ALLDAYS & ONIONS LTD PRICE'S FIREBRICKS

As used by all the leading Iron and Steelworks

BIRMINGHAM I .
and Foundries at Home and Abroad

Manufacturers of
Manufactured by

1 T. PRICE & CO. LTD., STOURBRIDGE
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Ask for the
SCRAP MANAGER
BIRMINGHAM LONDON MANCHESTER
Victoria 2954 Albert Dock 2841. Tilbury 237 Blackfriars 6348
PRESTON INVERKEITHING BRISTOL
Preston 86285 Inverkeithing 460 Fishponds 53253
MIDDLESBROUGH WISHAW LIVERPOOL
Middlesbrough 3481 Wishaw 26 Bootle 3885
BRITON FERRY BARROW-IN-FURNESS MILFORD HAVEN
Briton Ferry 3166 Barrow 275 Milford Haven 76

THO??”W W ARD LTD
ALBION W ORKS <« SHEF FIELD

TELEPHONE: 26 311 (22 Line*) TELEG RAMS: "fORWARD « SHEFFIEL D"

LONDON OFFICE: BRETTENHAM HOUSE - LANCASTER PLACE ; STRAND + W.C.2
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aluminium adventure

power line over the CLOUDS

At Kemano, British Columbia, a vast hydro-
electric station is being carved out of solid
mountain rock. Fifty miles away, at Kitimat, a
great new aluminium smelter is rising on the
shores of the Douglas Channel. Between them

stands a 5,300 ft. challenge—the inaccessible
Kildala Pass.
This challenge, like many others met by

Aluminum Company of Canada, Ltd. in carrying
out this industrial expansion, has been accepted.
To high mountain sites closed to all other
forms of transport, helicopters have flown-in

supplies and equipment needed to construct
towers for the transmission line. Aluminium
cable, steel reinforced, 2.26 ins. in diameter

—the largest ever made—will be used to with-

stand heavy icing loads. This unique trans-
mission system will carry the whole output
of Kemano at 300,000 volts to the Kitimat

smelter, capable when fully developed of pro-
ducing 500,000 tons of aluminium a year.
All this to one end—the growth of large scale
production and distribution of aluminium and its
alloys from mine to market.

Aluminium Union Limited

(Incorporated in Canada)
THE ADELPHI, STRAND, LONDON. W.C.2. AN ALUMINIUM LIMITED COMPANY

PRINCIPAL BRITISH

COMMONWEALTH

DISTRIBUTOR OF ALUMINIUM
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Speed up production on jodding work

The times demand Mechanical Aid
to increase production.

nl
Operator
Controls
all

[M otors’
by
Push Buttons
on
Sandslinger
Head

To Jobbing Founders—Cut out the ramming of

large boxes by hand. Let the Portable Sand-

slinger do the work in a small fraction of
the time.

No foundations or air supply required. An
electrical connection sets the machine to work.

FOUNDRY PLANT & MACHINERY LTD. 131 "™ ST
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FIRECLAY REFRACTORIES

FO1 EVERY INDUSTRY
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Fordath Mixers
Aid Shell Moulding

PERFECT HOMOGENEITY OF

THE SAND/RESIN MIX

everyone in the foundry trade—and
many in other industries—knows ofthe
high efficiency of the Fordath ‘New
Type’Mixing Machine in mixing sands
and powders ofall kinds, with or with-
out liquid bonding material.

Long proved in the core shop, the
Fordath Mixer has now been adapted
(and is rapidly being adopted) for work
in the shell moulding process. Along-
side technological advances in the
foundry—and shell moulding is un-
doubtedly the most interesting tech-
nical development since the war—come
associated problems and hazards.

Fine powders make fine dust—which
is anything but fine for the operatives
unless . . . unless by careful design the
dust can be kept where it belongs: in

the sand/resin mixture!

fordath ‘New
Type’ Mixer,
modifiedfor shell
moulding, swith
rubber sealed
charging inlet and
spring loaded chute,
giving dust-free
discharge.

Modified by additional components
providing perfect protection for operatives, the
Fordath Mixer has all the advantages:

Swift preparation of the batch by intensive mixing action with vigorous
turbulence inside the machine.

The intensity of the mixing action ensures perfect distribution of any
wetting AGENTS Which are to be embodied in the sand/resin mix.
Rubber sealed dust cover embodies butterfly valve charging inlet.

Spring loaded discharge chute giving dust-free attachment to dump-box.
Enclosed motor drives through V-ropes to vertical worm reduction gear,
totally enclosed and sealedfrom mixing chamber.

Every batch of sand/resin mix is sealed and delivered quickly and
dustlessly.

Units complete, mounted on bedplate, are available for 8olb, jyolb,
Soolb, 5%0lb, looolb batch-sizes.

Think of your shell moulding plant and get in touch with

THE FORDATH ENGINEERING CO. LTD.  sote ¢-womzrnymakers

HAMBLET WORKS, WEST BROMWICH, STAFFS.

Telephone: West Bromwich 0549, 0540, 1692. Telegrams: Metalfical, West Bromwich
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For increased
productivity

in the foundry

CC The prime requirement of weighing machines
for weighing metal charges is that they should
be extremely robust in order to withstand the
shock loads so often imposed on them. This
requirement applies even more so in the case
of travelling scales . . .

Weighing machines giving their indication on
a circular dial are very much preferable to the
steelyard type . . . ??

Extractfrom *Foundry TradesJournal," November 1952

as you

NOVEMBER 26, 1953

change

-WITH THE

SALTER

No. 99 CRANE WEIGHER

It must bo strong, it must bo
accurate —when it’s a big,
tough weighing job such as
weighing metal charges, the
Salter *99 ’ saves time and
labour and speeds produc-
tion. Accurate weight at a
glance. Listed in capacities
from £ to 100 tons, but if
you have an extra big job
requiring a larger capacity
your enquiry will be wel-
comed. Write for detailed
folder.

W ST

MW34.
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FOUNDRY FACINGS FOUNDRY FURNISHINGS

SHALAGO
BONDED

BLACKING

MIX ONLY WITH CLEAR WATER
FOR
DRY SAND MOULDS
AND COREWASH

W=*CIIMMING &Ci> UP

GLASGOW FALKIRK CHESTERFIELD
DEEPFIELDS near BILSTON

& MIDDLESBROUGH
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SHELL MOULDING for
SHORT RUNS

We have pleasure in notifying the Foundry Trade that in the near
future we shall be putting on the market a new Shell Moulding Machine.
This new machine will take care of the short runs of castings. It will
not compete with our famous SP. 1000 and SP. | 100 machines now so
well known and being widely used on the British and Overseas markets.

We shall therefore have Shell Moulding Machines for short
runs and Shell Moulding Machines for quantity production.

With the short run machines we shall show our clients how to make

their pattern plates cheaply and simply, and how to change these very

quickly, thus with a low priced Shell Moulding Machine and low priced
pattern plate we are opening up a new field for the Foundries.

