the pre-nationalization 
railways, so that practically no virgin tin would be 
needed.

In  his opinion, the railway authorities had done 
quite well in getting at least three of their five 
alloys accepted as British Standards. Actually LG3 
was the one most used; it represented about 75 per 
cent, of the railways’ own production of non-ferrous 
castings, so that from  the production point of view 
probaoly 90 per cent, of their total production was 
in British Standard alloys. One alloy (Y.M.2), which 
they had standardized and which was not in the 
British Standard list, contained 26 per cent, of lead. 
It had been found to be very suitable fo r the slide 
valves of saturated-steam  locomotives; it had been 
tried by the form er L.M. & S. railway and had proved 
to have better wear resistance under those conditions 
than phosphor-bronzes containing 10 or 13 per cent, 
tin.

Representation Requested in Vain
M r . F ra nk  H u d s o n , f .i .m ., who presented the 

Report a t the conference, said he was glad, on behalf

* Report printed in t h e  J o u r n a l , J’uly 9, 1953.

o f sub-comm ittee T.S.38, to have M r. D earden’s re
marks. It was a particular regret to him that British 
Railways were not represented on that sub-com 
mittee. They had been aware of the work done by 
the railways on standardization through the paper 
given by M r. C. Dinsdale to the Institute of Metals 
18 months previously, and when T.S.38 was formed, 
an invitation was sent to British Railways for a 
representative to serve on their sub-committee. The 
Institute members had particularly desired such 
representation in order to obtain inform ation of 
the type that M r. D earden had just supplied, but the 
British Railways executive had decided that it would 
be a waste of time for any representative to attend, 
as the railway authorities had  already dealt with the 
m atter and were quite satisfied with the results. 
The I.B.F. sub-committee, however, had wanted that 
co-operation so that further progress might have 
been made, and M r. D earden’s present rem arks had 
thrown a considerable light on some things the sub
committee had been compelled to guess at, owing to 
British Railways’ refusal to be represented on the 
sub-committee.

Specification Marking Advocated
M r. S t o k o w ie c  said that replacement of the high- 

tin alloy (88 /10 /2) by (8 5 /5 /5 /5 )  was taking place 
slowly and he believed that, if  there was a chance to 
suggest it, 99 per cent, o f customers would accept 
the change. As far as standardization was con
cerned, the British Standard Specifications covered 
a num ber of alloys, but he agreed with the previous 
speaker that the 26 per cent, leaded bronze should 
be included, because a great many customers were 
using that type of alloy.

Scrap U tilization
The subject o f scrap utilization had not been 

mentioned, but Mr. H udson had advocated alum i
nium-bronze and manganese-bronze to replace tin- 
bronze, and a result was that castings such as crown 
wheels were coming back to  foundries through scrap 
merchants, some of whom were not aware that they 
might be of different alloys. It was then possible to 
spoil two tons of good phosphor-bronze m etal be
cause of aluminium contam ination. Instead of 
using high-quality scrap directly, it was now neces
sary to re-melt it in order to find out its com posi
tion, and Mr. Stokowiec wondered whether it would 
be possible to have a type of castings alloy identity 
stamp by which all m anufacturers could m ark their 
finished products. Some of them could be segre
gated even now, since David Brown Foundries, the 
Phosphor-Bronze Com pany and H olroyd’s were 
using stamps to distinguish their own products.

P roper scrap utilization would autom atically lead 
to cheaper castings, because it would mean a re
duction of the am ounts o f virgin m etal such as tin 
and copper now being used, but it was no good
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concentrating solely on the small foundries and users; 
what was needed was that scrap m erchants should 
buy from  the users and sell to the foundries and be 
responsible for the proper segregation of scrap. 
Being himself of C ontinental origin, he could rem em 
ber that before the war, in most European countries, 
there was very careful scrap segregation before it 
reached the scrap m erchants and in Germ any, in 
particular, scrap of very high quality was directly 
utilized in high-value products.

As far as British Railways were concerned, they 
had done very well in cutting down to five alloys, 
although he believed that they were actually using 
more than five. The railway authorities, perhaps, 
did not want to produce castings in m ore than five 
alloys themselves, but they were sending orders to 
other foundries calling for alum inium -bronze or 
manganese-bronze castings.

M r . W . G . M o c h r ie  said that M r. D earden, in re
ferring to 8 5 /5 /5 /5  (B.S. 1400-LG2), pointed out 
that it was an alloy introduced as a war emergency 
measure. H e (the speaker) presum ed this qualifica
tion pertained to British Railways practice, as there 
could be little doubt in the m inds of the audience 
that the alloy was probably the m ost popular leaded 
gunm etal in use. Its “ castability ” and perform ance 
had long since been established and, as Table II  on 
page 6 of the preprint indicated, it still ranked high 
in popular demand.

T hat the British Railways’ executive should have 
by-passed this alloy when seeking a substitute for the 
Railway Clearing House specification and chosen 
8 6 /7 /5 /2  (B.S. 1400-LG3) was difficult to conceive. 
So far as he knew, the physical properties of the 
R.C.H. alloy would still have been met by LG2, 
without recourse to the m uch m ore expensive LG3—  
a m atter of from  £10 to £15 per ton. As a fare- 
paying passenger on the railways, and at the same 
tim e having a watchful eye on his income-tax re
turns, the speaker would be glad to hear what justi
fication there was for spending £45 m ore per ton, 
representing the difference between R.C.H. value and 
quotations fo r L.G.3 at the present time. M r. D ear
den m entioned tha t the R.C.H. specification was used 
only for wagon bearings, if heard correctly, but he 
submitted that even this limited use accounted for 
very substantial tonnages each year. The change
over from  one specification to the other m ight be 
explained by some simple consideration. If  this ex
planation was mechanical o r metallurgical, foundry- 
men would still be very glad to have the reason for 
such a sudden and apparently drastic change in 
policy.

Expensive Contamination
H e hoped M r. Stokowiec had not had to pay too 

dearly fo r the experience attached to the “ saving ” 
by using outside scrap. Foundrym en in this country, 
although perhaps m ore reluctant to discard old prac
tices than their American colleagues, had fo r a good 
many years become resolved to the discontinuation 
of scrap charges in their furnaces. The reason was

the very one mentioned by M r. Stokowiec, and con
ditions were becoming worse every day so far as this 
m atter was concerned. One had only to  read Mr. 
Stokowiec’s excellent paper, given earlier in that 
day’s session, to realize the extent to which similar 
shapes were being produced from  fundam entally 
different alloys. Some form  of m arking arrange
m ent in  the foundry to distinguish different alloys 
might be a com m endable idea, but he did not think 
it would be very practicable. The particular shape 
to which he referred m ust have undergone m achining 
operations which had obliterated all cast surfaces. 
(He would like to know w hat m arking principle m ight 
have been involved to denote the outcome of the 
mixed phosphor-bronze/alum inium -bronze charge 
in the furnace!) M oreover, the bulk of secondary 
m etal destined eventually for foundry use was of 
the “ collected ” variety, so that segregation at source 
would not be completely satisfactory.

Mr. H udson had indicated the whole crux of the 
m atter— the non-ferrous ingot industry was m ore 
essential to-day than it ever had been. Its para
m ount service in the economical utilization of 
copper-base alloys from  a national standpoint in the 
conservation of im ported virgin m etal and the re
habilitation of the country’s available secondary re
sources, in effect went hand in hand with the econo
mies of the individual foundrym an. There could 
be no doubt of the need fo r this Report, although it 
was perhaps necessary to relate it to the shortages 
of metals at the time the sub-comm ittee was con
stituted. In  its present form  it was of perm anent use 
for designers and foundrym en alike.

Scrap for Smaller Firms
M r . F r a n k  H u d s o n  said he appreciated the re

marks of the last speaker because they were so very 
pertinent to the present position, and it was discus
sion of this nature which helped them to finally bring 
out a fully-balanced Report. The sub-committee 
had tried to look upon the whole subject in a general 
way, and whilst he fully appreciated the need for 
scrap segregation in the m anner indicated, the use 
of scrap should be a function of the larger foundries 
operating fully-equipped chemical laboratories. In 
his view, it was foolish for the small founder to try 
to use miscellaneous scrap, especially when its com
position was guessed at, and the founder did no t m ake 
a point of having full analysis of the finished cast
ings. Smaller foundries should use ingots from  an 
approved source, o f certified analysis, and should 
use only domestic scrap. T hat method put their 
melting-shop practice on a standardized and simple 
basis, and although it m ight cost a little m ore, it did 
guarantee the compositional quality of the final 
castings. The sub-committee felt that the American 
practice of using nothing but pre-alloyed ingots, plus 
domestic scrap, was of advantage to the small 
founder. Personally, he would prefer to leave the 
larger concerns and the ingot m anufacturers to cope 
with the scrap position.

The C h a irm a n  (M r. E. Longden) proposed a 
hearty vote of thanks to M r. Hudson, which was 
carried with acclamation.

(Continued on page 516 at foot of column two)
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Notes from the Branches
London— East Anglian Section

The East Anglian section of the London branch of 
the Institute of British Foundrymen visited the Ford 
Motor Company, Limited, Dagenham, on September 30. 
Approximately 25 members were conducted round the 
works, special attention being paid to the foundry 
department where arrangements had been made for the 
reception and segregation of the party from the normal 
flow of visitors. At the conclusion of the visit, a vote 
of thanks to the company was proposed by Mr. H. S. 
Ward, president of the section.

Lancashire—Presidential Address
Giving his impressions of Lancashire foundries during 

the past 20 yrs., with “ a peep into the future,” Mr.
F. A. Harper, delivering his presidential address to the 
Lancashire branch of the Institute of British Foundry
men, on October 10, said that if he were asked to state 
the most outstanding foundry achievement of the past 
20 years he would point to the advance of the fully- 
mechanized shop, of which there were 30 or more in 
the Lancashire area. Moreover, they excelled in 
efficiency and output, having plant equal to any in the 
country.

He quoted a rough estimate of 450 foundries in the 
north-west, to include the 30 which were fully mech
anized. The total was made up by 270 general iron- 
foundcrs (making a total of 300 on grey iron); the non- 
ferrous foundries totalled' 135, mostly small “ fam ily” 
units, but there we.re perhaps 25 of larger proportion. 
Add to these six making die-castings, six steelfounders 
and four malleable founders, and that would give a 
fair picture. Slight inaccuracies there must be in any 
list because it was difficult to classify them, for in 
several cases there were non-ferrous and iron foundries 
operating under one roof. The figures, however, clearly 
showed the extraordinary concentration of firms on 
grey iron; and the very small proportion of the whole 
devoted to steel or malleable. Lancashire was obviously 
a cast iron area, and obviously the salvation of the in
dustry during the next 20 yrs. must be largely in the 
hands of those 270 general ironfounders.

Future Progress
These foundries were mainly engaged in the produc

tion of heavy specialized castings, or of smaller parts 
in infinite variety for the jobbing trade. It would 
benefit very few of them to emulate the 30 fully-mech
anized plants, indeed is was true to say that the pro
duction of real repetition lines had already outstripped 
demand. Nor would it pay to convert all types of 
plate moulding to mechanization. He had the greatest 
admiration for the present output of many seemingly 
“ old-fashioned ” plate-moulding shops.

Whereas in 1930 skilled moulders were plentiful,, the 
position to-day was completely reversed and he believed 
that during the next 20 yrs. there would be a revolu
tion amongst the general ironfounders, each of whom 
would add mechanical aids not even contemplated 20 
yrs. ago. It would be advancement on a par with that 
of the repetition casting firms in-the 1930’s.

Some general ironfounders had indeed already shown 
the way, and the industry was indebted to them for 
some excellent papers in recent years describing 
various ways of overcoming the growing shortage of 
floor moulders by the application of many forms of 
mechanical assistance. Scores of foundries were con
stantly adding large jolters, impellor rammers, im
proved sand plants, better lifting tackle, or developing

core-assembly methods and eliminating loose patterns 
where possible. Noteworthy, too, was the co-operation 
which now existed between foundryman and pattern
maker—the latter had a much more important role 
to play in the future. “ One-offs ” castings there will 
always be, but even “ one-offs ” can be power rammed, 
and in the vast majority of Lancashire foundries, in
evitable improvements can be foreseen, with “ mech
anical aids ” doing all the “ donkey-work,” thus leav
ing the native skill of the craftsman, and—he sincerely 
hoped—-the apprentice, to develop the more interesting 
side of the craft.

Australian— Victoria
The September meeting of the Australian—Victoria 

branch of the Institute of British Foundrymen took the 
form of an evening visit to the works of Vickers Ruwolt 
Pty., Limited, Richmond. All departments were toured 
under competent guidance from members of the staff, 
and much interest was shown. At the close, supper 
was provided in the works canteen by courtesy of 
the management. Members were reminded of the 
dates—November 12 to 14—on which the Victoria 
Foundrymen’s Convention will be held.

Newcastle-upon-Tyne
Between 60 and 70 members of the Newcastle and 

district branch of the Institute of British Foundrymen 
visited the extensive works of Richardsons Westgarth & 
Company, Limited, Hartlepool, on October 10. The 
invitation, which was obtained from the management 
through the good offices of Mr. Colin Gresty, was greatly 
appreciated and the visit was thoroughly enjoyed.

Richardsons Westgarth’s was established at Hartle
pool many years ago—as marine engineers—in the early 
days, but considerable development has taken place in 
more recent years and in addition to marine engineering 
the firm is well established as turbine, electrical, and 
general engineers, boilermakers and ironfounders, so 
that the visit offered an opportunity of viewing a con
siderable variety of work. •

Although the visit was primarily concerned with the 
iron foundry, the interest of members was greatly in
creased by a visit to various departments. In the elec
trical department, for instance, turbines and rotors for 
land power-plants were in various stages of construc
tion, and in the marine section much interest was shown 
in a 6,000-h.p. Doxford engine in course of erection for 
testing. In both these departments many comments 
were made on the extent to which weldings are displac
ing castings, a welded turbine casing being an outstand
ing example. It was generally acknowledged that both 
castings and weldings are needed in industry and, while 
there is no well-defined demarcation line when com
ponents should be made as castings or weldings, the 
greater the progress in one or the other method will 
cause overlapping, either to the disadvantage of the 
fabricated product or the foundry industry, according 
to the degree of progress made. It was noticeable that 
welding fabrication is making headway in the manufac
ture of turbine rotors for power plants.

Iron Foundry
The iron foundry proved to be a typical marine engi

neering foundry, which, apart from a machine for making 
toothed-wheel moulds or cores, was devoid of moulding 
or core-making machinery; but there was much to in
terest members attending the visit. The foundry is 
housed in an old building and the method of using thi. 
floor for bedding-in work prevails to a considerable 
extent, even for the smaller castings, while pits are
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invariably used for large work. Much interest was 
shown in the mould for a large cylindrical casting and 
arranged for splitting, particularly in the method em
ployed to ease the job after casting to reduce distortion. 
The running method for a large stern tube was also 
inspected—a job which required unusual thick
ness of metal at each end and had proved awkward. 
Running on an incline, with the metal entering the 
thinnest part of the tube at the centre, had proved suc
cessful. Loam moulding plays an important part in the 
construction of many large moulds and especially in 
building up some of the complex cores.

The foundry is equipped with four cupolas, the three 
larger ones each being capable of producing 6 tons per 
hr., and composition of charges is controlled from the 
laboratory of an' associated firm, the North Eastern 
Marine Engineering Company, Limited, under the direc
tion of Mr. Gresty.

An excellent tea was provided at the conclusion of 
the visit, and Prof. A. Precce, president of the branch, 
expressed thanks on behalf of the members to the man
agement for their courteous invitation, to the various 
officials, who had devoted their Saturday afternoon to 
be hosts, and to the ladies who looked after the refresh
ments. Mr. Gresty made suitable acknowledgment.

September’s Steel Output Record
Steel production in September averaged 346,500 tons 

a week, which is the highest September figure ever 
recorded. It shows a marked recovery from the 
August level, which was affected by holidays, and it was 
also well above the weekly average of 329,800 tons 
recorded in September, 1952.

The rate of steel production in the third quarter of 
the year was a record for any September quarter at 
308,100 tons a week, compared with 292,800 tons last 
year. For the first nine months of this year steel pro
duction has averaged 334,400 tons a week, which is 
more than 10 per cent, higher than the average of 
303,300 tons for thre corresponding period of 1952.

Pig-iron output in September, which was also a record 
for that month, averaged 213,900 tons a week, compared 
with 208,600 tons a week in September of last year. 
Output of pig-iron in the third quarter of the year was 
at an annual level of 10.787,000 tons. This compares 
with a level of 10,599,000 tons a year ago.

Latest steel and pig-iron output figures (in tons) com
pare as follow with earlier returns: —

-

Pig iron. Steel ingots and 
castings.

Weekly
average.

Annual
rate.

Weekly
average.

Annual
rate.