We are sure you will be interested in this latest F.E. development—
send us your name and we will mail you full details very shortly.

ASK FOR DETAILS OF OUR SP.I0 SHELL MOULDING MACHINE

FOUNDRY EQUIPMENT LTD

LEIGHTON BUZZARD, BEDFORDSHIRE, ENGLAND.

PHONE: LEIGHTON BUZZARD 2206-7. GRAMS: 'EQUIPMENT" LEIGHTON BUZZARD

22A
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A Completely New Auto-
matic Machine, made by
Foundry Equipment Ltd.
Leighton Buzzard, Beds

Maximum Box Size 24in. by 18in.
Maximum pattern draw 9in.
Maximum squeeze pressure 9000 Ibs.

Automatic head swing. iff
Automatic jolt & squeeze.

Automatic slow & fast
draw.

No foundations required.
All  operations rapidly
and readily adjustable.

British Patent Application
Number 23635/53.

...........

AUTOMA
PNEUMATI

SENO TODAY

JOURNAL

FOR

for
RORIFTE A - A

LEAFLET C .

12t

56
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i k BRIQUETTED ALLOTS

PROVIDE CUPOLA ECONOMY

¢ Uniform in size

SILICON
*+ Regular and consistent recovery
obtained
* No mechanical loss of alloy
* Weighing is avoided \
MANGANESE

¢« Greater convenience in use

* Allow the use of a higher proportion
of scrap in the charge

f Silicon Silicon  Zirconium
Tirp. Manganese (standard) ~(Special) (F Silicon) CM"OMe

\évrie(iq%gtttgf(lb*.)... 3 H S2\I1i3t1f5 2\ |f
t\{aviﬁiegdonITogoghs.) 2 1 2 1 4 2 12 1 1

GRADED ALLOYS For
LADLE ADDITION

GREATLY IMPROVE THE STRUCTURES

75/80% FERROSIUCON
OF CAST To redact chill and improve machinability.
IRONS 6% ZIRCONIUM FERROSIUCON
To Improve machinability and increase strength.

SMZ ALLOY
Toimprove strength and balance section thickness variations.

FOUNDRY GRADE FERROCHROME
To increase chill, refine structure and improve strength.

All Silicon bearing alloys are snpplied FREE FROM
DUST because fines gire uncertain recovery, high
oxidation loss and dirty ladles.

GRADINGS :

75/80% Fotwiiicoo \ x 4 :i x i :100, 120 * 200 M uba.
6% Zirconium Ferro»licon i x 1:i X

SMZ Alloy i X 32 Mesh.

Foundry Grade Ferrochrome (65% Or. - 6/8% Si) 20 Mesh.

TELEGRAMS



rolled steel sections in standard use.

Full details of every moulding box order are recorded.

Customers can depend on all repeat orders being interchangeable.

STERLING FOUNDRY SPECIALTIES LTD. BEDFORD

London O ffice: Iddesleigh House, Caxton Street, S.W .I. Telephone: Abbey 3018

Cogent
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Sees
the job
through
from
MOULD to KNOCKOUT

FULBOND 4a gives high
Green Strength at the start
and good collapsability at the
end due to its moderate Dry

Strength.

FULBOND”

The word FULBOND is a trade mark, the property of The Fullers’ Earth Union, Limited

For service and information, write to: THE FULLERS’ EARTH UNION LTD.
Patteson Court, Red hill, Surrey Tel.: REDHILL 3521



0 ,sintcSrato 1
icont\ou°us. hr.

is tons Pc

capac,ty

' Sand Hi™*
Batch Type Sa"a

Various sixes

Cont»nu°us

25 tons pcr

r\tegra
,e MacV'ne

A MEMBER OF THE J. STONE GROUP
Registered Office & Works:—

WINDSOR WORKS

* STOTFOLD

BEDFORDSHIRE

PLANT

The Sand Treatment Plant illus-
trated is a representative selection
from our already famous range
of equipment for foundries.

Rapid and efficient production to-
day depends more than ever on
precision built machines and we
will gladly send you further in-
formation and illustrated particu-

lars on request.

you cannot beat

COLEMAN
WALLWORK

for
PRECISION-BUILT
FOUNDRY

EQUIPMENT

TR

Tel: stotfold 381-4
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“The range of
Staveley pig irons
offers material for
all general foundry
purposes. The
Staveley Technical
service is offered
free to any requir-
ing advice on
foundry problems”

THE STAVELEY

FOUNDRY TRADE

JOURNAL

PI1G

IRON & CHEMICAL CO. LTD.

NOVEMBER 26, 1953

IRONS

NR. CHESTERFIELD



X",

Cores in large or small quantities can
be produced economically and quickly
by the Machines illustrated.

OurAbrasive Wheel Cut-Off Machines
for all types of work are second to
none and If you have a special prob-
lem In this field, our technicians

would be glad to discuss It with you.

a wider choice of

Precision

built
FOUNDRY

EQUIPMENT

COLEMAN WALLWORK CMF&NY, L.T2),

A MEMBER OF THE J. STONE GROUP
Registered Office & Works:—

WINDSOR WORKS e STOTFOLD ¢ BEDFORDSHIRE * Tel' sStotfoid 381-4
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FOR
CASTINGS

(Ferrous and Non-Ferrous)

From a few Ibs. to 20 tons

for all industries

Made
with the experience and skill gained by
generations of craftsmen

at the famous

DOWLAIS WORKS

Telephone: Dowlals 70

GUEST KEEN BALDWINS IRON & STEELC® LID

HEAD OFFICE

East Moors, Cardiff
Telephone : Cardiff 30551
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Casting a Fly

“ Opportunity is ever worth expecting ;
letyour hook be ever banging ready.
The fish will be in the pool whereyou
least imagine it to be.” (Ovid)

it is, perhaps, a weakness in us all to blame our failures and our difficulties
on opportunities which never came our way. But “ A wise man will make more
opportunities than he finds” said Francis Bacon. There is an answer to every
problem which confronts us in the turmoil of our post-war industrial life. To find that answer,
we may have to cast constantly around for new ideas, new markets, new techniques.
Nothing is static. In foundry practice, to take an illustration near at home,
the use of Cellobond resins has made an invaluable contribution to certain processes.
For shell moulding, the quick cure, good flow and strong bond of Cellobond phenolic resins
combine to produce a perfect shell. And for core binding,
the low initial cost of the Cellobond phenolic and urea resins and the
time they save in baking and in knock-out has made them first choice amongst
resinous binders. Cellobond foundry resins may well be the answer to
some problem on your desk at this very moment. Cast around
for the solution no longer; just write for samples and full particulars.

Cellobond Foundry Resins

BRITISH RESIN PRODUCTS LIMITED
Sales and Technical Service : 21 St. James’s Square, London SWi Tel: Whitehall 8021
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This Grinder has been designed and builr
as a result of experiments over four years,
and is the fifth model which has been
built.

The photographs reproduced here were
taken by The English Steel Corporation
Ltd., Sheffield and show the machine
grinding wood. (This material produces
a large volume of smoke which can be
photographed). It might be thought that
the second photograph is a fake, but this is
not so. In actual fact, owing to the direc-
tion of the wind, the smoke discharged
outside the shop was blown in through the
roof ventilator in such volume that a
number of people in the shop thought that
a fire had been started.

The ESC Swing Grinder is built around an
entirely new theory of dust extraction.
There is a main duct immediately in front
of the wheel and a secondary side duct
which draws the fine dust away from the
top of the wheel at right angles to the line
of rotation.

EXHAUSTIVE TESTS WHICH HAVE
BEEN FILMED PROVE THAT THIS
MACHINE COMPLETELY SOLVES
ONE OF THE WORST PROBLEMS
IN THE CAMPAIGN AGAINST
PNEUMOCONIOSIS.

In your own and your operators’ interests
write to us for full details.

LUKE & SPENCER LTD,,

Telephone : Altrincham

featuring

IMPORTANT
IMPROVEMENTS
IN

DUST EXTRACTION

As proved by these photographs

GRINDING
WOoOoD
WITH
EXHAUST

OFF

GRINDI
W0obD
WITH
EXHAUST

Viaduct Works, Broadheath, Altrincham, Cheshire

3281 Telegrams : “ Emery,” Altrincham
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VERY new Morris Ball-bearing Triple-gear Pullcy-block is tested
E with 50 per cent, overload before despatch; but the real test comes
when it is on the job, especially on maintenance work for which it is
ideally suited. Such work demands portability, plenty of power, ample
protection for the mechanism, a very close lift, and the ability to stand up
to rough usage, even to an occasional shock load. All these qualities
are there, along with other exclusive features of design described in book
231. We shall be pleased to send you a copy.

And may we remind you that besides making the world’s best pulley-
blocks, we are also large manufacturers of overhead cranes, conveyors,
hoist-blocks, foundry mechanization plant, lifts, elevators, runways,
telphers and all kinds of mechanical handling equipment.

THE NEW

MORRIS

BALL-BEARING

TRIPLE-GEAR PULLEY-BLOCK

JOURNAL

NOVEMBER 26, 1953

HERBERT MORRIS LTD LOUGHBOROUGH ENGLAND
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Installed at the renowned steel
foundry of Messrs. F. H. Lloyd
& Co. Limited, James Bridge
Steelworks, near Wednesbury,
Staffs.

MATHISON CLEAN GAS FIRED
RECIRCULATING SYSTEM:—
Increases Production * Lowers
Fuel Costs ¢ Ensures Uniformity
of Heat Distribution < Reduces
Drying Time ¢ Reduces Labour
Costs < Eliminates Deposits on
Moulds < Guarantees Perfect
Drying « Gives Maximum Dry-
ing Capacity with Minimum

Floor Space Utilization.

Consult us on your drying problems

JOHN MATHISON LT

ENG I E E R S.
HUTTON HALL, GUISBOROUGH, YORKS, ENG.

PHONE: GUISBOROUGH 59, GRAMS: MATHISON, GUISBOROUGH
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All over the World
THE SHOCKLESS JOLT

AND TURNOVER MOULDING MACHINES

Air operated lifting capacity up to 33,000 lIbs.
With mechanical ejecting device.
Are recognised as efficient.

Also to meet all complicated
requirements.

With or without electrically
driven moulding box
carriage, roller—

or balancing device.

WE SUPPLY:

Cupolas forehearths charging installations pig iron breakers,
moulding sand preparing machines moulding sand and foundry refuse
reclaiming plants, conveying units and roller paths, continuous mould
casting conveyors, vibratory knock-out grates, moulding machines
(flaskless), jolt, squeeze and turnover moulding-machines, core sand
mixing and preparing installations, core moulding machines, core
blowing machines, tumbling barrels, centrifugal sand biast machines
(air-less), sand biast apparatus, cleaning chambers, hydraulic fettling
installations, git cutters, compressors and accessories, dust removal
plants, and so on.

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

Representative for England:
Ernest Fairbairn, Ltd., 9 Drapers

Gardens, Throgmorton Avenue,
London, E.C.2.
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Please write
for details

products
and | or
for a
visit from
one of our
representatives

S.B. Size 9
Continuous Sand Mill.

We are Manufacturers of:

Complete Mechanised Plants, Continuous and

Semi-continuous Casting # Sand Preparation Plants#Sand

Mills, Continuous and Batch # Disintegrators # Screens # Belt Con-

veyors # Elevators # Mould Conveyors # Moulding Machines # Sand Dryers, etc.

Foundry Mechanisations (baillot) Itd

19 VICTORIA STREET, LONDON, S.W.I
Phone : ABBey 6644 — Grams : Foumec, Phone, London
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MANSFIELD
MOULDING SAND

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

other places overseas.

Because QUALITY makes its
journey worth while

THE MANSFIELD STANDARD SAND CO. LTD.
MANSFIELD s ENGLAND

Telephone: Mansfield 201.

W T make fans of all types and sizes—
propeller, centrifugal and axial—for cupola
blowing, dust removal, furnace blowing,
ventilation, man-cooling, drying, heating—in
fact, every purpose for which fans can be
profitably employed. We also make all
necessary fan ancillarles such as Air Heaters,
Air Filters, Air Washers, Suction Hoods,
Ducts and Dust Settlers. Also Unit
Heaters for use with hot water, steam,

AKEITH

KEITH-BLACKMAN LTD., MILL MEAD ROAD, LONDON, N.I7. TN : TOTTENHAM 4822.
Branch Offices ac Manchester, Birmingham, Leeds, Newcastle-on-Tyne, Glasgow, Belfast, and Penarth, nr. Cardiff.

ki
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The most useful machine
ever designed for Pattern Makers

The Wadkin Universal Pattern Miller has been apopular
machine with Pattern Makers for over 50 years
because it handles an exceptional variety of

both pattern and corebox work.

Its installation in your shop would not only re-

duce your pattern costs, but enable you to get

your patterns to the foundry in less time.

Two sizes available to suit the needs of both

large or small shops. Write for 32 page Booklet No. 764.

|
Wadkin Ltd., Green Lane Works, Leicester. W ad k I n
W .I.

London Office: 62-64 Brook Street,
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Time, gravest factor in planned production commands respect.
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No one ever yet

beat him; but in foundry technique August’s have long schemed to use him to best
advantage by—

0

£

£

n

Cancelling all primitive and costly manual handling methods.
The application of power so”universally to hand.

By harnessing power to mechanised aids in well-planned foundry layouts.

By banishing fatigue, and improving output at lower overhead charges, and

substituting minutes for hours and days for weeks.

Sol/e Licensees
and Manufac-
turers for
British Empire
(excluding
Canada) of the
Simpson Sand
Mixer.