1953—August
Septem ber . .  
Third q tr. . .

1 952—August
Septem ber ..  
Third q tr. . .

204.400
213.900
207.400

201.900 
208,000 
203,800

10.629.000
11.123.000
10.787.000

10.498.000
10.845.000
10.599.000

291,400
346.500 
308,100

279.500
329.800
292.800

15.155.000
18.019.000
16.019.000

14.535.000
17.149.000
15.224.000

A m e r ic a n  t e c h n ic a l  a s s is t a n c e  is being given in the 
working of rich mineral-bearing areas near thé Kenya 
coast, north of Mombasa, where tests have shown the 
existence of monazite and columbium.

L e e d s  F ir e c l a y  C o m p a n y , L im i t e d , are raising their 
ordinary and preferred ordinary dividends by 1 per cent, 
by paying 5 per cent, and 7 per cent, (both less tax) res
pectively for the year ended June 30, 1953.

N ew  Equipment
Vibrating Materials

A'simple and compact vibrator is being marketed in 
this country by Owl Engineering Supplies, Limited, 
16, South Parade, Doncaster; it is claimed to have 
proved its efficiency for loosening and effecting a free 
flow of materials through chutes, screens, bunkers, and 
sand hoppers. It can be used in the foundry industry 
for compacting sand in moulds. The standard types 
available are from 0.17 to 5 h.p., with a variation of 
vibrations from 1,500 up to 2,000 per min.

Industrial Instrumentation
To illustrate the achievements and potentialities of 

intrumentation and control, the British Industrial 
Measuring and Control Apparatus Manufacturers’ Asso
ciation, 21, Tothill Street, London, S.W.l, has produced 
its first handbook. It first indicates the various sections 
of industry served by instrumentation, together with 
photographs of typical installations.

“ Oldbury Minor ” Chain-grale Stoker
A new departure in the manufacture of automatic 

stokers has been the development of a still smaller unit, 
the Oldbury “ Minor,” by Edwin Danks & Company 
(Oldbury). Limited, Birmingham, for the firing of sec
tional boilers (either steel or cast iron) for industrial 
and commercial space-heating systems. In general 
principles the “ M inor’ resembles the firm’s larger 
models. It utilizes the same die-cast links with fine 
air spacing and negligible riddling losses, and has the 
some patented arrangement of secondary air supply.

Compressed-air Gun for Applying Refractories
A useful appliance for applying granular refrac

tory materials by means of compressed air is to 
be found in the BRI gun, which is a mobile machine 
of proved construction for the repair and maintenance 
of furnaces. It is simple to ooerate and control, 
and enables furnaces to be repaired while they are 
“hot” and in production, it is claimed.

The gun is available in two sizes, with hopper capa
cities of 5 cub. ft. and 10 cub. ft. respectively. It was 
developed by Basic Refractories, Inc., Cleveland, Ohio, 
and the manufacturing and sales rights in Great 
Britain, throughout the Commonwealth and in most 
parts of Europe are held by Steel Plant Auxiliaries, 
Limited, 180, Attercliffe Road, Sheffield, 4.

Utilization of Copper-base Alloys — 
Discussion 

(Continued from page 514)
WRITTEN COMMENT  

M r .  R. W. F i r t h  quoted from  the repo rt: 
“ Alum inium -bronze, B.S.1400 AB2, can be die-cast 
bu t it causes rapid deterioration of the die and, 
unless the properties o f this alloy particularly are 
required, it should not be specified and said tha t 
in the interests of m anufacturers and users of 
alum inium -bronze die-castings, attention should 
be draw n to this statement, which was completely 
incorrect. W ith the latest die m aterials now in use, 
the die “ life ” obtainable when m aking castings in 
the AB2 alloy was very nearly equal to that ob
tained with the AB1 material. There was thus no 
reason why the AB2 alloy should not be called for 
if desired.
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Effect o f Heat on Clays and its Bearing on the 
44 Life ” o f Clay Bonds*

Discussion of the Paper by J . White, D.Sc., and S. Davison, B.Sc.

The salent feature o f the discussion reported was the need to develop indigenous as compared with 
im ported bonding clays, and m ixing o f grades to secure optim um  properties was proposed. O ther points 
concerned the effect o f calcium com pounds in m ould ing  sand— deriving from  “ h a rd "  water, which was 
evaporated during use; suitable alternatives to bentonites; knock-out and refractory properties and the

possibility o f clay reclamation.

M r. J. J. Sh e e h a n  (past-president), in com 
plim enting the A uthors on the Paper, said, in his 
view, the approach was good but he was not too 
certain  of the conclusions. H e deprecated the fact 
tha t insufficient attention had been given to the 
kaolinite clays, which were quite abundant in this 
country and  it was very necessary to both the 
national and foundry economy for them to be used. 
Was it possible that the Paper might ultimately be 
extended to  em brace a further consideration of 
British kaolinite deposits ?

H ad  the Authors included the Cyprus bentonites 
with the G reek bentonites, o r had the form er not 
been investigated a t all ? T he Paper had stimulated 
him  to consider a m ixture o f bentonites in order to 
get a better m ean quality— had any work been done 
on that ? H e was no t a great believer in averages, 
but in m any foundries an average o f conditions had 
to  be met, and  in practice founders used a mixture 
of bentonites and the kaolinite clays, with great 
advantage in econom y and performance. His 
natural inclination was to  eliminate as far as pos
sible the bentonites because they were all obtained 
from  overseas and freight had to be considered. 
He had no personal success with the calcium 
m ontm orillonites or with the montm orillonites 
which had been treated on base exchange with 
sodium. This was due to  the fact that, apart alto
gether from  exam ining the natural material, when 
there was used a m ixture of very fine sand, 
sodium molecules and calcium molecules, along 
w ith the very hard  w ater o f the Staffordshire area, 
the exchange condition was being added to very con
siderably and  as a  consequence those m ontm orillon
ites degenerated much more rapidly than the 
kaolinites.

D r. J. W h it e , w ho presented the Paper a t the 
conference, thanked Mr. Sheehan fo r his remarks, 
which were based on very sound experience and 
with which he agreed. D uring the course of pre
paring the Paper he and his co-A uthor had started 
off to do a  few tests on kaolinites but as they pro
gressed they had decided that conditions at that 
tim e justified them in concentrating on the benton
ites. They were working prim arily for the steel- 
foundry industry rather than ironfounders, but 
since that time much m ore interest had been taken 
in the non-bentonite types of clay in the steel in
dustry an d  they would probably now shortly be 
investigating ball clays, if not china clays.

* P a p e r  presented- !« the a n n u a l conference of the Institute 
of British F oundrym cn an d  p rin ted  in the J o u r n a l ,  August 
6 and  20, 1953.

Cyprus bentonite they were unable to discuss at 
the moment, although they had received a sample 
some time ago, for the ordinary assessment of 
green-strength and  dry-strength.

It had  been found in several cases in the labo ra
tory that it should be possible to obtain improve
m ents in all-round properties by mixing bentonites, 
and it had also been found that if china clay was 
mixed with a  bentonite a  very rapid  rise in dry- 
strength resulted for the first additions o f benton
ite—up to some 20 or 30 per cent, addition. The 
effect on  green-strength was not so spectacular and 
was, generally, roughly additive. A t present he was 
unable to  say anything about the life of such mix
tures. Sodium -treated bentonites were fairly com 
m on nowadays. In m ost cases they seemed to  be 
perfectly satisfactory, but he could imagine that 
there m ight well be trouble due to base exchange 
with calcium, when hard  w ater was used. H e would 
have thought, however, that the same base-exchange 
reaction would take place with a natural sodium 
bentonite.

Calcium from Water
M r . S h e e h a n  pointed out that m oisture was being 

evaporated continuously from  the sand and calcium 
accum ulated a t a  considerable rate. M aking 200 
tons of castings a  week a t  his foundry necessitated 
an addition  of nearly 500 tons of water, and even 
if there was only 1 per cent, of calcium in that it 
was easy to see the advantage of calcium-free sands, 
and in his view this question should be investigated, 
if possible. H e felt that kaolinites were free from 
that disadvantage, and the degenerated kaolinites 
in the ball clay particularly.

D r . W h it e  thanked Mr. Sheehan for drawing his 
attention to the problem , though a practical solu
tion m ight be difficult to find.

•Mr . A. A ucsT E rN  asked w hether the refractori
ness o f the clay had any influence on the knock-out 
properties, when the clay was added to the core 
sand. Referring to Mr. Sheehan’s question with 
regard to  the m ixture o f  bentonite and clays, he 
knew that such a m ixture was used in  Am erica in 
order to get the com bined properties of high 
m oisture-absorption and high dry-strength.

D r . W h it e , in reply, said he could n o t answer the 
question categorically but wondered whether some 
of the staff from  the British Steel Castings Research 
Association, who were present and had been w ork
ing in a field which was m ore closely related, could 
answer it.
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Effect o f H eat on Clays

Refractoriness
M r . A u g s t e in  rem arked that it would seem at 

least theoretically probable that a  ball clay, having 
a high fusion .point of, say, 1,700 deg. C., which 
equalled a refractoriness of abou t 34 S.K., should 
give an easier knock-out than bentonites, the fusion 
points o f which were below 1,380 deg. C., a re
fractoriness below 14 S.K.

D r . W h it e  replied tha t they had been asked a 
short tim e previously to  investigate a  m ixture based 
on ball clay, from  the point o f view of sintering. 
An arbitrary  test had been used and they had  been 
rather surprised to find that the m ixture sintered 
quite appreciably in  spite o f the really high refrac
toriness o f the clay. A t the m om ent it d id no t seem 
possible to  generalize on the relationship between 
refractoriness and sintering tendencies.

M r . A r m it a g e , speaking for the British Steel 
Castings Research Association, confirm ed that work 
on ball clays was in hand and tha t it was intended 
to conduct a  series o f exam inations along similar 
lines to that made recently on bentonites. The 
Association had issued a report based upon the 
exam ination by Dr. W hite of some forty bonding 
clays from  all parts o f  the w orld; it w as a very in
teresting docum ent and was available on request.

Possibilities of Reclamation
iM r . G r e a v e s  referred to  the fact tha t D r. W hite 

had  said tha t in the layer o f sand which cam e into 
close contact w ith the molten metal the clay was 
totally destroyed and behind that layer the clay was 
partially destroyed. I t  was norm al practice to  try 
to  reclaim  sand from  fettling shops and to bring 
it back into the moulding shops, bu t it had  been 
said that this was a waste o f time, as the sand was 
useless for m oulding; he wished to  know if such 
a statem ent was supported by D r. W hite’s work.

D r . W h it e  replied that the whole business of 
sand reclam ation was being very actively considered 
by the B.S.C.R.A. W hat had been stated in the 
Paper was tha t the clay was destroyed as far as its 
bonding properties were concerned.

M r . S h e e h a n  said th a t he was personally most 
interested in a com bination of china clay, benton
ite and ball clays. L iterature on tha t subject was 
very extensive in  the ceramic industry, and he 
thought should be followed up keenly. He would 
like the m axim um  o f china an d  ball clays and the 
m inim um  o f bentonites, because it was all a m atter 
o f economics. I t was only through the w ork now 
being done by the A uthors that it would be possible 
to arrive a t the sort o f  conclusions desired.

D r . W h it e  replied that he was in com plete agree
ment. A t Sheffield they had one foot, as it were, 
in the ceram ic field, but in general the ceramic 
literature had not been such a help as m ight perhaps 
have been expected. The ceramic industry was 
certainly m aking up mixtures o f  tha t type but they 
were mainly interested in w hat happened during 
vitrification o r fusion, whereas the foundry interest 
was in w hat happened long before the bond started 
to fuse.

A lternatives to Bentonite
M r . J. L. F r a n c is  asked whether, a t the present 

stage of the investigations, D r. W hite could make 
any recom m endation as to w hat should be used if 
one could not get bentonite.

D r . W h it e  pointed ou t that the British Fullers’ 
Earth  was mot classed as a  bentonite and he be
lieved iron  founders used treated Fullers’ E arth 
quite extensively, although it was possibly n o t used 
so m uch in a  steel foundry. H e had never been 
altogether clear on  the reason. It was known that 
probably  the life was lower, and also tha t the green- 
strength tended to  be rather lower. I t  was always, 
however, possible to get a good green-strength by 
increasing the clay addition sufficiently, and in using 
ball clays it was necessary to use m ore clay. One 
could probably even raise the dry-strength in that 
way, but the question rem aining was how much 
clay it was economic to use and w hat would hap
pen to  the perm eability if one kept on adding clay?

There was one clay which had not been m en
tioned in the Paper, which was characterized by 
high dry-strength, namely the so-called secondary 
mica-type o f clay. Som e of those clays had fairly 
good bonding properties, although it could not be 
said that they were equal to bentonite, weight for 
weight.

D r . D . V . A t t e r t o n , referring to Fig. 11 of the 
Paper, said he had noticed that the Italian benton
ite was shown as having a  higher green- and dry- 
strength than the W yoming bentonite, whereas he 
had always been under the im pression that the latter 
were supposed to  be the best. T he difference 
seemed to be appreciable, particularly in regard to 
the dry-strength.

D r . W h it e , in reply, expressed surprise, because 
he and his co-A uthor had always found that with 
tha t particular bentonite the green-strength was 
higher, but the dry-strength slightly low er than 
with W yom ing bentonite. They had tested quite a 
large num ber of samples and they had always found 
this to  hold. D ue to  this relation, the dry-strength 
■for a given green-strength was generally higher for 
the Italian bentonite, but this was not the case when 
dry-strengths were com pared a t  a given moisture 
content. A t the m om ent he could not remember 
w hat was the reason for the apparen t discrepancy 
in the present results, but he would look into the 
m atter when he got back to Sheffield.*

M r . S h e e h a n  gave a warning that founders 
should be very careful with regard to procuring 
supplies o f nam ed bentonites, and should insist on 
knowing the geographical location as fa r as pos
sible. Otherwise there was no guarantee that in 
Decem ber they would be supplied from  the same 
source as in January.

T h e  C h a ir m a n  (Dr. A. B. Everest) proposed a 
hearty  vote o f thanks to  D r. W hite and Mr. Davison, 
which was carried with acclamation.

* Dr. White has since written that he has checked the results 
to which Dr. Atterton referred, and the reason for the 
apparent discrepancy was in their having to change to a new 
batch of silica sand during the work. Normally, when 
this happened, care w’as taken to indicate it in the Paper, 
but in the case raised the change-over was unfortunately 
overlooked, mainly because they were concerned more in 
examining the change in properties of a given clay with 
heat rather than in making any absolute comparison of 
different clays.
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N ews in Brief
S o u t h e r n  F o u n d r ie s , L im i t e d , have planned to ex

tend their storage facilities at Purley Way, Croydon, 
Surrey.

I t  is  p r o p o s e d  by the Aluminium Castings Com
pany, Limited, to raise their capital from £500,000 to 
£575,000.

M e t a l  A l l o y s  &  S m e l t in g  W o r k s , L im i t e d , have 
prepared plans to extend their factory on Eley’s Estate, 
Edmonton, London.

W. A d a m  &  S o n s , L im i t e d , have had plans prepared 
to carry out extensions to their brassfoundry in Spon 
Lane, West Bromwich.

S p r a y  b a t h s  and dressing accommodation are to be 
provided for employees of Southbank Ironworks, Kirk
intilloch, at a cost of about £15,000.

The I n s t it u t io n  o f  P r o d u c t io n  E n g in e e r s  is holding 
a second conference on “ Problems of Aircraft Produc
tion ” at the University of Southampton on Decem
ber 18 and 19.

L e ic e s t e r , L o v e l l  &  C o m p a n y , L i m i t e d , North 
Baddesley, Southampton, manufacturers of “ Casco ” 
synthetic resin and casein glues, announce that they are 
now in a position to supply a range of furane resins.

T h e  t e n d e r  of Cowans, Sheldon & Company, Limited, 
•Carlisle, for the supply of four electric travelling cranes 
for Newcastle quayside at a cost of some £63,000, has 
been accepted by Newcastle-upon-Tyne City Council.

V ic k e r s , L i m i t e d , and Cammell Laird & Company, 
Limited, have opened conversations with the Iron and 
Steel Holding and Realization Agency for the repur
chase of interests in English Steel Corporation, Limited.

M r . T h o m a s  L u n d  W e l l s , of Keighley, retired brass 
and malleable iron founder and director of Jonas Wells, 
Limited, brass founders, Greengate Works, Keighley, 
who died in August, left £69,261 (net £69,149, duty paid 
£27,714).

A f i r m  which had been free of industrial accidents 
for 100 years, Withers (Walsall), Limited, manufacurers 
o f  brass and die castings, was fined £15 at Walsall 
•Court recently for not securely fencing a dangerous part 
of a machine.

T h e  C a n a d ia n  G o v e r n m e n t  has ended its two-year 
•control over the sale of primary nickel. It is now no 
longer necessary for consumers to get purchase orders 
approved by the Defence Production Department before 
■obtaining nickel.