TIME ‘ns”ort>to investigate these time-cost savings, in August’s modern

foundry principles. Your enquiry will have the attention of—

HALIFAX ENGLAND

* Tctcphonf: Hofifa. 61247/8/9
Telegrams: August, Halifax.
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Industrial Accidents

Everybody deplores the occurrence of an indus-
trial accident, especially in the shops under one's
control. In the normal course of affairs, these un-
fortunate happenings so very often get divorced
from a personal matter and on the one side they
involve the insurance companies, solicitors, counsel
and a court of law and on the other side the same
string with the trade unions replacing the insurance
companies. At this, or even later stages, the posi-
tion reached is that both sides are reinforcing, at
high cost, the law of the land. Because of this
expense, many cases are settled out of Court. This
can lead to miscarriage of justice, much in the same
way as an individual may refrain from suing a
monopolistic undertaking owing to the inequality of
cash resources, unless a *“cast-iron” case is
obvious.

With the passage of time, the Courts are taking
more notice of shop conditions—by this is meant
the organization of the work. A proper delegation
of responsibility all down the line in an orderly
fashion has often been helpful to the Court, whereas
the contrary is being viewed with disapprobation.
This attention to detail proved an important factor
in the Scottish Courts recently, where the produc-
tion of an authentic record of an accident tak”n
immediately after its occurrence was accepted and
indeed appeared to be decisive. In some of the
smaller concerns, this duty of recording an accident
is often held over until, maybe, a second accident
calls it to mind. The case cited shows how impor-

tant it is to record, immediately and accurately,
every type of accident, be it severe or minor.
The greatest factor for the reduction of industrial
accidents is the dual organization of an intelligent
system of manufacturing and the inculcation into
the minds of the whole of the staff a. proper aware-
ness of the accident risk inherent in factory life.
This latter factor is highly developed in the United
States, where it is deemed to be of equal importance
to the installation of mechanical gadgets for render-
ing machinery foolproof. Maybe, the Americans
have formed the opinion that over-insistence on
mechanical devices for the prevention of accidents
gives a sense of false security.

A feature of factory law, which is weak and un-
satisfactory, is that certain personal protective equip-
ment must be provided by the employer, but its use
by the employees is usually optional. The intro-
duction of a third-party risk is also a complication,
for when one employee, through his carelessness, is
responsible for an accident to a mate, the employer
is jointly liable. He can, of course, in theory, take
action against the man causing the accident, bul
practically never does, as the chance of the recovery
of costs is virtually nil. The sum of money paid
out each year in compensation is increasing and
merits the attention of all employers. It would
appear that all that can be done is to follow the
precepts we have indicated for making the shops as
“ safe ” as possible.
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Sixth Foremen’s Training Course

The continued success of the foundry foremen’s train-
ing courses held at Ashorne Hill, near Leamington Spa,
during the past five years has encouraged the Institute
of British Foundrymen to organize a sixth course which
will be held from Thursday, April 1, to Saturday, April
3, 1954. Ashorne Hill will again be the venue. A
nominal registration fee of £1 for each participant will be
charged.

Programme

The programme of the new course, which is designed
to give practical guidance to foundrymen, is as
follows :—

Thursday Evening, April 1

Assembly of those participating (4 p.m. onwards);
technical film display.
Friday, April 2.

Address by the president, Mr. E. Longden, m.imech.e.;
lectures on shell moulding; the influence of equipment
on the productivity of the general foundry, and, in the
afternoon, on a new approach to productivity. The even-
ing session will comprise discussion groups.

Saturday, April 3.

(Morning) : Lectures on the elimination of fettling-
shop congestion and on methods of control for the pro-
duction of large castings.

The limited sleeping accommodation available at
Ashorne Hill controls the number of visitors who can
participate.  Vacancies will therefore be allocated
strictly in order of receipt of applications. The charge
for accommodation at Ashorne Hill is 37s. 6d. per day,
which includes dinner, bed, breakfast, luncheon and tea
(17s. 6d. per head per day to non-residents). No
accommodation will be available at Ashorne Hill for
the Saturday night.

Forms of application to attend the course may be
obtained from the secretary, the Institute of British
Foundrymen, St. John Street Chambers, Deansgate,
Manchester 3, to whom they should be returned not
later than January 31,1954; early application is desirable.

National Foundry Craft Training Centre,

The National Foundry Craft Training Centre, which
operates at West Bromwich in foundry premises lent by
Rudge Littley, Limited, is unaffected by recent Press
announcements of the winding up of a training com-
mittee in the Midlands announced in the Journal, on
November 5. The Centre, for a modest fee covering the
bare cost of tuition plus accommodation at its residential
hostel, trains apprentices sent voluntarily by their em-
ployers for a month at a time over a period of about
three-and-a-half years. The standard of training given,
and the effects of supplementing the normal work at the
boys’ “ home ” foundries, have been widely praised by
employers who have sent students.

Opened in October, 1948, the N.F.C.T.C. remains in
full and vigorous life. Its day-to-day work is conducted
under the supervision of a management committee of
the West Midlands Joint Foundry Advisory Committee
(Recruitment and Training), representing the whole
foundry industry, ferrous and non-ferrous. This com-
mittee meets at monthly intervals. The policy of the
Centre is directed and its finances are controlled by a
body of trustees. So far, the Centre has completed
52 terms covering the four courses into which the syl-
labus is divided. In 1954 there will be eleven terms
(allowing for a four-week break in July and August).
Of these terms, four each will be devoted to students
taking first and second courses, two to those attending
third courses, and one to fourth-course boys.
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R.S.A. Bicentenary Competition

The Royal Society of Arts will reach its bicentenary
in March, 1954, and with this in mind its Council is
arranging, in addition to various customary forms of
celebration which will commemorate the Society’s
past achievements, a competition which will focus
attention upon the future. The first public announce-
ment of the competition was made at the inaugural
meeting of the 200th session on Wednesday of last
week, when H.R.H. the Duke of Edinburgh, as presi-
dent of the Society, was in the chair.

The Society accordingly offers prizes totalling £500,
the largest being £250, for conceptions of life on this
planet in the year 2000 a.d., and forecasts (in visual or
written form) are invited of the future developments
which may be looked for in some particular aspect of
life related to arts, manufactures and commerce—the
field of the Society as defined in its full and original
title. For example, a competitor might give his ideas
of what transport, housing, food or clothing may be
like in 47 years hence. The chief criterion in assessing
the entries will be originality.

Full terms and conditions relating to the competi-
tion, together with registration forms, may be obtained
from the secretary, Royal Society of Arts, John Adam
Street, London, W.C.2. Registration forms must be
completed and returned together with an entry fee of
Is. by February 15, 1954, and the actual competitive
material submitted by June 30, 1954.