A n  e x c h a n g e  o f  g o o d s  to the equivalent value of 
£50,214,285 is provided for in a trade pact under which 
France will supply coal, manufactured goods, and iron 
and steel products in return for wool and other goods 
from the Argentine.

A f ie l d  s u r v e y  p a r t y  of the Geological Survey of 
■Canada has discovered the occurrence of scheelite in 
Newfoundland. Manganese has been located at North 
Bathurst (New Brunswick), and tungsten deposits have 
been found on the shores of the Strait of Canso, Nova 
Scotia.

L ig h t a l l o y s , L im i t e d , are cutting their dividend by 
2 i per cent, to 171 per cent, less tax, by recommending a 
final of 12-J- per cent, for the year ended June 30, 1953. 

'Profit for the year, after charging depreciation of 
£12,228, compared with £10,311 last year, declined from 
£69,488 to £31,476.

At the non-ferrous foundry of Francis W. Birkett & 
Sons, Limited, Gleckheaton, moulds on one roller con
veyor leading from the moulding machines as well as

those on a parallel conveyor from the hand-moulding 
section are filled out of one ladle suspended between 
them—according to the latest issue of Target.

M o r e  t h a n  100 s t r ik e r s , including 20 girls, have now 
returned to work at the National Steel Foundry (1914), 
Limited, Levcn (Fife), after a stoppage early last 
week because women were being employed on men’s 
work. The management has agreed to take women off 
the job of setting up cores to facilitate negotiations.

To in c r e a s e  the manufacturing capacity and to meet 
the demand for larger sets, the Fraser & Chalmers Engi
neering Works of the General Electric Company, 
Limited, are building a new heavy turbine shop at the 
Erith (Kent) works. The shop will be in two sections, 
the main bay 130 ft. by 360 ft. with an annexe 40 ft. by 
280 ft.

T h e  M e c h a n ic a l  E n g in e e r in g  D iv is io n  of Chamber- 
lain Industries, Limited, Staffa Works, Stafla Road, 
Leyton, London. E.10, have appointed as their stockists 
and distributors for Yorkshire, Lavite, Limited, of Caw
ley’s Mill, Cleckheaton. a subsidiary of John Rigby & 
Sons, Low Moor, who specialize in chain annealing, re
pairing and testing.

T h e  B ir m in g h a m  electroplaters, silversmiths and 
copper refiners, Elkington & Company, Limited, who 
transferred the bulk of their work to Bloxwich, Walsall, 
as a result of the war, are doubling their “A” Ordinary 
capital. A meeting is to be held on October 30 to 
raise the authorized figure. Sir Louis Sterling is 
chairman of the company.

T h e  E s s o  P e t r o l e u m  C o m p a n y , L im i t e d , have 
announced that, as from October 15, spot and 
contract prices of the following products have been 
reduced by 7s. per to n :—Esso marine Diesel medium; 
Esso marine Diesel; Esso fuel medium; Esso fuel heavy; 
and Esso bunker fuel. These price reductions apply to 
the bunker schedule only.

A t  t h e  a n n u a l  m e e t in g  of the Wolverhampton and 
District Engineering Society on October 12, Mr. J. M. 
Boyd, chief switchgear engineer to the Electric Con
struction Company, Limited, was introduced as presi
dent. The meeting re-elected Mr. Nicol Robertson as 
secretary and Mr. A. J. Blackmore as treasurer. Mem
bership of the society is now approximately 300.

B o u l t o n  P a u l  A ir c r a f t , L im i t e d , Wolverhampton, 
has sold a number of their Balliol T.2 advanced train
ing aircraft to Ceylon for use by the Singhalese Air 
Force. The planes are to be built at the Pendleford 
factory and then dismantled for export by sea. Mr. 
B. Hamer, a Boulton Paul service engineer, is to leave 
for Ceylon In a few week’s time to supervise the re
assembly.

E x h ib it s  of Radiovisor Parent Limited, 1 Stanhope 
Street, London, NAV.l, at the Fuel Efficiency Exhibi
tion, to be held in City Hall, Manchester, from Novem
ber 18 to 28, will include the firm’s industrial smoke 
indicator. This provides visual and audible alarm 
when the density of smoke emission exceeds a pre
determined figure, and can operate in temperatures as 
high at 130 deg. F. without deterioration.

T h e  e m p l o y m e n t  of 600 men at the Coltness 
Foundries, Newmains, Lanarkshire, is seriously 
threatened by the decision of G. & J. Weir, Limited, 
engineers, Glasgow, to close down the foundries at the 
end of this year. In an official announcement at the 
weekend the firm stated that this action had been 
forced upon them because it was not possible to obtain 
a sufficient volume of orders beyond their own require
ments to operate the foundries efficiently.
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Net vs in  B r ie f

R e s e a r c h  w o r k  on John Wilkinson the “father of 
the South Staffordshire iron trade” carried out by the 
Bilston Historical Society has resulted in the arranging 
of a visit in the New Year by Dr. W. H. Chaloner, of 
Manchester University. Dr. Chaloner, who is one of 
the leading authorities on Wilkinson, will go to Bilston 
to tell members of the society about a life of Wilkinson 
which he is writing.

A  T r e a s u r y  O r d e r  increasing from 9d. to Is. 3d. a 
gallon the amount by which the Excise duty on hydro
carbon oils is less than the corresponding Customs duty 
came into operation last Wednesday. The effect is to 
reduce by 6d. a gallon the Excise duty on such oils. 
The Order also has the effect of reducing by the same 
amount the Excise duty on petrol substitutes which is 
at the same rate as that on hydrocarbon oils.

T h e  “ F ry  2 5 ” C l u b  (members of which have all 
had over 25 years of service with Fry’s Metal Foun
dries, Limited, or the Eyre Smelting Company, Limited, 
Tandem Works, Merton Abbey, London, S.W.19, and 
their associate companies) held its inaugural dinner on 
October 9th, at the Trocadero Restaurant, Shaftesbury 
Avenue. It is of interest to record that the service of 
the 48 members of the club totals 1,498 yrs.

O n e  of the leading factors governing design in 
American engineering, according to a team of 11 British 
specialists who visited nearly 50 establishments in the 
United States early last year, is “ producibility.” The 
need for considering economy when deciding upon 
design is also emphasized in the team's report, “ Design 
for Production.” which was published on October 12 
by the British Productivity Council (price 3s. 6d.).

T h e  M in is t r y  o f  L a b o u r  and National Insurance has 
just issued the first Report of an advisory committee 
on the Employment of Older Men and Women. It is 
available from H.M. Stationery Office, price 2s. l |d ., 
post free. It puts into words what is generally known 
about the employment of older people, such as the in
creasing percentage of the elderly, their reliability and 
good timekeeping. It is a wholly sensible report and 
deserves close consideration by all employers.

T h e  B ir m in g h a m  b r a n c h  of the Institution of Works 
Managers, which two years ago formed two advisory 
panels to assist its members with advice on work sim
plification and incentives, has formed a third panel— 
on materials handling. The new panel is to consist of 
about 30 members of the branch who are experienced 
in the many aspects of the subject. Mr. W. R. P. King, 
works manager of the Birmingham Mint, has been 
elected chairman of the branch’s study groups.

T r a n s f e r  o f  the head office and London-area branch 
office establishments of Newton Victor, Limited, to larger 
premises at 132, Long Acre, London, W.C.2 (telephone, 
covent Garden 0861), is now completed. The move 
brings together again the various departments and 
activities formerly divided between the offices at Caven
dish Place and Bolsover House and, it is believed, will 
make for improved efficiency and greater convenience 
for the company’s customers, correspondents and 
suppliers.

A d ie  B r o t h e r s , L i m i t e d , Birmingham, have made 
a silver cup for the Federation Française de Football, 
which is to be one of the major awards in French 
matches. Known as the “ Coupe Charles Drago ” 
Trophy, it is 25 in. high and weighs 160 oz. The

handles of the cup are shaped like dragons and four 
miniature dragons support the base of the stem. The 
lip is surmounted by a decorative finial supported by 
four dolphins. France has lifted her silverware trade 
barrier to allow the import of the cup.

A d m ir a l  S ir  D e n is  B o y d , principal of Ashridge 
College, gave the first James MacClaren Lecture at the 
Birmingham College of Technology last week. The 
lecture has been established as an annual event to com
memorate Mr. MacClaren, a Birmingham industrialist 
who died two years ago at the age of 54. Mr. Mac
Claren served as Regional Controller of the Ministry 
of Supply during the war and became managing director 
of B.S.A. Tools Limited in 1946. He was especially 
admired for his flair in human relations.

W h e n  t h e  L o r d  M a y o r  o f  B ir m in g h a m  (Alderman
G. H. W. Griffith), paid his civic visit to the Birmingham 
Mint on October 15 he- watched the striking of bronze 
medals which will commemorate the forthcoming visit 
of the Queen to New Zealand. The Mint has con
tracted to produce 425,000 of these medals. The Lord 
Mayor also watched Uruguayan cupro-nickel two 
centesimo coins being pressed at the rate of 40,000 a 
day from each of eight machines. A silver medal com
memorating the visit was presented to the Lord Mayor 
by the chairman, Mr. H. N. Sporborg.

B r i t is h  in d u s t r y  must aim at increasing its export 
trade “ by something like 20 per cent, in volume ” and 
must not_depend too much on “ that easy home market, ’ 
Mr. Derick Heathcoat-Amory, Minister of State, Board 
of Trade, said last week at the annual dinner of 
the National Federation of Engineers’ Tool Manu
facturers in Birmingham. Other speakers were 
Mr. F. W. Halliwell, of London, president of 
the Gauge and Tool Makers' Association; the Hon. 
R. A. Balfour, president of the National Federation of 
Engineers’ Tool Manufacturers, who took the Chair: 
and Mr. S. J. Harley, vice-president of the Federation 
and chairman and managing director of the Coventry 
Gauge and Tool Company, Limited.

A W o r c e s t e r  a n d  d is t r ic t  Management Association 
was formed at a meeting in the city’s Guildhall on 
October 12, attended by over 100 people, including 
managing directors and foremen. The new body is 
the result of discussions initiated a year ago, and it 
aims to meet the needs of increasing industrial activity 
and the necessity for having some co-ordinating body 
for work, sales management, personnel, costing and 
office administration. A feature of the Association’s 
work will be to provide facilities for technical training 
and a special course in management has been started 
at the Worcester Technical College. Sir Hugh Chance 
was elected president of the Association and Mr. D. 
Powell chairman with Mr. A. F. Jones secretary.

T h e  B r i t is h  T r a n s p o r t  C o m m is s io n  announce that, 
as a result of the Transport Act, 1953, and with the 
approval of the Road Haulage Disposal Board, they 
will, as a first step, offer for sale about 1,500 road trans
port units comprising some 10,000 road haulage vehicles. 
These will be offered in three monthly schedules, com
prising rouahly 3,300 vehicles each, and the units in each 
schedule will be well spread geographically over different 
parts of England, Scotland and Wales. Over 2,000 of 
these vehicles will be offered for sale in small units of 
one, two, three and four vehicles without premises and 
no unit will include more than 50 vehicles. Nearly half 
of the units will include operational premises. Adver
tisements inviting tenders will appear in the Press and 
these will indicate where lists of units and tender forms, 
can be obtained.
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W9*"  Refractory 

concrete for precast 

shapes, burner blocks 

and monolithic 

furnace structures

A re  you  m easuring up to the effort required o f  
j t y a l l  steel-users?  D o you realise that roughly half 
this country’s supplies o f new steel are m ade from  
scrap? T hat factories like yours are am ong the 
m ain sources o f  the raw  m aterial needed in the steel
w orks? I t is vitally im portan t tha t these sources 
should not be allowed to dry up.

D o not forget tha t scrap does n o t begin and end 
with the daily turnings in your machine shop. 
There are other form s o f scrap. Obsolete machines 
and equipm ent, redundant 
buildings, in fact every
thing containing iron and 
steel which has outlived its 
effective purpose— all this 
is scrap and should be sent 
off to  your local scrap mer
chant as soon as possible.

Search your w orks for it 
and tu rn  it in. Y ou will be 
doing yourselves a  great 
service.

Issued for the STEEL SCRAP DRIVE 
by the British Iron and Steel Federation and the National 

Federation of Scrap Iron, Steel and M etal Merchants.

What is scrap ?
All iron and steel that 
has outlived its effec
tive purpose.
Where should it go ? 
To your local scrap 
merchant. He will be 
glad to help with the 
dismantling and re
moval ofobsolete plant 
and machinery.

W h o  i s n ’ t  

m e a s u r i n g  u p ?

M O R G A N
I  v e f r a c t o r i e s

A R E  W O R T H  F A R  M O RE TH A N  T H E Y  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

(Refractories Group), Neston, Wirral, Cheshire. Telephone: Neston 1408 
NE.33

R.C.849 Is a  cashable refractory  th a t can be poured 
behind shu ttering  or placed in  moulds in  exactly the 
same way as ordinary concrete.
I t  is ready for service twenty-four hours after 
pouring. Setting, drying and firing shrinkage is 
p ractically  nil. I t  has a  high cold s tre n g th ; which 
is increased by firing a t  1350°C. I t  does not spall even
under wide and rapid variations in  tem perature.
, . !
I Physical Properties

I Maximum service tem perature   1350°C .
I D ensity: G r e e n .....................   130 lb.'cu. ft. I

After firing1 a t  13S0°C ...............................  120 lb./cu. ft.

Cold crushing s tren g th : Green ...    3360 lb/sq. in.
After firing a t 1350°C ............................... 4480 lb/sq. in. j

Refractoriness .................................................... Cone 19 (1520°C) j
| After-contraction ... Not measurable after firing a t  1350°C. j

l________________________________________________l
O ther M organ refractories inc lude:  M .R. PLASTIC 

MOULDABLE — a  m o u ld ab le  h ig h -a lu m in a  re fra c to ry  
m a te r ia l  fo r te m p e ra tu re s  up  to  1650°C (3002“F ) ; M .I.22 
INSULATING CONCRETE. T he M .I .28 LOW-STORAGE 
INSULATING REFRACTORY fo r te m p e ra tu re s  up to  
2800’F  (1538”C) an d  th e  M .R .I .—  SUPER-DUTY REFRAC
TORY w h ich  is  s ta b le  up  to  1600°C (2912aF ).
Literature will be sent on request.



522 FOUNDRY TRADE JOURNAL O CTO BER 22, 1953

Raw Material Markets
Iron and Steel

The general position in the foundry trade shows little 
change. Activity varies from area to area and from 
foundry to foundry. At the moment there is insufficient 
business to keep all the foundries working at capacity 
levels, and there is nothing to indicate a decided change 
for the better in the near future. Buyers of castings are 
content to indent for their immediate requirements and, 
if not unwilling, certainly are not anxious to build up 
large stocks. The light and jobbing foundries need 
more export orders to keep them fully engaged and most 
of the textile foundries are in the same, position. In 
the circumstances they are content to order just sufficient 
high-phosphorus pig-jron to keep them going, and the 
supplies they requisition show a big drop compared with 
past experience, so that producers of this grade are 
not disposing of the whole of their outputs.

The engineering and speciality foundries, on the other 
hand, aré kept busy: They have good orders to fulfil 
for home users of castings and for engineering firms 
which are active in the export markets. They can take 
all the hematite and medium-phosphorus and low- 
phosphorus iron that the makers can provide, and some 
of them are good customers for the refined grades.

Foundry and furnace cokes are available in sufficient 
quantities to meet requirements and supplies of scrap, 
ganister,-limestone, and firebricks are obtained without 
difficulty.

The pressure of orders for steelworks’ products has 
tapered off, but there is still a heavy business in most 
departments. Output is maintained at a high level 
and the steelworks are absorbing large tonnages of basic 
pig-iron. Orders for heavy joists and angles are not 
coming in at the rate at which these products are being 
delivered, but the fact that steel-mill order-books now 
bear a more realistic appearance is perhaps all to the 
good. There is still heavy pressure for plates, and 
output is bespoken for months ahead. Re-rollers are 
less fortunate, and are in need of orders, especially for 
small angles. Demand for sheets has revived and some 
of the mills can now offer only extended delivery dates.

Non-ferrous Metals
The copper market was surprised, but apparently not 

disturbed, by the report to hand last Friday that the 
long drawn-out negotiations between Washington and 
Chile in regard to the sale of some 100,000 short tons 
of surplus copper had come to a standstill. It would 
appear that the resignation of the Chilean Cabinet has 
something to do with this breakdown in the talks, but 
whatever the cause the fact remains that things are back 
where they started, except that the amount of surplus 
copper overhanging the market is now, at a modest 
estimate, something approaching twice what it was 

when the talks were instituted. Judging by the fact 
that the market advanced to £240 on Friday, it would 
seem that the news was not interpreted in a bearish 
fashion. On the week the gain was £5 in cash and £4 
in three months. Zinc, too, was firm, with closing 
prices 30s. higher for October and 23s. up for January. 
Lead gave a good account of itself, closing with gains 
of £2 10s. and £2 for the current and forward 
months. Tin seems to have taken a turn for the better 
and last week saw cash £14 10s. higher at £617 10s., 
while three months, at £599, was up by £8.

Details for August' have been supplied by. the British 
Bureau of Non-ferrous Metal Statistics and, as might 
be expected, consumption was lower than in July on 
account of the holidays. Usage of copper was 27,669

tons, of which 22,973 tons were refined and only 4,696 
tons scrap; in July the total was 30,873 tons, but 
primary copper was 14,698 tons and 16,175 tons scrap. 
From this one must suppose that the long period of 
drawing on stocks has come to an end, although, of 
course, the 23,000 tons odd it a lot less than the 1952 
average, which was in the region of 31,000 tons 
monthly. Stocks; which no longer include Government 
metal, were 27,422 tons at August 31. It looks as 
though consumers built up their reserves during the 
month. Stocks of zinc at August 31 were 33,348 tons, 
compared with 34,609 tons at the end of July, while 
consumption at 17,341 tons,' all grades, compared with 
19,226 tons in the previous month. In lead, also, there 
was a drop in usage, for the August figure was 20,599 
tons, which included 5,732 tons of scrap and rcmelted, 
whereas in July the corresponding total was 23,455 tons. 
Stocks of refined lead at August 31 were 28,290 tons, 
against 25,820 tons at July 31. Consumption of tin in 
August was very low, no more than 1,177 tons.

Official metal prices were as follow: —
C o p p e r , Standard—Cash: October 15, £235 to

£237 10s.; October 16, £235 to £240; October 19. £239 
to £242 10s.; October 20, £245 to £247 10s.; October 21, 
£237 10s. to £240.

Three M onths: October 15, £222 10s. to £223 10s.; 
October 16, £222 10s. to £223; October 19, £225 10s. 
to £226; October 20, £227 10s. to £228; October 21, 
£223 15s. to £224.

T in , Standard—Cash: October 15, £607 10s. to £610; 
October 16 £610 to £615; October 19, £622 10s. to 
£627 10s.; October 20, £627 10s. to £630; October 21, 
£617 10s. to £620.

Three Months: October 15, £590 to £592 10s.; October 
16, £595 to £597 10s.; October 19, £602 10s. to £605; 
October 20, £607 10s. to £610; October 21, £597 10s. to 
£600.

Z in c —October: October 15, £73 5s. to £73 10s.; 
October 16, £73 10s. to £73 15s.; October 19, £74 5s. 
to £74 10s.; October 20, £76 to £76 10s.; October 21, 
£76 to £76 5s.

January: October 15, £70 10s. to £70 15s.; October 16, 
£70 10s. to £70 15s.; October 19, £71 5s. to £71 10s.; 
October 20, £72 15s. to £73 5s.; October 21, £72 5s. to 
£72 10s.

L e a d —October: October 15, £91 15s. to £92; October 
16, £91 15s. to £92; October 19, £92 15s. to £93; October 
20, £92 15s. to £93; October 21, £92 15s. to £93.

January: October 15, £88 15s. to £89; October 16, 
£88 5s. to £88 15s.; October 19, £89 to £89 5s.; October 
20, £89 15s. to £89 17s. 6d.; October 21, £89 5s. to 
£89 10s.

Important date.—The annual conference of the In
stitute of British Foundrymen next year will be held 
from June 22 to 25, with the annual general meeting 
on Wednesday, June 23. It will be held at the 
premises of the Institution of Engineers and Ship
builders in Scotland, Elmbank Crescent, Glasgow. The 
Edward Williams Lecture on that occasion will be 
delivered by Professor A. W^Scott, b .s c ., p h .d ., a .r .t .c ., 
m . i .m e c h .e ., of the Royal Technical College, Glasgow, 
his subject being “ Engineering Research Methods and 
Casting Problems.”

T h e  227,671 t o n s  of iron ore carried by British 
Railways during the week ended September 26 made 
the highest weekly total since J.une. During the 
same week over 334.000 tons of iron and steel was 
conveyed from the principal steelworks.
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WHO USES FULBONDP
—Foundrymen who want to 

strengthen natural sand

‘FULBOND’
gives ex tra  strength to 

new sands and 

regenerates floor sand

For service and information write to:-
THE FULLERS’ EARTH UNION LTD.

Patteson  Court, Redhill, Surrey. Tel: Redhill 3 5 2 1 . CH

Y O U  C A N  P U S H
P U L L  

O R
L IF T  WITH COMPRESSED AIR

U N IT E D  S T A T E S  M E T A L L IC  P A C K IN G  co . l t d
S O H O  W O R K S ,  B R A D F O R D ,  Y O R K S H I R E  T e l e p h o n e s :  4I284-4I285 
B ranch  O f f ic e s : L O N D O N , L IV E R P O O L ,  B O L T O N ,  N E W C A S T L E ,  C A R D IF F , S O U T H A M P T O N

I t is the safest and one of the 
most economical methods of 
applying power.
Single or multiple cylinders 
can be provided for pulling 
or pushing any loads within 
their capacity.
They can be controlled auto
matically or by hand with 
great precision, and are par
ticularly suitable where 
dangerous materials or molten 
metals are being handled.

W rite for details to :
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Current Prices o f  Iron, Steel, and Non-ferrous Metals
(Delivered unless otherwise stated)

O ctober 21. 1953

PIG-IRON
Foundry Iron.—No. 3 I r o n , C l a ss  2 :—Middlesbrough, 

£13 18s. Od.; Birmingham, £13 11s. 3d.
Low-phosphorus Iron.—Over 0.10 to 0.75 per cent. P, 

£16 14s. 6d., delivered Birmingham. Staffordshire blast
furnace low-phosphorus foundry iron (0.10 to 0.50 per cent. 
P, up to 3 per cent. Si), d /d  within 60 miles of Stafford, 
£17 0s. 3d.

Scotch Iron.—No. 3 foundry, £16 11s. 0d., d/d Grange
mouth.

Cylinder and Refined Irons.—North Zone, £18 3s. 0 d .; 
South Zone, £18 5s. 6d.

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

Hematite.—Si up to 21 per cent., S. & P. over 0.03 to 0.05 
per cen t.:—N.-E. Coast and N.-W. Coast of England, 
£16 12s. Od.; Scotland (Scotch iron), £16 18s. 6 d .; Sheffield, 
£17 13s. Od.; Birmingham, £17 19s. 6 d .; Wales (Welsh 
iron), £16 18s. 6d.

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

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

Ferro-silicon (6-ton lots).—40/55 per cent., £53 10s. 0d., 
basis 45 per cent. Si, scale 21s. 6d. per u n it ; 70/84 per cent., 
£82 10s. 0d., basis 75 per cent. Si, scale 23s. per unit.

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

Ferro-molybdenum.—65/75 per cent., carbon-free, 10s. Od. 
to Us. Od. per lb. of Mo.

Ferro-titanium.—20/25 per cent., carbon-free, £165 0s. Od. 
to £181 0s. Od. per to n ; 38/40 per cent., £229 0s. Od. to 
£235 0s. Od. per ton.

Ferro-tungsten.—80/85 per cent., 20s. Od. per lb. of W.
Tungsten Metal Powder.—98/99 per cent., 23s. 3d. per 

lb. of W.
Ferro-chrome (6-ton lots).—4/6 per cent. C, £85 4s. 0d., 

basis 60 per cent. Cr, scale 28s. 3d. per u n i t ; 6/8 per cent. C, 
£80 17s. 0d., basis 60 per cent. Cr, scale 26s. 9d. per u n it ; 
max. 2 per cent. C, 2s. 2d. pier lb. C r; max. 1 per cent. C, 
2s. 2^d. per lb. C r; max. 0.15 pier cent. C, 2s. 3Jd. per lb. Cr 
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. Od. per lb.
Metallic Chromium.—98/99 per cent., 6s. 3d. to 6s. 9d. 

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

£225 0s, Od. to £232 0s. Od. per to n ; 96/98 per cent., 
£255 0s. Od. to £262 0s. Od. per ton.

Ferro-columblum.—60/75 per cent., Nb +  Ta, 40s. Od. 
to 70s. Od. per lb., Nb -j- Ta.

SEMI-FINISHED STEEL
He-rolling Billets, Blooms, and Slabs.—B asic : Soft, u.t., 

£25 12s. 6d .; tested, 0.08 to 0.25 per cent.. C (100-ton lots), 
£26 2s. 6 d .; hard (0.42 to 0.60 per cent, C), £28 0s. Od.; 
silico-manganese, £33 16s. Od.; free-cutting, £28 16s. 6d. 
Sie m e n s  M a r t in  A c id  : tip  to 0.25 per cent. C, £32 12s. Od.; 
case-hardening, £33 0s: Od.; silico-manganese, £34 17s. 6d.

Billets, Blooms, and Slabs for Forging and Stamping.—
Basic soft up to 0.25 per cent. C, £29 16s. Od.; basic, hard, 
over 0.41 up to 0.60 per cent. C, £30 16s. Od.; acid, up to 
0.25 per cent. C, £33 0s. Od.

Sheet and Tinplate Bars.—£25 11s. 6d.

FINISHED STEEL

Heavy Plates and Sections.—Ship plates (N.-E. Coast). 
£30 6s. 6 d .; boiler plates (N.-E. Coast), £31 14s. Od.; floor 
plates (N.-E. Coast), £31 15s. 6 d .; 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. 6 d .; flats, 5 in. wide and under, £32 4s. 6d .; 
hoop and strip, £32 19s. 6 d .; black sheets, 17/20 g., 
£41 6s. Od.; galvanized corrugated sheets, 24 g., £49 19s. 6d.

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

Tinplates.—57s. 9d. per basis box.

NON-FERROUS METALS

Copper.—Cash, £237 10s. Od. to £240 0s. Od.; threo 
months, £223 15s. Od. to £224 0s. Od.; settelment,
£240 Os. Od.

Tin.—Cash, £617 10s. Od. to £620 0s. Od.; three months, 
£597 10s. Od. to £600 0s. Od.; settlement, £620 0s. Od.

Zinc.—October. £76 0s. Od. to £76 5s. Od. ; January, 
£72 5s. Od. to £72 10s. Od.

Refined Pig-lead.—October, £92 15s. Od. to £93 0s. Od.; 
January, £89 5s. Od. to £89 10s. Od.

Zinc Sheets, etc.—Sheets, 15 g. and thicker, all English 
destinations, £102 0s. Od.; rolled zinc (boiler plates), all 
English destinations, £99 15s. Od.; zinc oxide (Red Seal), 
d/d buyers premises, £87 0s. Od.

Other Metals.—Aluminium, ingots, £150 0s. Od.; mag
nesium, ingots, 2s. lOJd. per lb . ; antimony, English, 
99 per cent., £225 0s. Od.; quicksilver, ex warehouse, 
£61 15s. Od.; nickel, £483 0s. Od.

Brass.—Solid-drawn tubes, 22Jd. per lb. ; rods, drawn, 
32 J d . ; sheets to 10 w.g., 242s. Od. per cw t.; wire, 30 4 d . ; 
rolled metal, 238s. 9d. per cwt.

Copper Tubes, etc.—Solid-drawn tubes, 274d. per lb . ; 
wire, 269s. 9d per cwt. basis; 20 s.w.g., 298s. 9d. per cwt.

Gunmetal.—Ingots to BS. 1400—LG2—1 (85/5/5/5), 
£175 0s. Od. to £187 0s. Od.; BS. 1400—LG3—1 (86/7/5/2), 
£185 0s. Od. to £198 0s. Od.; BS 1400—G l—1 (88/10/2), 
£252 0s. Od. to £285 0s. Od.; Admiralty GM (88/10/2), 
virgin quality, £252 0s. Od. to £300 0s. Od. per ton, delivered.

Phosphor-bronze Ingots.—P.B1, £265 0s. Od. to £2950s.0d.; 
L.P.B1, £215 0s. Od. to £240 0s. Od. per ton.

Phosphor Bronze.—Strip, 353s. 3d. per cw t.; sheets to 
10 w.g., 375s. Od. per cw t.; ware, 441 d. per lb .; rods, 3 8 fd .; 
tubes, 37d.; chill cast b a rs : solids 40d., cored 41d.
(C. Cl if f o r d  & S o n , L im it e d .)

Nickel Silver, etc.—Rolled metal, 3 in. to 9 in. wide x 
.056, 3s. 0}d. per lb . ; round wire, 10g., in coils (10 per 
cent.), 3s. 6 d .; special quality turning rod, 10 per cent., 
J  in. dia., in straight lengths, 3s. 5d. All prices are net.
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Forthcoming Events
OCTOBER 26 

Institution  of W orks M anagers
Glasgow branch:— * Electronics in M aterials H andling,” by 

L. Landon Goodman, 7.15 p.m., at the Institution of 
Engineers and Shipbuilders in Scotland, 39, Elmbank  
Crescent, C.2.

OCTOBER 27 
P urchasing Officers* A ssociation

Oxfordshire and Buckinghamshire  group:—“ Timber—Its  
Sources of Supply and its U ses,” by H . Richardson, 7.30 
p.m., a t the Red Lion ” Hotel. H igh  Wycombe, Bucks.

OCTOBER 28 
Institute of B ritish  Foundrym en

London branch:— * Shell Moulding of Cylinder C astings,” by
A. Emmerson, 7.30 p.m., a t  the Waldorf H otel, Aldwych, 
W.C.2.

Birmingham, Covcntru and W est  Midlajids branch:—“ Prac
tica l Application of some Modern Ideas in the Brass 
Foundry,” by J . M. Douglas and W. S. Richardson, 
7.15 p.m., in the Jam es W att Memorial Institute, Great 
Charles Street, B irm ingham , 3.

OCTOBER 29
Birm ingham  and W est  Midlands Students ’ Section:—Questions 

to a Panel of Experts, 7.15 p.m., a t the Jam es W att 
Memorial Institute, Great Charles Street, Birmingham, 3.

Southampton section:—“ * C* Shell Moulding Process,” by J. 
Fallows. 7 p.m., at the Southampton Technical College, 
St. Mary Street.

Institute of V itreous E nam cllers
Midland section:—** Threat of Com petitive F inishes,” a dis

cussion evening, 7.15 p.m., a t the Imperial H otel, Bir
m ingham .

Royal S tatistica l Society
Sheffield group, Industr ia l Applications  section:—*' Im plica

tions of Some Recent American Investigations into Work 
M easurement,” by M. J . Moroncy, 6.30 p.m., in the 
Cavendish Room, Grand H otel.

OCTOBER 30 
Institu te  of B ritish  Foundrym en

Falk irk  section:—" Shell Moulding and the ‘ C ’ Process." by 
Mr. W. \V. Soppet, 7.30 p.m.. in Temperance Cafe, L int 
R iggs.

M anchester A ssociation  of Engineers
“ W ater Turbines and their Applications,” by G. M. Hardman, 

6.45 p.m., Engineers’ Club. Albert Square, M anchester, Z. 
OCTOBER 31 

Institute of B ritish  Foundrym en
Fast Midlands and Lincolnshire branches (Joint M eeting ):— 

" Practical Application of some Modern Ideas in the Brass 
Foundry,” by J . M. Douglas and W. S. Richardson, 
6 p.m., a t the Gas Showrooms, N ottingham .

33

Films on Foundry Practice
At this time of year, there is a heavy demand for 

copies of the fourteen training films on foundry prac
tice which the Council of Ironfoundry Associations is 
prepared to lend free of charge for exhibition to 
apprentices and other learners. The titles of the films, 
which deal with bench moulding, floor moulding, 
machine moulding and cupola work, have been printed 
from time to time, and a synopsis of their contents 
and the running times can be obtained on application 
to the secretary. The films are all 16-mm. “ sound” 
films and can only be shown on a “ sound ” projector of 
this size.

On the recommendation of the C.F.A., the Central 
Film Library intends shortly to provide for hire a 
number of films on pattcrnmaking. There are 15 films 
in this set, and member firms who would like to have 
more information about them are requested to write 
in the first instance to the secretary of the C.F.A. at 
14, Pall Mall, London, S.W.l.

LO W  P H O S P H O R U S  

R E F IN E D  &  C Y L IN D E R  

H E M A T IT E  

M A L L E A B L E  

D E R B Y S H IR E  

N O R T H A M P T O N S H IR E  

S W E D IS H  C H A R C O A L

P I G - I R O N

v V '-

F E R R O  S IL IC O N  12/14%

V > ^ o1V A L L O Y S & B R IQ U E T T E S

A n d  a t :—

B IR M IN G H A M , 2. L IV E R P O O L , 2. GLASGOW , C 2 . 
39, C orporation S t., 13, R um ford  S t ,  93, Hope S treet,

Midland 3375/6 Central 1558 Central 9969 R E F R A C T O R IE S

N .F . M E T A L S  &  A LL O Y S  

L IM E S T O N E  

G A N IS T E R  

M O U L D IN G  S A N D
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CLASSIFIED ADVERTISEMENTS
PREPAID RATES Twenty words for 5s. (minimum charge) and 2d. per word thereafter. 