Institute of General Managers

At the inaugural dinner of the Institute of General
Managers held at the Savoy Hotel, London, last
Friday, the guests of honour included Sir Rupert De
la Bere, M.P., and Sir Patrick Hannon. The organiza-
tion has been formed by a number of managing direc-
tors and general managers in order to give effect to a
need for a powerful and representative professional
institute of chief executives in the drive for greater
productivity and management effectiveness in in-
dustry. All candidates must hold a bona fide general
management appointment at the time of application.
The education and training of younger men as poten-
tial general managers will be one of the main concerns
of the Institute. Conferences, publications, information
and advisory services, and a broad interchange among
chief executives of management information and ex-
periences, will also be provided through branch
functions.

Dinner

FEDERATION OF LIGHT METAL SMELTERS

Mr. F. Farenden presided over the annual dinner,
held at the Trocadero Restaurant last Thursday. At
the high table were:—Mr. V. P. Harries; Dr. W. E.
Berry; Mr. L. J. Chandler; Mr. H. E. Thatcher; Mr. E.
Player; Mr. H. R. Murray Shaw; Mr. C. E. Keey;
Mr. G. A. Woodruff; Mr. G. W. Booth and Mr. H. M.
Angus, all of whom were accompanied by their ladies.
The, function was superbly organized by Mr. H. G.
Ross, the secretary.

Industrialists in the north-east have been warned
that load-shedding may have to take place in the event
of severe weather or a breakdown in plant.
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Patternmaking for the Repetition Foundry*
By Robert R. Shaw

[Stightly Abridged]

Patternmaking is a craft so diversified in its various branches that no
The contrast between light casting and heavy engineering, jobbing work

expert in all its ramifications.

individual could claim to be an

and repetitive mechanical moulding calls in each case for a different technique, and it is in these differences
that makes patternmaking such an interesting trade for the real craftsman to pursue.

Light iron casting has undergone quite a revolu-
tionary change in many respects during the past
20 yrs. due to the advance in machine moulding,
and patternmaking technique has in consequence
been altered to meet this particular need. Machine
moulding almost invariably calls for patternplate
equipment where the pattern leaves the mould clean,
where all core prints match up perfectly with the
core and all runners are incorporated on the plate.
This, very briefly, is the nucleus of all successful
mechanical moulding.

M aterials for Patternplates

Patternplates are made in cast iron, aluminium,
or wood. The last, however, can almost be
neglected, since wood is too soft a material to stand
up to the punishing conditions of mechanical mould-
ing and its use represents very bad practice for
large-scale production. Aluminium is quite exten-
sively used for patternplates; just why this is so
extensively used is rather difficult to justify, because
the metal has very little to commend it for such a
purpose. It has a long freezing range between the
liguidus and the solidus, giving a large liquid shrink-
age which causes trouble in heavy sections, which
must be “fed ” to give a good plate. It is a soft
malleable metal, very liable to be dented in use, and
is liable to permanent distortion under pressure. Its
lightness is no real advantage, since in mechanical
moulding the plate is not man-handled except when
taken off and on the machine. By far the most suit-
able metal for the manufacture of patternplates is
a soft, grey cast iron preferably high in phosphorus.
Phosphorus lowers the melting point of cast iron,
and gives a late expansion on solidification which
results in very sharply-defined edges on the casting.
A cast-iron patternplate is absolutely rigid, cannot
be deformed by rapping, parts easily from the sand
and, given normal care, will not cause any damage
through breakage. In this respect it is in a category
on its own.

Types of Plates

The simplest type of pattern that can be put on a
plate is one where the cope is quite flat, and the
casting is entirely in the drag; in this case all one
has to do is to mount the pattern or patterns, as the
case may be, on a flat plate. Alternatively, if a cast
plate is desirable, the patterns are laid on a flat
board, and the drag half of the moulding box is

*A Pager read. belore the North-Eastern section oi the
Scottish branch oi the Institute of British Poundrymcn.

rammed up. The box is then inverted, and the cope
rammed up. The box is next parted and a frame
the shape and thickness of the desired plate is laid
on the drag half and sand is made up all around
the frame to the extreme edge of the box. Risers
are placed at the four corners of the box, the pat-
terns are withdrawn, the box is closed and is then
ready to cast.

The making of a plate where part of the casting
is in the drag and part in the cope can be illustrated
by a case where the parting is all in one plane, and
the plate is of the mounted type. The first step
is to make a master split pattern with two contrac-
tions, and from this master the requisite number of
pattern castings are made. These are surfaced,
dowelled and finished to the dimensional accuracy
required. A flat plate is then prepared by machining
it on both sides and is drilled with a round hole at
one end and an elongated hole at the other to fit the
pins of the moulding box. The inside dimensions
of the box are next enscribed on the plate. The
patterns are then arranged on the plate at a con-
venient distance apart to allow for a runner and
the plate is next drilled vertically through the dowel
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Figs. 1, 2 and 3.—Stages in the Production of a

Mounted Patternplate, where Both Halves of the
Pattern are ldentical.



646

Fig. 4—Example of a Cast-iron Patternplate, the Four
Patterns, Runners and Plate being cast in One
Piece.

holes, and dowel pins are inserted to line up the
half patterns on each side. The patterns are finally
screwed to the plate—the screws being located at
the'most convenient points—and the runners also
are screwed in position.

In the case of a mounted plate where both halves
of the casting are identical, e.g., a cylinder (where
more than one casting is made in a box), there is no
necessity to mount patterns on more than one side
of the plate. This can be accomplished if all the
patterns and runners on one side of a centre-line,
either horizontally or vertically, are matched on
the other side of the centre-line. This is one of the
fastest known methods of mould production when
using a single moulding machine, since one has no
necessity to reverse the plate for copes and drags.
The method is as follows:—A flat plate of steel
about | in. thickness and of the same dimensions
as the patternplate is drilled to fit the moulding box.
This fiat plate, which is used as a jig, is laid on the
plate and two pins, identical with the moulding-box
pins, are fixed into position. The inside dimensions
of the moulding box are scribed on the jig, together
with a centre-line, both vertical and horizontal.
The half patterns are next placed ,on the jig together
with the runners, and a drill is run through the
dowel holes in the patterns, passing through both
the jig and the plate. For the sake of simplicity,
the four squares formed by the two centre-lines will
be designated (as is shown in Fig. 1) A, B, C. and D.
If AC has to reverse with BD the jig is merely
turned over on the same pins, and squares BD
drilled where there are holes in the jig. The pat-
terns may then be screwed to the plate. If the work
is done accurately enough, this is quite a satis-
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factory method. Considering a case where AB has
to reverse on CD, here the pin hole at E is reversed
on pin hole at F so that A becomes D and B be-
comes C. Thus, if the holes on the jig in squares
A and B are drilled on C and D the patterns so
mounted will match up if the moulding boxes are
reversed on closing. In this method, one pin should
be fixed in the box, the other in the plate of the
machine.