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

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

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

GENTLEM AN, w ith good connections 
in Engineering Trades and long  

experience of Technical Sales and  
adm inistration in Foundry trade is open 
to entertain offers affording scope for 
exercise of ability , knowledge and experi
ence. Excellent credentials.—Box 38U, 
F o u n d r y  T r a d e  J o u r n a l .

T e c h n ic a l  s a l e 's e x e c u t iv e  post
required with plant manufacturers or 

sim ilar by Foundry Engineer. Compre
hensive background of design , develop
ment. m aintenance. Offers invited, re
quiring conscientious work with in itiative  
and scope for advancem ent.—Box 3834, 
F o u n d r y  T r a d e  J o u r n a l .

F o u n d r y  t e c h n i c i a n  (25) seeks
position as A ssistant Foundry 

Manager, in a progressive organisation. 
N ational Foundry College diploma, H .N.C. 
(m etallurgy), and an apprenticeship which 
included 3 years' general foundry work.— 
Box 3833, F o u n d r y  T r a d e  J o u r n a l .

F OUNDRY FOREM AN (49) requires 
position in Lancashire. L ight and 

medium casting foundry. 35 years’ ex
perience ferrous and non-ferrous produc
tion . A .M .I.B .F .—Box 3849, F o u n d r y  
T r a d e  J o u r n a l .

CONTROL CHEMIST desires super
visory appointm ent, Lancashire area. 

18 years’ experience vitreous enam elling of 
cast iron, wet process. Practical know
ledge of fr it m aking. ' control testing  of 
frits and vitreous enam el research. Fully  
trained in chem ical analysis of cast iron, 
steel, and all foundry raw m aterials. E x
perience includes cupola control, sand test
ing  and m echanical founding. Accommo
dation preferred.—Box 3839, F o u n d r y  
T r a d e  J o u r n a l .

S I T U A T IO N S W A C A N T
The engagem ent  of pereont  answering  
these adverti sements  m us t  be made  
th rough a Local Office of the M in is try  of 
Labour or a Scheduled Em ploym en t  
Agency  i f  the  applicant  ie o man aged  18-64 
inclusive or a  woman aged  18-59 inclusive  
unless he or she, or the  em ploym ent ,  is 
eueepted from  the provis ions  of the 
Noti fication of Vacancies Order 1952.

M a i n t e n a n c e  f i t t e r  wanted. 
Must have thorough knowledge of 

modern Moulding Machines, with previous 
experience.—W rite Box 3846, F o u n d r i  
T r a d e  J o u r n a l .

P ATTERNMAKER wanted for Aus
tralian Company specialising in 

Cooking and H eatin g  Apparatus and 
L igh t E ngineering. Must he experienced 
in wood, plaster and m etal. House ava il
able. Good prospects for energetic man 
in an expanding company.—Apply, g iv in g  
age and fu ll particulars of experience, to  
Box 3847, F o u n d r y  T r a d e  J o u r n a l .

S I T U A T IO N S  V A C A N T — contd . S IT U A T IO N S  V A C A N T — co n td .I

D RAUGHTSM AN required, preferably  
with experience of Gravity Dies, 

Pressure D ies or P lastic  Moulds.—Apply 
J o h n  D a l e ,  L t d . ,  London Colney, H erts.

GENERAL M ANAGER required for 
.H eavy Ironfoundry, Sheffield d istrict. 

Applicants must be below 40 and be 
thoroughly capable, experienced, well 
educated, and with agreeable personality. 
Good prospects of rapid promotion to su it
able man.—Box 3845, F o u n d r y  T r a d e  
J o u r n a l .

F OREMAN required for grey iron job
bing foundry in  North Staffordshire. 

Applicants m ust be first-class men, 
between 35-50, with provon ab ility  to con
trol a  foundry producing very h igh  grade 
castings. W rite in confidence g iv in g  full 
details of p ast experience and employers, 
together w ith salary required, to—Box 3812, 
F o u n d r y  T r a d e  J o u r n a l . ,

F o u n d r y  m a n a g e r  or Brst-ciass 
FOREMAN required. H e m ust be 

experienced in the production of chill-cast 
yellow m etal rods and cored bars, for sole 
charge of ex istin g  foundry. This is an 
attractive and permanent position, for 
which good terms will be offered.—Please 
send full details of experience to 
C h a i r m a n ,  M etals & Alloys, Ltd., Minworth, 
Birm ingham .

YOUNG Man required, w ith a view to  
train ing for an executive post, in 

large modem Steel, Iron and Non-ferrous 
Foundries in Yorkshire. Applicants must 
have had practical experience in various 
types of moulding, also a thorough train
ing in theory and foundry practice. 
E xcellent opportunity for young person 
with the necessary ab ility  and knowledge.— 
W rite, w ith full details of age, education, 
experience, and salary desired, to Box 3831, 
F o u n d r y  T r a d e  J o u r n a l .

A s s is t a n t  f o u n d r y  f o r e m a n
required by South W ales Steel 

Foundry, engaged principally on carbon 
and special alloy steels. Excellent oppor
tu n ity  for a young man (age 25/30) with 
practical knowledge of Steel Foundry pro
duction, together with good technical 
train ing. Every assistance w ill be given  
in the m atter of housing if  required.— 
A pplications, g iv in g  fu ll particulars of 
apprenticeship, experience, and educational 
qualifications, to Box 3838, F o u n d r y  T r a d e  
J o u r n a l .

P ATTERN SHOP FO R E M A N .-O w ing  
to im pending retirem ent, a vacancy  

occurs for a first-class Foreman, to take 
charge of Pattern Shop and extensive 
Pattern Store. Applicants should have 
had a t least 5 years’ supervisory experi
ence and should preferably be capable of 
tak ing a leading part in the planning and 
equipm ent of a complete new Pattern Shop 
on modern lines.—Reply, sta tin g  age, ex
perience and salary required, to 
P e r s o n n e l  M a n a g e r ,  Harland Engineering  
Co., Ltd., Alloa.

R e p r e s e n t a t i v e  required for
London area by South-W est Lanca

shire firm of engineers and iron founders. 
A pplicants m ust state age and experience. 
Good salary and permanent job for the 
right man.—Box 3848, F o u n d r y  T r a d e  
J o u r n a l .

FOREMAN required for up-to-date 
Foundry in South Midlands. To bo 

fully conversant with costing, estimating 
and rate fixing.—Box 3840, F o u n d r y  T r a d e  
J o u r n a l .

F OREMAN required for largo Midland 
Malleable Ironfoundry. Must be 

competent. Apply sta tin g  age, experience 
and salary required to—Box 3842, F o u n d r y  
T r a d e  J o u r n a l .

W ELL-KNOW N Machine Tool Manu
facturers require fu lly  qualified  
M etallurgist for a  position in a Lancashire 

Foundry. A pplicant should have practical 
Foundry experience and a knowledge of 
costing and bonus incentive system s. 
W rite—Box 3841, F o u n d r y  T r a d e  J o u r n a l .

F O UNDRY MANAGER required for 
Ironfounders in the Manchester area, 

producing 50/60 tons of L ight Castings per 
week. Full knowledge of pattern m aking, 
m etal, labour, and sand control. Floor, 
bench and small m echanisation methods 
employed. Canteen, baths, welfare facilities, 
pension scheme. State in confidence full 
details of experience, age, and salary re
quired.—Box 3851, F o u n d r y  T r a d e  J o u r n a l .

F o r e m a n / m a n a g e r —a  keen pro
gressive man, not over 45, who is a 

good disciplinarian, wanted for small 
D eveloping Jobbing Iron Foundry, W est of 
London, m aking C astings for M achine Tool 
and Engineering Industries. Must have 
experience of m achine m oulding and sand 
slingers. and have knowledge of and be 
w illin g  to put into practice modern foundry  
technology. Experience of high duty irons 
an advantage.—W rite in confidence, g iv in g  
full details of history and experience, also  
starting salary required, to Box 3852, 
F o u n d r y  T r a d e  J o u r n a l .

J U N IO R  FOREM AN required by large 
Foundry on North-East Coast. E x

perience in m echanised and sem i
mechanised greonsand work essential. 
Applications giv in g salary required, ago, 
experience, etc., to,—C o c h r a n e s  t M i d u i .e s -  
b r o ’) F o u n d r y ,  L i m i t e d ,  Ormesby Iron 
Works, Middlesbrough.

F OREMAN required by North-East 
Coast Iron Foundry. Exnerience in 

th e m anufacture of Cast Iron Ripe Specials 
In loam, greensand and drysand is re
quired. Apply g iv in g  full details of pre
vious experience and salary required to— 
C o c h r a n e s  ( M i d d l e s b r o ’)  F o u n d r y  L i m i t e d ,  
Ormesby Iron Works, Middlesbrough.
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SUPERINTENDENT required for 
Mechanised Foundry in W est Mid

lands engaged on ligh t castings produc
tion. Applicants should have experience in 
a ll sections of the abovo class of work, from 
Cupola to Dressing Shop, and bo able to 
control labour and plan production. Age 
about 30-35.— Full particulars of training  
and experience to Box 3799, F o u n d r y  T kadk 
J o u r n a l .

A  LARGE old established company 
m anufacturing process oils for the 

E ngineering Industry require the services 
of a first-class salesm an and technical 
representative to develop their m arket in 
core compounds and annealing products.

The position requires a m an of first class 
ab ility  and knowledge of tho Trado with 
an established sound connection w ith top 
level executives.

Only applicants w ith more than average  
reference and ab ility  need apply.

The salary will be commensurate with 
th é abovo and a car and fu ll pxpenses 37111 
be provided.

Apply Box 3816, F o u n d r y  T r ad e  J o u r n a l .

E l e c t r i c  s m e l t i n g  f u r n a c e
E X PE R T  wanted by a firm w ishing  

to develop electro-therm ic sm elting of 
m etal ores. E xceptionally  favourable 
term s will be offered to one who really 
understands the technique, either to act 
as a consultant or join  the firm to work 
out a pilot plant, leading on to full-scale 
production. Factory in the M idlands. 
Please write fu lly  and in guaranteed com
plete confidence to the Chairman.—Box 
3830, F o u n d r y  T r ade  J o u r n a l .

G r a v i t y  d i e c a s t i n g . —f o u n d r y
SU P E R IN T E N D E N T  required, to 

accept responsibility for production and 
adm inistration of shop. This is a new 
appointm ent and offers good prospects and 
salary to really capable man having  
thorough practical knowledge of the in 
dustry and experience in shop m anage
m ent. Would su it first-class foreman who 
is  looking for advancem ent. Preferred age  
about 35. A pplications in confidence to 
G en eral  M a n a g er , W illiam  Mills, Ltd., 
Friar Park Road. W ednesbury, Staffs.

A s s i s t a n t  m e t a l l u r g i s t  (ago
21-25) required by R epetition Foundry 

and E ngineering Works. Applicants 
should have a sound knowledge of m etal
lurgical analysis. Experience in cupola 
and sand control an advantage, but not 
essential.—A pplications, g iv in g  full details 
o f experience and salary required, to 
S u ff o l k  I r o n  F o u n d r y  (1920), L t d ., Stow- 
m arket.

SEN IO R  CHEMIST required by K. & L. 
Steelfounders & Engineers, Ltd., 

Letchworth. H erts., for supervisory and 
special analytical duties in their chemical 
laboratory.—Applicants who m ust possess 
good ferrous analytical experience, should 
reply to the P e r s o n n e l  S u p e r in t e n d e n t  at 

-the above address, quoting pertinent details 
and an indication of salary desired.

A  TECHNICAL REPRESENTATIVE is 
required by Bagshawe A Co., Ltd., 

Dunstable Works, Dunstable, to handle 
sales of m alleable iron castings. Some 
practical foundry experience is considered 
essential. The foundry concerned is of a 
ligh t repetition character, and previous 
experience of sales of this type would be 
an advantage. Applications, which will be 
treated in confidence, should be from men 
about 35, and must state  full details of 

• experience and salary  required.

W ANTED — Outside Representatives
on commission for small Iron 

Foundry. Suit salesm en with other con
nections. Apply, s ta tin g  age and district, 
etc., to—Box 3827, F o u n d r y  T rade J o u r n a l .

R e p r e s e n t a t i v e  for south of
England required by reputable firm 

of M alleable and Grey Iron Casting  
M anufacturers. Must have established  
contacts in the area. Salary, expenses and 
Commission Basis. Apply—Box 3822,
F o u n d r y  T rade  J o u r n a l .

F IN A N C IA L

CA PITAL required for small Grey Iron 
Foundry, with excellent prospects. 

Good order book, and well laid out 
Foundry.—Box 3844, F o u n d r y  T rade 
J o u r n a l .

W A N T E D

W ANTED, a  M etallurgical Microscope, 
details to—Box 3826, F o u n d r y  T rade  

J o u r n a l .

T X T A N T E D —Quantity of Steel Moulding 
t  T Boxes about 12 in. x 15 in. internal 

3 in.—4 in. deep.—Box 3828, F o u n d r y  T rade 
J o u r n a l .

M A C H IN E R Y  F O R  S A L E

8-IN . B elt and Bucket Sand E lev a to r -  
24 ft. high from ground level and  

complete with motor, starter, etc., and 5- 
ton capacity Storage Hopper with D is
charge Gate and Swinging Chute. Offers 
to A. C. Bam lett, Ltd., Thirsk.

F O R  S A L E .

Cupolette. 3 ft . dia., on legs.
Cupola. 6-ton cap.; excellent condition; 

with now lin ing bricks.
Cupola. 4-ton cap.; with new lin ing  

bricks.
B.M.M. RD3. Jolt Squeeze Turnover 

Moulding Machine. Table, 48 in. by 30 in.
Sand Slinger, “ Senior ’’ size, by Foundry 

Equipment.
Steel Converters. 2-tom cap., with 

Cupolas.
Screenarators. Models E and S.
Pneulec Royer Sand Throwers. Size 

No. 2.
Ladles up to 20-ton.
W ebster & B ennett 24 in. Vert. Boring

Traykor 2-Cabinet Coke-fired Core Stove.
71- and 2-ton Monorail H oists. Power

travel.
7-tom E.O.T. 

38 ft. span.
5-ton E.O.T. 

58 ft. span.
6-ton cap. “ 

Crab.
5-ton 

Crab.
1-ton

Crane, cabin controlled. 

Crane, cabin controlled. 

Coles ” Two-motor Crane

cap. Royce Two-motor Crane 

E.O.T.cap. Paterson-H ughes
18 ft. span.

1-ton cap. K ing Elec. L iftin g  Block.
1-, 1- and 2-ton Morris Worm-geared 

P ulley Blocks.
1-ton P u lley  Block. Sw ivelling girder 

runners for sharp curves.
S . C . B IL S B Y , A .M .I .C .E . ,  A .M .I .E .E . ,  

H a ln g e  Road , T iv ld a le , T ip to n , S ta ffs . 
T IP to n  2+48.

" ]\/rA N O H E T E R  ” 600-lbs. capacity
ItJL Lip-Axis T iltin g Oil-fired Crucible 

Furnace. E xcellent condition.—Box 3843, 
F o u n d r y  T rade  J o u r n a l .

W  ALLWORK pneumatic turnover 
pattern draw machine, Type 590B. 

Table size 84 in. x  39 in. This m achine is  
unused, but has been in store for sevoral 
years. Open for inspection. Oilers to— 
Q ualcast ( E a lin o  P a r k ) L im it e d , Junction  
Road, S. E aling, London, W.5. Telephone 
E aling 2637.

ONE Core Stove, Gas Fired. Inside 
dimensions—4 ft. 7 in. high 3 ft. 6 in. 

deep 7 ft. 4 in. long.
F R A N K  S A L T  & C O .,  L T D .,

S ta tio n  Road, B lackh ea th , S ta ffs .

A L U M IN IU M  Moulding P lates, I  in. 
th ick; machined both sides.

S izes: 21 by 131. £3 7s. 6d.
27 by 241. £5 7s. 6d.
30 by 30. £9 12s. 6d.

B E N S O N  & C L A R K , L T D .,
20, B razenn o se  S t re e t , M an ch este r.

A L B IO N W O R K S

A IR  C O M P R E S S O R S .

A IR  COMPRESSORS (100 lb. p.s.i. pres
sure).

600 c.f.m . Broom & Wade, Vert., 4-cyl., 
10 in. x  12 in . str., 310 r.p.m.; belt driven.

494 c.f.m . Broomwade EH251. \  ert.,
3-cyl., 101 in. x 12 in . str., 310 r.p.m.; 
120 H .P. S.R. Motor and Starter.