This type of plate should not be dismissed with-
out explaining another very accurate method of
mounting the patterns without using a metal jig,
which is as follows:—The machined flat plate is
laid on the bench and a moulding box is placed on
the top of it with the pins in position. Half of the
patterns and runners are placed in position in
squares A and B. No drilling or fixing of any kind
need be done at this stage. Stucco is next poured
over these patterns and runners, which are blanked
off at the vertical centre-line (Fig. 2)—that is, no
stucco need be poured over squares C and D. It is
also not advisable to have the depth of stucco reach-
ing quite to the dowel holes. When the stucco has
firmly set, a drill is passed through each dowel hole,
and bored through the plate to any convenient
depth. The moulding box complete with stucco,
patterns,and runner is next lifted from the plate
and inverted on the bench. The stucco surface
(with patterns and runner still imbedded) is then
given a coat of shellac varnish and finally smeared
with grease. The corresponding half of each pat-
tern and runner is next placed on each pattern
incased in the stucco, and all dowel pins are inserted
(Fig. 3). Another moulding box is then placed on
the first box and it, too, is filled with stucco to the
centre vertical line, at the same depth as in the

Fig. 5.—Cope or Reverse Side of the Patternplate
shown in Fig. 4.
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former instance. After the stucco has set, the two
boxes are parted; the second box, of course, has
patterns and runners imbedded in the stucco as in
the former instance. Moulding box No. 2 is next
placed on the plate in the reverse position as in the
first instance, i.e., the stucco part covering squares
C and D. The plate is then drilled through the
dowel holes on the pattern. If the moulding boxes
fit each other accurately, this method gives a perfect
alignment.

Irregular Parting Line

In most instances in the making of a plate where
the parting line is irregular, it is not practicable
to make a split pattern. A saddle is therefore made
for the pattern to sit on a board which follows the
contour of the parting line, and all that part of the
pattern which is to be located in the cope, above
the box parting line, must be cut out of the board.
The drag half is next rammed up on this board.
The box and board are then inverted and the board
withdrawn. The mould at this stage is carefully
made up by the moulder, and all vertical parting
faces are given the maximum taper to the edge of
the moulding box. The cope half is then rammed
in the usual manner and parted off. It will be evi-
dent at this stage that the more nearly vertical the
parting face the thinner will be the plate on this
face, since the thickness of the plate is only regular
on a perfectly horizontal face. It is therefore
necessary, in order that the plate should be of
reasonably uniform thickness, for all steep vertical
parting faces to be cut away by the moulder almost
up to the line of the pattern. If this procedure is
not carefully followed, the thick and thin sections
of the plate would cause distortion and, maybe,
cracking when the plate is in use.

Fig. 6.—Cast-iron Patternplate, size 36 by 20 in,,
incorporating Four Fire Fronts.
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Fig. 7.—Examples of Patterns Suitable for Embossing
as \-in. thick Shells and mounting on a Plate

Another type of plate well worth mentioning is a
double-sided plate, where the cope part of the
pattern is screwed on. This type is always employed
when the pattern would in itself represent too solid
and heavy a block of metal to' be cast integral with
the plate. (It may be- added that this is not a very
practical proposition except that the parting is all
in one plane.) The procedure is as follows:—A split
pattern is essential in this instance. The drag half
is laid on a flat board and the box rammed and in-
verted; except when the pattern itself be a shell
type, the pattern is withdrawn from the sand. The
cope is then rammed on the drag, minus the pattern,
and parted off. There now is as the cope a negative
impression of the drag. Next the drag is knocked
out and re-rammed with the pattern and box on
exactly the same position as on the former occasion,
Having completed the drag half for the second time,
the operator is in a position to tackle the final stage
on the cope half, which amounts to cutting off a
thickness from all vertical faces of only about $ in.
Having done this, the plate frame is laid on the drag
and the sand is made up around it to the required
thickness. It-is evident on casting this that there is
a shell impression of the drag half only of, say,
a regular f-in. section. It still remains to mount the
cope half of the pattern on this. If the top of the
plate has not been sleeked in any way (and it is essen-
tial to avoid this), a clear outline of the pattern will
be seen on the top surface of the plate, and this acts
as a perfect guide on which to mount the cope pat-
terns. These are also cast as shells £ in. thick, in a
similar way as that in which the bottom half-plate
was made. When the cope patterns are screwed into
position, there is formed as a complete plate a uni-
form shell patternplate J in. thick, which would
be quite impracticable as a solid block on account
of its. weight. Furthermore, such a plate would be
impossible to make solid because such a heavy block
of metal in the pattern would remain molten long
after the plate part had solidified, and the whole
would be sure to crack in cooling. By this method,
many engineering jobs which are made from block
patterns and coreboxes can be satisfactorily put on a
production-moulding basis.

Cast Matchplates

With cast matchplates there are usually two
machines working in conjunction, one making copes
and one making drags. Dealing first of all with the
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equipment necessary for this type of plate, which is
all important, four interchangeable boxes are re-
quired, numbered A, B, C and D. One wooden board
perfectly surfaced, and about 2 in. wider and 4 in.
longer than the moulding box, is necessary. Its
thickness should.be about 14 in. A centre-line is then
drawn on the board on which the pin centres are
marked. On the left-hand pin centre, a hole is bored
to the exact depth of the thickness of the plate. On
the right-hand pin centre a rectangle is cut, the
breadth of which is the diameter of the pin and the
length about double that, with the depth equal to
the thickness of the plate. These two holes can be
designated X and Y. The internal dimensions of
the moulding box are scribed on the board and in-
side this line a strip of wood about 4 in. thick by
4 in. wide is sprigged so that the moulding box can
be placed on the board in an exact position. It will
be observed that holes X and Y are placed exactly
below the pinholes on the box. The patterns are next
laid on the board in their required position. Any
part of the patterns protruding above the joint of
the box must be sunk into the board, and all part-
ings below the joint of the box must be made up to
follow the contour of the parting line. Having got
the four boxes and the board ready, box A is laid on
the board and is filled with ordinary floor sand,
rammed as hard as possible. The box is then in-
verted, the board removed, and box B is placed on
A and rammed with floor sand, again as hard as
possible. Box B is then parted from box A; the two
boxes are laid side by side, and the patterns with-
drawn. A dusting of parting powder is applied to
both moulds and then box C is placed on box A
and box D on box B. AIll is now ready to ram a
negative impression of both cope and drag, i.e., boxes

Fig. 8.—Cast-iron Pattern for an Impellor Casting,
approximately 20 in. dia.
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Fig. 9.—Typical Example of a First-quality Wooden
Pattern of Segmental Construction.

A and B. The ingates are placed in position in both
boxes, that is, at the edge of the frame of the plate.
Facing sand is applied to these moulds in the usual
way, then they are very carefully rammed and
parted, C on the left of A and D on the right of B.

Boxes A and B are now emptied and box A is
placed back on the board with the patterns in posi-
tion as in stage one.

Method of Location

Leaving the moulding, the making of the pin and
socket for locating the two plates in identical posi-
tions relative to the patterns will be described, as this
is all-important. First, two blocks of wood approxi-
mately 5 by 4 by 1) in. are made and centre-lines
drawn horizontally and vertically around them.
These blocks can be termed P and Q. With block P,.
a square 14 in. side is marked on the top face and a
1-in. square on the bottom face. With block Q, a
rectangle 14 by 2 in. is marked on the top face
and 1by 14 in. on the bottom face, and a hole is cut
out on these respective pieces of wood as marked.
These two blocks are then dowelled to a small board
the size of the block, and the exact thickness of the
plate to be made, with the small hole at the bottom.
On the board and in the middle of the square and

rectangle respectively, a hole is bored to the
diameter of the pin in the case of block P
and in the case of Q a rectangle is cut out of

the board the width of the diameter of the pin, and
of length twice the diameter of the pin. Into the
board of block P is inserted a piece of bright steel
rod the diameter of the pin of the box with which
the plate will be used, and into the board for block Q
is placed a rectangular piece of cast iron finished to
dimensions, viz., of length twice the diameter of the
pin, breadth the diameter of the pin, and depth the
thickness of the combined block and board. These
blocks are next filled with stucco and, in fact, two
stucco castings are made from each block.

Final Casting and Finishing

Returning to the moulding process, it will be re-
membered that the board has been prepared with
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patterns in position and moulding box A in position.
Next the stucco piece from block P with the steel
pin protruding the thickness of the plate into the
hole in the board is inserted. Also the stucco piece
from block Q with the rectangular cast-iron piece,
protruding the thickness of the plate, is placed in the
hole in the board. Box A is now rammed up in the
normal manner, inverted, box B is placed on it, and
the second stucco piece is placed on the protruding
parts, i.e., the steel pin and the rectangular piece of
cast iron respectively. Great care must be taken
with these moulds to see that a faultless finish is
obtained, as both these moulds in boxes A and B
act as drags in the final assembly. A and B boxes
are next parted and laid side by side with C and D.
Turning next to moulds C and D, there need be no
special finish on these moulds, since the inside face
of the plate is of no importance. All vertical faces
in these moulds are cut away so that the section of
the plate at any part will be the same throughout.
Moulds C and D are finally finished off.

Continuing the sequence of operations, a plate
frame is made to the dimensions of the required
plate, which is laid on moulds A and B respectively,
and a thickness of sand is made all around, extend-
ing to the edge of the box. The plate frame is with-
drawn and then the patterns. Iron risers, the thick-
ness of the frame, are placed at the four corners
of boxes A and B. Box C is closed on the top of
box A and box D is closed on the top of box B,
and they are finally cast.

Although quite a variety of different ways of
making patternplates for hand and machine mould-
ing have been covered, the Author has not touched
on methods designed for machines where the pins
are outside the plate dimensions, or where the mould
is made in substances other than green-sand, such
as pressure-cast plates in gypsum moulds or moulds
made in silicon ester. It would take a book to do
justice to the whole subject, but it is hoped this
short description has provided a basic introduction to
the problems of patternmaking for high-production
moulding. A number of miscellaneous patterns
produced by the Author on the general lines des-
cribed are shown in Figs. 4 to 9.

(Continued from col. 2)

former technique, it was claimed, slightly out-
weighed those for the latter at the present time, but
the use of interferometry in metallurgy was still
in its infancy and much may be developed during
the next few years. Already an instrument giving
a stereoscopic picture has been designed. Among
the many capabilities of the phase-contrast micro-
scope is its ability to reveal sub-microscopic struc-
tures, and the possibility of making a topographical
survey to reveal etching pits, segregations, various
compounds, precipitates, e.g., nitrides in steel. It
is interesting to note that in the latter example,
the phase contrast technique shows clearly that the
nitride precipitate is in the form of flakes rather
than rods. In general, better resolution is also
possible.
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Microscopy in Metallurgy

Institution of Metallurgists Refresher Course

The microscopy of metals formed the theme of
a refresher course arranged by the Institution
of Metallurgists at Harrogate from October 30 to
November 2. The subject was introduced by Dr.
G. K. T. Conn, the University of Sheffield, who
indicated the basic principles of the optical systems
used. This was followed by four lectures on vari-
ous special techniques which are used in the metal-
lographic examination of metals. Techniques using
the ordinary microscope were considered by H.
Evans (Research and Development Department,
Mond Nickel Company, Limited) who illustrated
how these methods are still satisfactory in solving
problems often studied at present by many metal-
lurgists by more complex methods. He showed,
for example, how the compounds of chromium
carbide can be differentiated by the careful selec-
tion of etching reagents. Cathodic vacuum etching
and thermal etching were described briefly, the latter
method being associated with hot-stage microscopy.

This later technique was the subject of a lecture
by P. J. E. Forsyth of the R.A.E., Ministry of
Supply, Farnborough, who indicated its potential-
ities. He showed examples of his own work in
the study of light alloys and zinc-base alloys, and
the ingenious device by which the structural changes
of an alloy may be observed at temperature under
the influence of strain. The specimens, in the form
of ribbon, must be held in a controlled atmosphere
or in vacuum. The furnace container had been
designed to rest on the stage of an ordinary bench
microscope. Such investigations had increased the
popularity of using 35-mm. microfilm in order to
be able to observe the slow changes in structure.

Use of Polarized Light

The metallurgical applications of the polarized-
light microscope were explained by B. W. Mott
(A.E.R.E., Ministry of Supply, Harwell), who
briefly described the principles of the optics of
polarized light, and gave a large number of
examples of its use. So sensitive is this technique
to topographical variations that mechanical polish-
ing in the preparation of specimens can only be
relied upon for the harder steel alloys, and
electrolytic polishing is almost essential. Among
the many phenomena which may be studied are
isotropic inclusions, degree of preferred orientation
such as caused by deformation, colour differences
with the aid of the tint screen, and optical
characteristics of the phases. He enumerated the
various possible anomalies which might occur, and
it was suggested that this method of microscopic
examination of metal structures should be used
with discretion and preferably not without the
assistance of an ordinary metallurgical microscope.

The course of lectures closed with a treatise by
D. McLean (National Physical Laboratory,
Teddington) on the uses of the phase contrast and
interferometric examination of metal surfaces.
The applications and potentialities of the use of the

{Continued at foot of col. 1)
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Fuel-efficiency Exhibition

When Alderman A. Moss, Lord Mayor of Man-
chester, spoke at the opening of the “ Fuel Efficiency
in Industry and Home ” exhibition being held at the
City Hall, Manchester, from November 18 to 28, he
referred to the stimulation which the exhibition would
give to those people seriously interested in the scheme
ctf “ smokeless zones.” Alderman Moss said that he
welcomed the exhibition because it would appeal not
only to those technically involved, but would be of
educational value to all those interested in the smoke-
abatement project, particularly, and any other schemes
that will help the public in general.