325 c.f.m . Climax F80E, a ir cooled; 
90 h.p. S.R. Motor Starter. Combined bed.

300 c.f.m. Broom & Wade EH.240 Vort.,
2-cyl., 10 in. X 12 in. str., 310 r.p.m.;
70 h.p. S.R. Motor and Starter.

240 c.f.m . Ingersoll Rand 4O-50B, 2-stage 
air cooled, 6 in. x  5in. x  s in. str., 970 
r.p.m. aftercooler, bedplate; 60 h.p. S.R. 
Motor and Starter.

200 c.f.m . Broom ft Wade D.23 Vert.,
2-cyl., 81 in. X 10 in. str., 350 r.p.m.; 
45 h.p. S.R. Motor and Starter.

150 c.f.m . Broomwade D22a Vert., 2-cyl.
71 in. x  8 in. str., 420 r.p.m.; 45 h.p. S.R. 
Motor and Starter.

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

P hon e 2 6 3 1 1 ’ G ra m s ; ' ‘ F o rw a rd .”

Remember W ards m ight have it  I

DELIVERY EX STOCK
N ew  shot b last cabinets  
co m plete  w ith  D ust  

E x tra c to rs , e tc., s ize  5ft. x 3ft. 
A lso  new 8ft. cube room  P lants

Lo w  prices.
Pleae send fo r our N E W  

illu stra ted  catalogue on request

ELECTROGENERATORS
LTD.

14 AUSTRALIA RD., SLOUGH
Telephone : SLOUGH 22877 

B U Y  F R O M  U S A N D  S A V E  M O N E Y
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F o e  t h e  d i s p o s a l  a n d  p u r 
c h a s e  OF ALL TYPBS OF 

FO UNDRY PLA N T AND M ACHINERY.
S . C . B IL S B Y , A .M .I .C .E ./ A .M .I .E .E . ,  
H a inge Road , T iv id a le , T ip to n , S ta ffs . 

T IP to n  2448.

M O U L D IN G  M A C H IN E S .
(1) Type H.R.O. No. 646, by Foundry 

Equipment.
(4) Type F .E .I., by Foundry Equipment.
(1) Type C.M.46, Model V122, by British  

M oulding Machine Co.
(1) Pnoulec Herman Rollover, 750 lb.
(3) Adaptable Moulding Machines.
(1) Core B lowing Machine. A.27.44.D. 

by Construction Eng. Co.
(2) Standard Adaptable, squeeze type 

with tilting  table.
(1) Pneum atic Jo lt Squeeze, 20 in . x 

14 in. x 22£ in. centres. Foundry Equip
ment.

(1) Rollover Jolt Ram, size 904. 3,000 lb. 
capacity. Osborne.

(1) Pneulec Herman rollover and pattern  
draw, 60 in. x 86 in. 10,000 lb.

(2) Coleman Wallwork type W.T. 56. 2C. 
Shockless Jolt squeeze rollover.

(2) Coleman Wallwork type W.T. 56. 
3C. Jolt squeeze.

(1) Jolter 30 in. x 20 in.
(1) „ 19 in. x 26 in.
(1) „ 36 in. x 36 in.
These machines and many others can be 

inspected.
F R A N K  S A L T  & C O .,  L T D . ,

S tatio n  Road , B lackh eath , S ta ffs .

F O R  S A L E .

NO. 16 ATRITOR CRUSHER by Alfred 
Herbert, complete with Feed- Hopper, 

overhauled and with a quantity of spares. 
Also a  No. 12 Atritor by Alfred Herbert, 
for which we have available about 6 tons 
of spares. Both these machines are offered 
a t extrem ely low prices for quick  
clearance.

S A V IL L E - C A L Y E R T  (M A C H IN 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 ! .: S tra tfo rd -o n -A vo n  3681.

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

l o w e s t  in  a sh

The STANDARD PULVERISED FUEL Co. Ltd.
Head Offize:

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

FOUNDRY TRADE JOURNAL
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A IR  C O M P R E S S O R S .

/^ /^K -C .F .M . Sullivan 2-stage, water- 
cooled, 125 lb., W .P., motorized

4 15 /3 /5 0 .
250-c.f.m. Reavell, vert., 2-stage, water- 

cooled, 150 lb. W .P., belt driven from 
80-h.p. S /R  Motor by E.E.C.t 400/3/50.

80-e.f.m. Reavell, vert., single stage, 
watcrcooled, 100 lb. W .P., belt driven from 
25-h.p. S /R  Motor 400/3/50.

65-c.f.m. Broom & W ade twin cyl., single  
stage, watercooled, 100 lb., W .P., direct 
coupled on bedplate to 18-h.p. S.R. Motor 
400/3/50.

GEORGE COHEN
S O N S  & C O .,  L T D .

W O O D  L A N E ,  L O N D O N ,  W .I3
T . l  i S W h . r r f ,  Bush 2070

and S T A N N I N G L E Y  nr. L E E D S
T e l : Pudsey 2241

NEW  Centre Axis T iltin g
Furnace. 600 lbs. Oil-fired, with  
Morgan Oil Burner and new Keith  
Blackm an A.C. Blower. £375.

NEW  motorised Ingersoll-Band  
three cylinder, air cooled, two-stage 
Compressor w ith inter-cooler. £200.

Coleman Core B low ing Machine, 
seen little  use, condition as new, 
size R2. £375.

Portable E lectric Sieve, A.C. 
motorised. £33.

Fordath Senior Sand Drier. £85.
Also August Sand Drier. £30.
Ovdr 40 Bale-Out Furnaces in  

stock, cheap.
Large stock of Air Receivers at 

reasonable prices.
New Broomwade Compressors.
New Keith Blackman Fans.
Morgan T iltin g  Furnaces.
Two new j  ton alnm inium  

capacity Lip Axis T iltin g  Furnaces 
by B ritish Furnaces.

Im m ediate attention to all 
enquiries.

E L E C T R O G E N E R A T O R S  L T D . ,  
A u s t ra lia  Road , S lough.

T e le p h o n e : S lough 22877.

FOR
PLANT AND MACHINERY
NEWMAN INDUSTRIES LTD. YATE, BRISTOL

O CTO BER 22, 1953
M A C H IN E R Y  F O R  S A LE —contd.

TWO PN EULEC 4 ft. dia. Cupolas and 1 
ton Electric Cupola lift in excellent 

condition—B o x  3839, F o u n d r y  T rade 
J o u r n a l .

SAND M IX E R S and D ISIN TE G 
RATORS for Foundry and Quarry; 

capacities from 10 cwts. to  10 tona per hr.— 
W. & A. E. B r e a l e y  ( M a c h i n e r y ) ,  L t d . ,  
M isterton, nr. Doncaster. T e l . : M isUrton 202.

2 G R EEN ’S Oil-fired Furnaces. L ift-out 
crucible type; 150-lb. capacity. 

Complete w ith fans, motors and starters 
for 440/3/50. Purchased Jan., 1953; cost 
£340. Price £120 each.—S y d n e y  A l u 
m i n iu m  Co., L t d . ,  Sandy Lane, Lowton-St. 
Mary’s, Lancs.

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

F OUNDRY capacity available. For up 
to 5 cwts., m achine moulded; for up 

to 2 tons, floor moulded. Prompt delivery. 
— L e w i s ’ F o u n d r y  Co., L t d . ,  Ammanford.

No n - f e r r o u s  f o u n d r y  -  First-
class quality  castings in Aluminium, 

Bronze, Gunmetals, etc., at com petitive 
prices, including patterns if required.— 
B i e s t o n  L e e  & Co., L t d . ,  33, Swindon Road, 
Stratton St. M argaret, W ilts.

CAPACITY available for Iron Castings 
up to 4 tons. Competitive prices, with  

good deliveries. Foundry established since 
1789.—J .  W. T h o m p s o n  ( I r o n p o u n d e r s ) ,  
L t d . ,  B ridge Foundry, Sunderland.

CAPACITY available for L ight Castings 
w eighing from 1 lb. to 5 cwts., in

cluding Castings for Vitreous Enam elling. 
W e s t e r n  L i o h i  C a b t i n o s  F o u n d r i e s ,  
L t d . ,  Fairwood Foundry, Gowerton. near 
Swansea, manufacturers of m alleable iron 
castings.

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

per week free capacity a t early date. Pre
ference for boxes up to 28 in. by 16 in. by 
5 in. by 6 in. Snap Flasks up to 14 in. 
by 14 in. by 3 in. by 3 in. Hand moulding 
capacity also available. Cast Iron Pipes 
flanged and specials. Patternm aking  
facilities if required.—E. J . W a l l a c e ,  39, 
Constitution Street, Dundee.

H. C. HOPPER (Kingston) Ltd.
HAMPDEN RO AD, KINGSTON 

K IN  0177/8/9

P A T T E R N S  (Wood & Metal) 
C A S T IN G S  (Iron & Non-Ferrous) 
G E A R  C U T T IN G  
G E N E R A L  M A C H IN IN G

A ll a t our

K I N G S T O N  W O R K S

Good D eliveries
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C A P A C IT Y  A V A IL A B L E — contd.

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

an approved Im pregnation Process; sample 
castings treated.—ItEcupiuo, L t d ., 66, South 
Harrow Viaduct, Harrow, Middx. 'Phono: 
Byron 1178.

CAPACITY available for castings 
w eighing from 1 lb. to 15 tons, in 

cluding Quasi-Bessermiscd ingot moulds 
u p  to 10,000 tons p e r  annum.—T h e  C r o s s  
F o u n d r y  & E n g i n e e r i n g  C o .,  L t d . ,  Gor- 
seinon, near Swansea.

M IS C E L L A N E O U S

F IREW OOD for Cupolas. Sleepers and 
Sleeper Wood in wagon loads.— 

T illey ’s  ( W o l v e r t o n ), L t d ., Wolvorton, 
Bucks.

W E welcome your enquires for all 
types of pattern equipment, models, 

castin gs.—A. P . I I o l l i n o s  & S u n s ,  2, 
Nelson Mews, Southend-on-Sea. Tel. 2550.

EFRACTORY MATERIALS.—Mould
ing Sand, Ganister. Limestone, Core 

Gum; com petitive prices quoted.—H e n s a u  
S a nd  Co., L t d ., Silver Street, H alifax .

NOW is the tim e to change your 
Supplier of Sand. Try Southport 

W ind Blown Soa Sand Tor castings, free 
from shell. Any quantity. Road or Rail 
— J o h n  L iv e s e t  ( A in s d a l e ) , L im it e d , 
Ainsdale Southport. Telephone: Southport 
77489.

FOUNDRY TRADE JOURNAL
M IS C E L L A N E O U S —contd.

W A N T E D .

CRISTO BALITE, Lump and/or Powder;
2-5 ton lots; with Thermal Expansion  

Graph, and full details to—Box 3821, 
F o u n d r y  T r a d e  J o u r n a l . _______________________

P A T T E R N M A K IN G

S BATEMAN for Engineers’ Patterns, 
• Bolton’s Court, Blackburn. Tel : 

Blackwater 42179.

P ATTERNS for all branches of Engin
eering for Hand and Machine Mould- 

Uig.—F u r m st o n  and L a w l o r , L t d ., Letch- 
worth.

P ATTERN EQUIPM ENT of all types 
and sizes. Accurate workmanship. 

Quotations by return.—H ayw ood  B r o s ., 
Victoria Works, Littleborough, Lancs. 
Tel. 8543.

P ATTERNS in Tin for the Stove Grate 
industry, amd Builders' Merchants’ 

C astings. All types of Cast Iron Patterns  
for Rain W ater Goods. Cast Iron Pattern  
Plates made from customers’ patterns or 
to drawing specification.—R o b e r t  R. S h a w ,  
Falkirk Road, Larbert, Scotland. ’Phone 
300.

COMPLETE PATTERN S E R V IC E -  
WOOD Patts, Corcboxes and 

MODELS. PRESSURE CAST ALUM. 
MATCHPLATES. Ultra precision equip
ment for SHELL moulding and 
MECHANISED foundry production. 
YOUR own METALS machined and fitted. 
Quick R EPA IR  service. Brass slotted  
corebox A IR  VENTS. STEEL corebox 
DOWELS (P at. App. For). Iron or alum. 
M ACHINED PLATES. Ejector P ins and 
Springs. M atching dowels for SHELL  
PL A T E S— B o o T n  B r o s . E n g in e e r in g , 
Baggrave Street, Leicester. 67020.
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P ATTERNM AKING C A P A C I T Y
AVAILABLE.—Donald R. Jones & 

Co., R ugby. Im m ediate capacity for all 
types of Pattern and Model M aking. 
W orkmanship second to none; coupled with 
keen prices and prompt deliveries.—740, 
Campbell Street, Rugby. Telephone 4784.

W A S H E D  F IN E  S IL IC A  S A N D  —  for shell moulding —  over 50%  minus I00 ’s mesh 
D R IE D  S IL IC A  S A N D — over 75% minus 60’s plus 100’s (from our Congleton quarry) 

s P O W D E R E D  C L A Y S  — for bonding, etc. Q o

s P * # *  POTCLAYS LTD . ?eTPhoLS48e8H S to k e -o n -T re n t  ° Tat ,o^s

FO U N D R Y  
b l a c k i n g s

C H A R C O A L , C O A L  D U S T , B E S T  C E Y L O N  
P L U M B A G O , F O U N D R Y  F A C IN G S

Made to Customers’ specification
T H O S .  H I L L - J O N E S  L T D .

Founded 1830 
IHYICTA MILLS, BOW COMMON LANE, E.3.

Telephone : EAST 3285 (5 lines) 
Contractors to H.M. Government.

CORE W IR E
Annealed M.S. W ire  Gauges 4 to 28

Manufacturers of Mild Steel W ire  
Bright or Annealed 

In cut lengths or coil.
Tinned Spiral Chills and Coils.

RALPH BREARLEY LTD.
WOODLAND W IRE MILLS, BRIGHOUSE

T e l.: BRIGHOUSE 91 EST . 1873

M E T A L L I N E
I R O N  C E M E N T

Indispensable in all Foundries and Engineering Shops

CORE GUM AND A LL  SIZES W A XC O R E 
VENTS SUPPLIED

T E L E P H O N E I B E L L  3 60 1

T H E  M E T A L L I N E  C E M E N T  C O . ,
10 M A R G A R E T  S T R E E T ,

G L A S G O W , C . l .
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P A T T E R N M A K E R S
C R O O K E  & C O . ,  L T D .  associated with D I X O N  S T A C E Y  & C O .

Phone: Mansion House 0611 Established 1880 G ram s: Kokoal, Bllgate. London
F O U N D R Y  C O K E , S A N D , G A N IS T E R  and a ll F O U N D R Y  S U P P L IE S  and R E Q U IS IT E S . 

Quotations on rail and lorry, in barge or delivered into works.
Contractors to H .M . Government and British Railways

C O A L  E X C H A N G E ,  L O N D O N ,  E .C .3 .

Telephone: MIDIand 3411 —  For the W O R LD 'S

W R IG H T &  PL A T T  Ltd.
IR V IN G  S T R E E T ,  B IR M IN G H A M , 15

L A R G E S T  E N G IN E E R IN G  
M A S T E R  P A T T E R N  & M O D E L  M A K E R S

Pa tte rn  M akers in W ood and M etal to the  M o to r, 
A e ro  and a ll o th e r T ra d e s . P io neers of Shell- 
M oulding Equ ip m en t. S u p p lie rs  to a ll the leading firm s 
in  the  co u n try . Castings m ade in o u r own foundry .

JÄS. C. CÜNLIFFE,
Engineers Pattern Makers.
G o rd o n  Street, M a n c h e s te r , 7. 

E st. 1919.
T e l. :  B LÄ ck fria rs  5374.

P A T T E R N M A K IN G  
LA R G E CAPACITY A V A ILA B LE
IN A L L  BRANCHES OF T H E  T R A D E

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 .
EST. 1929 T E L . : ASH 2426

P A T T E R N M A K E R S
(En g inee rin g ) C O . L T D . 

Shrewsbury Road, London, N .W .IO
H IG H - C L A S S  P A T T E R N S  

N O N - F E R R O U S  
C A S T IN G S

Phone: ELG AR 8031/2

An Open Memo re : Pattern Equipment
Gentlemen,

In our Works at Osbert Street we manufacture every class o f pattern equipment from the cheapest 
wooden to the most elaborate metal patterns and coreboxes. Our plant is the most modern and 
comprehensive in any specialized South England patternshop. We have our own drawing office and 
our craftsmen are fully experienced, capable and conscientious. Your interests are studied with 
utmost care from the quotation to the completion o f the job, and above all, delivery promises are 
thoroughly reliable. We keep abreast o f every new development and material which may assist us 
to give you economical, quick and satisfactory service on all matters bearing on pattern equipment. 
Your enquiries are welcomed.

B. LEVY & CO. (PATTERNS) LTD., OSBERT ST., LONDON, S .W .I .
Telephones: Victoria 1073 & Victoria 7486

ENGINEERS’ PATTERN MAKERS

Wood and Metal Pattern Equipment of all Types
Equipment for Mechanised Foundries a Speciality . Dies for Gravity Die-casting

PATTERN EQUIPMENT for " C ” PROCESS CASTINGS
147 M O U N T  R O A D  • L E I C E S T E R

I TELEPHONE 23 773 F



P A T T E R N M A K E R S

G. PERRY & SONS LTD . TeS

Also
“ D O U B L E  S I D E D  M A T C H P L A T E S ”

A CCU RACY LOW  COST QUICK DELIVERY

HALL LANE •  LEICESTER
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V I C K E R S
P R O V E D  P A T T E R N S

“ A S E R V I C E  OF  U N Q U E S T I O N A B L E  V A L U E  I N E L I M I N A T I N G  

C A S T I N G  T R O U B L E  A N D  D E L A Y S . ”  W E S T  O O L L T D .

Vickers Proved Pattern Service guarantees the dimensional 
accuracy and function of pattern equipment, dies and 

foundry tooling before despatch to the customer.

J O H N  V I C K E R S  & S O N S
D A R L I N G T O N

“ PA R T E X  ”  
L I Q  u i n
P A R T I N G  

( “ P L P ” )
•  T H E  L O G I C A L  L IQ U I D  P A R T IN G  

F O R  A L L  P L A T E  W O R K  A N D  
C O R E  B O X  A P P L IC A T IO N S .

•  A T  L E A S T  10 T R O U B L E - F R E E  L IF T S  
P E R  A P P L IC A T IO N .

•  A C C U R A T E  P A T T E R N  R E P R O D U C 
T IO N .

•  I t ' s  S e d im e n t  F r e e  !

Manufactured b y :—

F. & M. SUPPLIES LTD
4, B R O A D  S T R E E T  P L A C E , L O N D O N , E .C .2

Telephone: LO N d o n  W A L L  7212

[So/e Scottish Agents and Stockists:
L . A . W ITH AM  & C O ., 59, Vine Street, Glasgow, W .l .

haWKin s
I R O N  C E M E N T
O N E  OF  T H E  F I R S T  A N D  

S T I L L  T H E  B E S T

W . T .  H A W K I N S  & C O .
CHAPEL HILL, HUDDERSFIELD

C A S T I N G S
F O R  E N G I N E E R S  
M O T O R  T R A D E S  
&c.
Castings Sand-B lasted

“STAR FOUNDRY”
Birmingham Street, 

W ILLEN H A LL , STAFFS.
Telephone :

351/2 WILLENHALL. 
Telegrams:

“ STAR FOUNDRY 
WILLENHALL

W I L L I A M  H A R P E R ,
SON & Co. (W ILLENHALL) Ltd.
Malleable and Soft Grey Ironfounders
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T E L E P H O N E :  BERMONDSEY 1337/8

m Ê Ê Ê Ê Ê Ê Ê i l Ê t Ê P Ê M Ê È I Ê

€ 0  (  i o N O o ü t  i  i m m o

F O R

WOOD
A N D

METAL 
PATTERNS

S P E C I A L I Z E D  P L A N N E D  E Q U I P M E N T
F O R

★  SHELL M OULDING “  C  ”  PROCESS
★  PRESSURE CAST MATCH PLATES
★  A LL  METAL EQUIPM ENT, CO RE DRIERS, ETC .
★  M ETALIZED  EQUIPMENT
★  KELLER  MODELS
★  INVESTM ENT FO UN DRY M O D ELS 'AN D  DIES
★  LARGE TYPE PATTERNS

OYER FIFTY HIGHLY SKILLED CRAFTSMEN AND MODERN 
PLANT, ENSURING UNVARYING QUALITY AND ACCURACY.

269 R O T H E R H I T H E  N E W  R O A D ,  
L O N D O N ,  S . E . I 6

P A T T E R N M A K E R S ’

Canadian Yellow Pine
€
B R A N D

ALL GRADES AND ALL THICKNESSES
in stock for immediate delivery

C O X ,  L O N G  ( I M P O R T E R S )  L T D
R O Y A L  L O N D O N  H O U S E ,  F IN S B U R Y  S Q U A R E ,  L O N D O N , E.C.2
Telephone: Monarch 3601 Telegram s: Llgnltic, Ave, London



42 FOUNDRY TRADE JOURNAL O CTO BER 22, 1953

Follow the lend of The Shaw 
Foundry Company and In
troduce the " M y s to ” No. 
61* in your foundry. This 
sprayer complete withspeoial 
lance for foundry work has 
an all-brass container—lac
quered Brass Pump and 
Fittings. Capacity, 2 pints. 
Jets are interchangeable and 
easy to keep clean. The 
sprayer stands up to any 
amount of rough handling, 
and is an economic proposi
tion I

Ho. 6 PNEUMATIC 
HAND S P R A Y E R

F O R  P A R T IN G  A G E N T  
A P P L IC A T IO N

Saves time and money in the Foundry !
Wrttt to .— W. T. FRENCH S  SON LTD., BIRMINGHAM, 16

or other Special Nickel alloys to YO UR specification. 
M akers of high grade N IC K E L  A N O D E S

M ET A LS  A N D  M E T H O D S  LTD .
B A C O N  W O R K S ,  L A N G L E Y  n r .  S L O U G H ,  B U C K S

T E L E P H O N E  L A N G L E Y  395

NICKEL COPPER 
NICKEL BRONZE 

NICKEL CHROMIUM 
INGOTS
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w IT U  STEEL BAND CONVEYORS

MODERNISE y o u r  c o r e  s h o p  . . .

This photograph shows one o f  our many conveyors conveying cores from the benches to the drying stove.

S A N D  STE E L  BAND S T E E L

B .F .T .  D iv is io n
D A W L IS H  R O A D , S E L L Y  O A K , B IR M IN G H A M , 2?

Telephone: SELIy Oak 1113-4-5 Telegrams: Simplicity, Birmingham

SANDVIK STEEL BAND CONVEYORS LTD

WATER TANK
OVERFLOW OVERFLOW

If you have difficulty with your warm sand 
adhering to patterns why not cool it on our 
patented water-cooled steel band conveyor 
as illustrated by diagrams above and on right.

WATER



44 FOUNDRY TRADE JOURNAL OCTO BER 22, 1953

More details of Birlec Detroit 
indirect arc furnaces (from 
10 lb. to 3,000 lb.) are given 
in publication No. 65: may 
we send you a copy?

B I R L E C  L I M I T E D
E R D I N G T O N  ■ B I R M I N G H A M  2 4

Sales and service offices in LO N D O N , SHEFFIELD and GLASGO W sm/B. 948. 53b.

Som e m eta l founders never find out 
too few  know  in advance. B IR L E C  
D E T R O IT S , how ever, g ive re lia b le , 
p red ictab le  m elting  perform ances, 
producing sound m eta l a t  low
operating costs.

Compare your present melting figures with 
these typical costs on a 500 lb. Birlec Detroit 
furnace (model LFY), working on 70/30 brass:

Average size of heat ...................  500 lb.
Heats per 8 hours ...................  11
Average output per 8 hours . . .  2? tons
Electricity per ton @ Id. per kW h 325 kWh £1 7 I
Electrodes per ton @ l/9d. per lb. 5 1b. 8 9
Refractories per ton ................... 1,500 heats 3 7
Labour per ton @ 5/- per hour 3£ hours 16 3
W ater and miscellaneous . . .  2 6

Direct operating  cost per ton £2 18 2

Also reckon the advantage of low metal loss— 1% 
can be assumed for budgeting purposes— and you have in 
the Birlec Detroit a hard, reliable, Inexpensive worker.
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Machines to speed up 
Pattern Making

W a d k i n W adkin Ltd. • Green Lane W orks • Leicester 
London O ffice : 62 - 64 Brook Street, W .I

Combined Surfacer and Thicknesser R.M.

Band Sawing Machine D.R.

M any operations in  pa tte rn  m aking can be done 

m uch  quicker, b e tte r and  invariably cheaper by  

W adkin m achines. F o r m ore than  50 years we 

have been equipp ing  the  pa tte rn  shops o f  

leading firms th roughou t the w orld. T his 

accum ulated  experience can be invaluable to  you 

i f  you are in te rested  in  getting  m ore o u tp u t and 

g rea ter efficiency from  your pa tte rn  shop.

Canting Spindle Dimension Saw P.K.

W r i t e  f o r  a c o p y  of o u r  
Pattern Shop Booklet No. 736
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FOUNDRY FACINGS FOUNDRY FURNISHINGS

SHALAGO
BONDED
BLACKING

M I X  O N L Y  W I T H  C L E A R  W A T E R  
F O R
D R Y  S A N D  M O U L D S  
A N D  C O R E W A S H

W * GUMMING & G? UP
GLASGOW  FALKIRK CHESTERFIELD

DEEPFIELDS near BILSTON 

& MIDDLESBROUGH
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Speeds production

In  th e  handling  
o f the  steel products 
or castings a t  th e  m ill 
or foundry , P a n tin  heavy  
d u ty  roller conveyors are 
effecting su b stan tia l economies 
a t  every  stage o f production .

P a n tin  engineers are keen to  co
opera te  in  th e  design of heavy- 
d u ty  conveying equ ipm ent to  
su it  your requirem ents.

W. & C. PANTIN LIMITED, CENTRE DRIVE, EPPING, ESSEX. T elephone: e p p i n g  2271/4

ASSOCIATED COM PANY TH E  B R IT IS H  M ATH EW S LIM ITED .

W hatever your p roduct . . . how ever i t  is m anufac tu red  and  delivered . . . you  
will find a P a n tin  Conveying System  will m ake trem endous inroads in to  reducing  
production  costs. T he P a n tin  range of conveying equ ipm ent is designed and  
installed  to  give trouble-free service over prolonged periods.
F o r reliable un in te rru p ted  p roduct flow . . .  i t  pays to  choose a P a n tin  
conveying system .
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M - W .  5 3

THE BRITISH SHOTBLAST 
& ENGINEERING CO. LTD.

S T R E T F O R D , L A N C S . E N G .

THE VERY LATEST IN SHOTBLAST 
EQUIPM ENT IN CO RPO RATIN G  N EW  
W E T  T Y P E  D U S T  A R R E S T E R S

G U ARAN TEED  REC O N D IT IO N ED  PLANTS OF 
ALL TYPES IN  STO CK

Norton Aluminium Products Ltd. 
For

A L U M IN IU M  A L L O Y S
to  G u a r a n t e e d  S p e c i f i c a t i o n s  

*
O N  A .I .D . A P P R O V E D  L IS T

NORTON CAN ES, C A N N O C K , ST AFFS 
Phone : HEATH HAYES 329.

I I N G O T  M E T A L S  f r " ' “ “ ” " " ' *

TO GUARANTEED STANDARD SPECIFICATIONS 
G U N M ETA L  - B R A S S  
PH O SPH O R B R O N Z E

E. A U S T I N  & S O N S  L T D . ,  H A C K N E Y  W I C K ,  L O N D O N ,  E.9. Te l.  A M H e r s t  2211

P ickford , H olland  & Co. L td., Sheffield  T e lep h o n e  41191

Refractories
of all Shapes and Sizes

C a r e  o f  m a n u fa c iu rc ,  h ig h e s t 
q u a l i ty  m a te r ia ls  a n d  u p - t o -  
d a te  p la n t  e n s u re  th a t P .H .  
R e fra c to r ie s  a r c  c o n s is te n t 
in  s h a p e ,  c o n s is te n t in  s iz e , 
c o n s is te n t in  te x tu re  a n d  
c o n s is te n t in  p e rfo rm a n c e .
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SINEX HIGH FREQUENCY VIBRATORS 
AND VIBRATING SCREENS

3 Ton Model 
I l l u s t r a t e d

Larger and smaller 
machines available

We have an extensive préfabrication department and will 
be pleased to quote you for alteration or addition to your 
existing plant, and if  Hoppers, Chutes and Roller Conveyors 
and Ancillary Equipment is required, please contact 

Sinex Technical Department.

S inex

will rem ove the most stubborn 
sand from the casting, in a 
fraction of the time needed  
by presen t m ethods. (Links 
to suit requirem ents.)

FIG. 10 (on left)

Sinex Vibrating 
Screen Eft. x 3ft. 
Single Deck. Hour
ly output—15 tons 
of sand through 
Jin. mesh.

This screen is also 
manufactured in 
sizes to suit re 
quirem ents.

FIG. 8 (illustrated below)
An important function of Sinex High Frequency 
Vibrators is the application to Sand and Storage
Hoppers. To facilitate the rapid discharge o f jth e  
material, long experience has shown that the fitting 
of a Sinex Vibrator to a Hopper containing the most 
stubborn material will avoid “ arching ” or 
1 ‘ funnelling1 ’ of the material in the neck of the
Hopper and assure a regular flow. Fig. 8 shows a
Sand Hopper fitted with Sinex Vibrator. Manu
factured in various sizes suitable to the capacity of 
the Hopper, and wound suitable for any electric
supply, single- or 3-phase A.C.

E N G I N E E R I N G  CO ., LTD.
Telegrams : VICTORIA 7503 Telephone : Victoria 7503-4-5

FIG. 7
SINEX VIBRATING BEAM

For the easy handling of 
Foundry Boxes, too heavy for 
a  Knock Out Grid, this machine

12 R O C H ESTER  ROW, W ESTM IN STER , LONDON, S.W.1
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YOU CAN DEPEND ON

PROPELLER FANS

T h e range o f  G .E .C . 
Propeller Fans is varied and 
comprehensive. This 12 " 
model displaces air more 
quietly and at less cost than 
fans with narrowor flat blades. 
Air movement 1120  c.f.m. at 
1350 r.p.m. For full details 
send for publication V 968.

T H E  G E N E R A L  E L E C T R I C  C O .  L T D . .  M A G N E T  H O U S E ,  K I N G S W A Y ,  L O N D O N ,  W . C . 2
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P L U M B E R ’S B R A S SM A N G A N E S E  B R O N Z EG U N M E T A L

in S T A N D A R D H ead O ffice  & W o rk s  
Tyseley ,
B IR M IN G H A M  II

Victoria 0584/5/6

Balfour H ouse, 
Finsb ury  Pavem ent, 
L O N D O N ,  E .C .2

Monarch 7941/2

C U S T O M E R S ’ O W N  
S P E C IF IC A T IO N S

T Y S E L E Y  M ETA L W O R K S  LTD

In these days of ever Increasing costs, economical 
repairs become a necessity, and, in view  of this, when 
you are In need of A N Y repairs to your C U PO LA , 
why not contact us, the A C T U A L  M AKERS.

As an example, we can install a new W indbelt 
Section without disturbance of the Brickw ork 
or the Steel Shell, having an Ereccion and a 
Bricklaying staff always available, and ready to 
service Cupolas anywhere in the Country.
Note our address for your future reference:—

H . BECK & S O N  L T D .
"\ M A R L E Y  ST R E E T  IR O N W O R K S  C "  

\  K E IG H L E Y  /
\  Te l. N o . 4132 Te l. address A R O N  / A

  i  M ANUFACTURERS OF **----- ^
ARON FOUN DRY EQUIPMENT 

ILLUSTRATED BROCHURES ON REQUEST

LABORATORY CONTROLLED

I N G O T S  a n d  S H O T
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A S B E S T O S
CORE D RYING  

PLA TES  
&  

M O ULDING BO A R D S

•LOW  PRICED 
•  NON-BRITTLE 

•  LIGHT TO HANDLE

CENTRAL MANUFACTURING & 
TRADING CO. (D U D LE Y ) LTD. 

OLD H IL L , STAFFS.

P h e n e :  C R A D LEY  H E A T H  69434 (6 line«)

T H E  SOURCE OF S A T I S F A C T IO N
= flj OILS and COMPOUNDS =

FO UN DRY SUPPLIES
BEST Q UALITY R IG H T  PRICES

W ire  Brushes, Riddles, Sieves, Bellows, 
Rubbing Bricks, Buckets, W ax Core Vents, 
Spades, Shovels, Pipe Nails, Chaplets, Studs, 
Sprigs, Ladles, Moulders’ Tools, Barrows, 
Core Gum, Parting Powder, Plumbago, 
Terra Flake, Iron Cement, Dry, W et, and 
Pattern Brushes, Straw and Wood Wool 
Rope, Wood and Raw Hide Mallets, Raw 
Hide Hammers, Ganister, Limestone, Coal 

Dust, Bentonite, etc., etc.
I L L U S T R A T E D  L IS T  O N  A P P L IC A T IO N .

E. S. LORD, LIM ITED
Specialists in Foundry Practice .

E A G L E  O IL W ORKS, BU R Y  ROAD, RO CH D A LE
T e le p h o n e : - - R O C H D A L E  3S67
Te leg ram s : “ C O R E B O N D  R O C H D A L E  ’*

SEN D  FOR 
LIST No.

146R E P LA CE AB LE  
P R O T E C T E  D 

T H E R M O - C O U P L E

with the Protected Thermo-couple
This thermo-couple, which is protected from contact w ith the Molten 
Metal by a special refractory metal sheath, can be applied to many types 
of Indicator and provides the solution to the most difficult problems of 
non-ferrous molten metal tem perature measurement.
Tem perature measurements o f molten metal up to l,400°C . are given 
quickly and accurately and new couples can be fitted to the instrum ent 
in a few minutes. SEN D  FOR LIST No. 146

The Thermo-couple shown is used with a 
portable temperature indicator Type P.I.7. 
and by means of our precious metal 
thermo-couple is capable of measuring cast 
iron and steel temperatures up to l,690°C.

E T H ER  LTD .
T Y B U R N  RO AD
TELEP H O N E -

ER D IN G TO N
- EAST 0276/7

BIRM IN G H AM , 24

Holdens

E T H ER  Molten Metal Pyrometers
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P R E P A R E u

, M o u ld Wash
r  « r e ci n d # s u

*  The ; R O N  C A S T IN G S
f o r

„SPECIAL IRON CASTINGS
T C C .  M 0 1 for STEEL and SPR

STEELnWUt p l u m b a .g °

H  C A R B O N  B L A C K I N G ^  C  T 6 R  A N D

h , g H  L b  • g o a l  D O S T
t e r r a  f l  r l U M 1 S H ,' f o r  A L  p o v v o E R

""" «MS & SONS LTD

P H C E N l X W O R « E i i > o a 5 ,

T e le p h o n e : ^
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Photograph by courtesy o f Messrs. Storey Foundry Co. Ltd.

N ew V I B R A T O R
ensures higher qu a li ty  castings
This new “  BROOMW ADE ”  pattern plate vibrator, shown in use by Messrs. Storey Foundry 
Co. Ltd., ensures quicker, better moulds—higher quality castings.
The introduction of the “  BROOMWADE ”  BX 78V Pattern Plate Vibrator is yet another 
example of “  BROOMW ADE ”  leadership in the design of pneumatic equipment to aid industry.

“  B R O O M W A D E "  Pneum atic E quipm ent is built to meet Y O U R  requirements.

'■ '•BROOM W ADE'’' offers y o u :
•  Expert technical advice on all your compressed air problems.
•  Complete world-wide after-sales service.
•  Early delivery.

W rite to “  B R O O M W A D E ” to-day.

A ir Compressors and Pneum atic Tools
BROOM & W A D E  L T D ., H IGH  W Y C O M B E , EN G LA N D . Telephone : High Wycombe 1630 (8 lines). Telegrams : “ Broom,”  High Wycombe

I I6 SA S
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C O L O U R  I N  T H E  F O U N D R Y
y  /  /  /  \  \  \ ^

“ It’s a big jo b , and it’s never been pain ted before
s a i d  G r a n d a d

Was grandad surprised when the G.H.L. men came and transformed 
that dirt-grimed foundry into a colourful and pleasant place to work in.
And another thing that surprised him was the speed and efficiency with 
which they went about the job. “Just no trouble at all” he said—“ We 
shall be getting more young ’uns in the foundry after this ” . . . and 
now production has been stepped up in grandad’s shop.

Specialists in Foundry Pain ting
Recent contracts include Ford Motor Co. Ltd., Dagenham, Essex 
Beans Industries Ltd., Tipton, Staffs • Bayliss, Jones & Bayiiss Ltd.,
Wolverhampton •Leys Malleable Castings Co. Ltd., Derby • Qualcast 
Ltd., Derby • John Maddock & Co. Ltd., Oakengates, Shrops • Peter 
Brotherhood Ltd., Peterborough - S. Russell & Sons Ltd., Leicester.
We shall be pleased to send you our illustrated folder, “  Colour 
Psychology,” upon request.

G .H .L .  (p a i n t e r s ) LTD.
D E C O R A  W O R K S ,  W O L V E R H A M P T O N  S T . ,  D U D L E Y ,  W O R C S .  P H O N E :  D U D L E Y  4551-2-3

M-w.56
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10 good reasons
why
T A L B A R D
M o u l d i n g  B o x e s

are universally popular 
at home and overseas

1 Cast malleable lugs and fittings
2 Accurately ground box faces
3 Precision ground pins adjustable for

length
4 Full range of loose pin and multi-part

boxes
5 Accurate pin centres and guaranteed

interchangeability
6 Renewable steel bushes, round or

elongated
7 Straight lifting handles optional
8 Special brassfounders boxes
9 Range of bars, clamps, etc., as required

10 Specially finished and packed for export

E .  T A L L I S  &
T A L B A R D  W O R K S ,  C H A R L E S

(Phone: MIDIand 
London Office: 47, W H IT E H A LL ,

These Sections are intended for use w ith Type 
“  O ”  Boxes to form 3-part Sets, o r may be used 
in multiples for stacking. Type “  M ”  Lugs are 
fitted and the Top Section carries a turned and 
ground pin held in place by a set screw . The 
Lug Bottom Section is drilled and bushed.
One Type “  M ”  Box can be placed between the 
Drag and Cope halves of a pair of Type “  O ”  
Boxes. Several Type “  M ”  Boxes can be built up 
to form multi-part sets.

S O N S  L I M I T E D
H E N R Y  S T R E ET , B IR M IN G H A M  12
4387 and V ic to ria  2072)
S .W .I Phone: W H IT E H A LL  7740

TYPE “ M ”  LUG

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

Type “ M ”  Middle Part.
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“ NEWSTAD” DRYING EQUIPMENT
FREES Y O U R  FO U N D R Y  FROM  
SM O KE a n d  N O X IO U S  GASES

“ N E W S T A D ”
C O KE FIRED 

P O R TA BLE M OULD 
D R YER

“  N EW STA D  ”  GAS FIRED 
“ V O R T E X  ”  LA D LE  D R YER  

AND 
P R E -H E A T E R

“ N E W S T A D ”
GAS FIRED

PO RTA BLE M OULD 
D RYER

AND W H E N  D R Y I N G  O I L  S A N D  C O R E S  O U R

“ N E W S T A D ” R E C IR C U L A T IO N  SYSTEM
BLOWS THE FUMES THROUGH THE COMBUSTION CHAMBER 

W HERE THEY ARE ELIMINATED

AND THE “ NEWSTAD” NON WARPING DOORS
F O R  L A R G E  S T O V E S  K E E P  P E R M A N E N T L Y  T I G H T

SOLE SUPPLIERS :

MODERN FURNACES & STOVES LTD.
B O O T H  S T R E E T  * H A N D S W O R T H  B IR M IN G H A M  21

P H O N E :  S M E T H W I C K  1 5 9 1 - 2
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all in favour . Hillman works gloves 
are made in 23 styles and special leathers 

—every one is particularly favoured 
wherever they are used. 

PROTECTIVE GAITERS FOR FOUNDRIES

HILLMAN
W O R K S  G L O V E S also A P R O N S , H A N D  L E A T H E R S  etc.

J. & A . H I L L M A N  L T D . ,  D U D L E Y ,  W O R C S .
O IL SEALS; BELTIN GS A N D  A L L  CLASSES O F LEA TH ER ; LEA TH ER W O RK  AN D  FABRIC FOR IN D U STR IA L USE.

C astings m a d e  - fro m  th e se  iro n s  have 
g r e a te r  d en s ity  an d  to u g h n ess . You 
will hav e  fe w e r r e a c t io n s  g re a te r  
freed o m  fro m  crack s, b re a k s  and  o th e r
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BIG BEDFORD—
THE DELIVERY

POSITION

Greatly increased 
production is now 
permitting early delivery 
o f most Big Bedford 
models. Ask your local 
Bedford dealer for 
details, and for a 
dem onstration—or write 
to Vauxhall M otors 
Limited, Department 98, 
Luton, Beds.

The Big Bedford is Britain’s best 
selling 7-tonner. Transport managers 
and leading hauliers put their faith 
in it because:—

•  Fleet-user experience has shown 
it to be outstandingly reliable 
and economical;

•  in lorry or tipper form it weighs 
less than 3 tons unladen;

7 TON LONG
156'” wheelbase 
Chassis £810 

plus £156.16.3 p . t .
Dropside Lorry £975 

plus £156.16.3 p .t.

•  its 110 b.h.p. 6 cylinder engine 
is designed to operate 100,000 
miles between overhauls;

•  it carries big loads faster and 
at lower cost;

•  and because it is backed by expert 
service and low-priced genuine 
parts from Bedford Dealers 
everywhere.

10 TON ARTICULATED
86* wheelbase 

Tractor Chassis and 
Cab for 10 ton 

Bedford-Scammell 
£810 p l u s  £147.2.7 p . t .

7 TON SHORT
116* wheelbase 
Chassis £795 

plus £153.14.10 p . t .  
End Tipper £1,040 

plus £153.14.10 p . t .

This special high-sided 
all steel body is 
mounted on the Big 
Bedford 7 ton long 
wheelbase chassis.
The vehicle is operated 
by The British 
Oxygen Co. Ltd. for 
the transportof oxygen, 
acetylene and other 
gases in cylinders.

BIG BEDFORD
The most successful 

7-tonner ever built

V A U X H A L L  M O T O R S  L I M I T E D L U T O N  • B E D F O R D S H I R E
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Tfhe ^Bedt Sand ^Bindincj Bedins are . . .
F E R G U S O N ’ S

B R A N D

Solid Phenol 300 mesh Z443
Solid Cresol 300 mesh Z450
Liquid Urea Resin ... V37
Liquid Phenol Resin ... Z447
Liquid Cresol Resin ... Z470
A l l  i n  L a r g e  s c a le  p r o d u c t i o n

âmes ^er^udon (fe Sons £ td .
LEA  P A R K  W O R K S • P R IN C E  G E O R G E ’S ROAD 

M ER TO N  A B B E Y  • S.W .19
T el.: MITCHAM 2283 (5 lines)
’G ram s: NESTOBIUS, SOUFHONE, LONDON

N E S T O R

Protect machinery and all 
metal surfaces with Hardman's 
Bitumen Paint. Supplied ready 
for use, it is essentially rust
proof, and gives a sm art, 
smooth and lasting finish. 
Available in a range of 
attractive shades, packed in 
1 , 5 ,  10 and -40 gallon drums. 
Prices are highly competitive 
and prompt delivery is 
guaranteed.

m ,
B L A C K

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

G R E V
etc.

Full details and samples gladly sent on request
E . H A R D M A N , S O N  & C o ., L td ,

Bedford S t., Hull.
Manufacturers of Aluminium Paint, Black Enamel, 

and all types of industrial Finishes

Also M anufacturers o f  

TANDEM WHITE METALS 

TANDEM BEARINGS 

ESCO
GUNMETAL& PHOSPHOR 

BRONZE INGOTS

ARIEL & ESCO 
CHILL CAST 

PHOSPHOR BRONZE RODS

SMELTING COMPANY LTD
ALUMINIUM WORKS, WILLOW LANE, MITCHAM, SURREY • T e l: MIT 2248
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P A G E T
STAND ARD H EA V Y DUTY  
S T E E L  MOULDING B O X E S

Based on the well-known “ Paget ” 
swaged section method of con
struction, which combines strength 
and rigidity with lightness, this 
latest range of Moulding Boxes 
covers every size from 20in. sq. to 
48in. sq.

Any one of the sections illustrated 
(and intermediate fractional sizes) 
can be supplied quickly. Bars, 
handles, or trunnions, together with 
lugs, can be fitted to meet your 
special needs.

In addition to this standard range, 
“ Paget ”  design and construct 
Moulding Boxes to your owm 
specification—and supply them in 
small or large quantities.

Whatever your requirements—con
tact “ Paget ” first.
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ROYDS MILL STREET I . BERRY ST , CLERKENWELL. ST PAUL S SQUARE
SHEFFIELD 4 LONDON. E C 1 BIRMINGHAM 3

°Ą>Y ^

TH€ M UT fOR M€/

INGOTS
Alum inium  Bronze 
M anganèse Bronze 
P hosphor Bronze 
Leaded Bronze 
Nickel Bronze

Silicon Bronze 
A dm ira lty  G un M etal 
Leaded G un M etals 
Brass
Nickel Silver

Co m p a n  jT Limited 
L O N D O N  B I R M I N G H A M
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C O N T A I N I N G

Apply to:

D U N F O R D  & E L L I O T T  ( S H E F F I E L D )  L I M I T E D  • A t t e r c l l f f e  W h a r f  W o r k s ,  S h e f f i e l d .  9 
Telephone: SHEFFIELD 41121 (S lines) * Te lezrom : BLOOMS, SHEFFIELD 9

OIL FIRED  
BRO N ZE  
MELTING  
FU RN A CE

T H E  DOWSON & MASON G A S P L A N T  C O . LTD
L E V E N S H U L M E ,  M A N C H E S T E R  19 Telephone : HEATO N  MOOR 2261 (3 lines>

Low Phosphorus and 

Sulphur contents

(or

High duty Castings, 

Cylinders,

Piston Rings,

Rolls, etc., end in 

end

Electric Steel Making

63

T h is  15 ton Open Hearth Metal 
Furnace is one of a battery in 
a large foundry. A  feature of 
the design is the large cover, 
w hich can be removed to allow 
charging o f large bronze 
a rtic les , such as large ships’ 
propellers which require melt
ing down.

Illustration by courtesy o f J. Stone & Co., Ltd., Charlton, London, S .E .IJ
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F IN E S T  C E Y L O N  PLUMBAGO
Specialists In Foundry Practice 

Consultations arranged
Kindly send us your enquiries COALDUST, CHARCOAL, BLACKLEAD, 

CORE GUMS, “ COREITE ”, CORE OILS, 
PARTING POWDER, GANISTER, LIMESTONE, 

AND 
ALL FOUNDRY REQUISITES

BLACKINGS
FOR IRON & STEEL  

FOUNDERS
PLUMBAGO FACINGS <& BLACKINGS ★

ISÄÄC & ISRAEL WALKER LIMITED
EFFIN G H A M  MILLS, RO TH ERHAM

Telephone: Rotherham 4033 ESTABLISHED 1831 Telegrams: “  Walkers, Rotherham ”

A N D
MAGNETIC SEPARATORS

Electric and permanent
t e l e p h o n e  BOXMAG WORKS - BOND S T R EET , t e i e c r a m s  

: CEK-539I/2 B I R M  I N G H A M  * 1 9 ' ttnuA tttt

DRYING STOVES
on the

“ A D E L P H I ”  FORCED DRAUGHT SYSTEM
(Using low-grade fuels) 

or with

MECHANICAL STOKERS

CO M PLETE IN S TA LLA T IO N S  W ITH  
O R  W IT H O U T  R EC IR C U LA T IO N

STOVE CARRIAGES 

PORTABLE MOULD DRIERS 

FURNACES FOR ALL PURPOSES 

•
M U IR , M U RRAY &  CO. LTD.,

F U R N A C E  B U IL D E R S  
TELEPHONE- 2004 A D E L P H I  W O R K S
TELEGRAM S: "  M U RITE, PA ISLEY." P A I S L E Y ,

_
Published bj; the Proprietors, I n d u s t r i a l  N e w s p a p e r s ,  L i m i t e d ,  49. W ellington Street, Strand, London, W.C.2, and Printed in  
Great B ritain by H a r r i s o n  & S o n s ,  L i m i t e d ,  Printers to  the late K ing George V I ,  London, H ayes (Middx) and

H igh  W ycombe.
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Wood patterns and core boxes are 
sub]ect to warpage, loosening of glued 
ioints and fillets.
These disadvantages can be minimized, 
if not eliminated by spraying with 
C ER RO SA FE —  a non-shrinking alloy 
melting at 160°— I90°F. The coating is 
applied by means of an inexpensive low 
temperature alloy spray gun.
The surface of the wood is first given 
a coat of shellac and allowed to dry. 
A  second coat of shellac is allowed to 
dry only until it becomes tacky, then 
pattern is sprayed with CERRO SA FE to 
the desired thickness, thus increasing 
the life of the wood to almost that of 
solid metal patterns.
In case alterations should become 
necessary, the C ERR O SA FE coated 
pattern or core box may be cut with 
ordinary wood cutting tools. Altered 
surfaces may be then resprayed with 
CERRO SA FE.
Top illustration shows used wood pattern before spraying 
surface with CERROSAFE. Note raised grain ° f  wood and 
loose fillets caused by moist sand.
Bottom illustration shows same pattern after it had been 
protected against warpage. Atypical sprayed wood pattern 
has been used in an iron foundry for the production o f over 
500 castings without showing any appreciable wear, while 
the same type o f pattern without sprayed coating had to be 
reglued and painted after k  had been used for the production 
o f only 10 castings.
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