The Right Hon. Earl of Derby, M.C., Lord
Lieutenant of Lancashire, opened the exhibition and
spoke first on the “ rightness ” of the exhibition being
held in Manchester. He understood that the district
had the highest coal consumption in the country and
was one of its greatest industrial centres. Before the
war, he said, coal was in good supply but the demand
was rather small; now the position was somewhat
reversed, and it seemed inevitable that the price of
coal should have increased in comparison. Due to
the large home demand we were unable to export large
quantities of coal. Oil, the alternative to coal, was
imported, and here, as with coal, it was essential that
it should be used with the maximum effectiveness and
efficiency.

Typical Exhibits

There is much in the exhibition which will repay a
visit by the foundryman. For instance, Associated
Settings & Chimneys, Limited, of Kingswinford, Staffs,
have a wide variety of equipment on show, including
siliceous and aluminous monolithic refractories now
being used for rammed lining refractories for rotary-
type furnaces for steel works and for malleable iron
melting, and in the latest system of power station
boiler casings. James Hodgkinson (Salford), Limited,
engineers and ironfounders, have had some 60 years’
experience in the production of units for promoting
fuel efficiency and the abolition of smoke by mechani-
cal firing. Their exhibits include a range of mechanical
stokers and small coal-handling plants. For mechani-
cal fuel handling, a typical example of a bucket ele-
vator was exhibited. Dust collectors were seen among
other exhibits at the stand of James Howden & Com-
pany, Limited, of Glasgow and London.

Crosthwaite Furnaces & Scriven Machine Tools,
Limited, of Leeds, 9; Danks & Company (Oldbury),
Limited, and Mirrlees Watson & Company, Limited,
all include mechanical stoking exhibits on their
stands. The Morgan Crucible Company, Limited, of
London, are featuring two of their range of low-heat-
storage insulating refractories. In all, seventy-nine of
the leading organizations in the field of fuel efficiency
are represented, though devices for the domestic user
are not extensively shown. One cannot but be
impressed by the strides which instrumentation has
made in fuel-control generally, and also by the
emphasis which is undoubtedly to be “ sensed ” in the
exhibition, of more efficient firing and, as a result,
smoke-abatement activities. The exhibition is spon-
sored by the Combustion Engineering Association, an
organization representing manufacturers and users. A
few other notable stands of interest to foundrymen
are reviewed in the following paragraphs: —

Electroflo Meters Company, Limited, London,
have an exhibit demonstrating the company’s activity
in the field of complete instrumentation and automatic

control of industrial plant. An associated company,
Solway Flowrators, Limited, exhibit a range of
variable-area flow-meters for the measurement of
corrosive fluids and gases.

Danfoss Manufacturing Company, London, are
showing a range of heating and oil-burner controls
and motor starters.

A working model of a cast-iron'vertical tube' econo-
mizer which clearly demonstrates the function of the
economizer in using the waste heat from the boiler flue
gases to preheat the boiler feed water is shown .by
E. Green & Son, Limited. Also on view is a full
size model of the firm’s premier diamond cast-iron gilled
tube economizer type 25. This has been prepared to
demonstrate the all-round availability of the tubes and
to show the clear diagonal and vertical gas passages.

Prat-Daniel (Stanmore), Limited, are showing
induced-draught and forced-draught fans, dust col-
lectors, etc

Nu-way Heating Plants, Limited, Droitwich,

exhibit three new products—the Nu-way model 50
heater, the home-fire burner, an oil burner designed
for domestic use with the small independent boiler,
and the fully automatic “ Rotavac ” burner, with gas/
electric ignition.

Ferranti, Limited, Hollinwood, display a range of
radiant electric fires, including floor, panel, and wall
types of contemporary design, thermal-storage water
heaters, meters, and a three-phase maximum-demand
alarm.

A selection of products specifically related to the
theme of the exhibition is displayed by Davidson &
Company, Limited, Belfast. Included are a model
“ Sirocco ” cellular dust-collector complete with six
secondary collectors and induced-draught and booster
fans. A.working model of a single-cell collector is also
featured, as well as a complete standard cell. Another
working model comprises small-scale examples of
various designs of fans manufactured by the company.

British Oil Burners, Limited, London, show the
“ Emulsor ” domestic oil-fuel burner, thermostatically
controlled and electrically ignited.

E. & F. Beattie, Limited, Manchester,
modern domestic heating appliances, including models
of slow-combustion stoves, domestic boilers, all-night
grates, and, in particular, a demonstration model of the
“ Watts ” automatic-feed anthracite boiler, for use with
central-heating systems.

On a double-deck stand, Hopkinsons, Limited,
Huddersfield, show numerous valves, including a 9-in.
bore Hopkinson-Ferranti valve, suitable for 1,600 Ib.
per sg. in. steam pressure, with electric controls operated
from a control station. Soot blowers, an automatic
pump leak-off unit, an electrically assisted torsion-bar
safety valve and pressure switch, gauges, and water-level
indicators are also shown.

Kelvin & Hughes (Industrial), Limited, London,
exhibit four sections of a typical industrial undertaking
showing instrumentation used at the various stages.

Netherlands Steel Production

The Netherlands Statistical Bureau announces that
for the first six months of this year, iron and steel
production was higher than in the same period of
1952. Pig-iron production rose from 247,700 tons to
314,600 tons, crude steel from 289,800 to 417,600 tons,
and hot-rolled steel products from 210,500 to 322,600
tons.

exhibit
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Dust Control from Pedestal Grinders

I.B.F. Blackpool Conference Discussion

At the closing session of the annual conference of the Institute of British Foundrymen, held in the
Baronial Hall, Winter Garden, Blackpool, Dr. C. J. Dadswell presided. Matters for consideration
were two films showing different systems developed for the suppression arising from the use of
pedestal grinders, the first prepared by the British Steel Castings Research Association* and the second
by the British Cast Iron Research Association, anda Paper, “Application of External Dust Control to a
24-in. Pedestal Grinder,”f by W. H. White, F.R.S.A., and W. B. Lawrie, M.Sc., F.R.M.S., A.l.M., which
described the development of the second system. At the meeting, Mr. Armitage, of the B.S.C.R.A., intro-

duced the modifications incorporated by his Association and demonstrated a model of the apparatus.

Opening the meeting, the Chairman, D r/C. J. DISCUSSION

D adswell, said he was most willing to preside, as
in the matter of dust control from grinders he had
a seat in both camps, being on the Council of both
the British Steel Castings Research Association and
the British Cast Iron Research Association. The
paper was then presented, the Chairman next intro-
ducing the films by saying that the importance of
all aspects of industrial health was, of course, well
recognized, and the films to be shown gave the
results of investigations conducted over the last
two years simultaneously by the two Associations.

Following the showing of the B.C.I.LR.A. film,
Mr. D. H. Armitage, at the Chairman’s request,
made the following introduction to the showing of
the second (B.S.C.R.A.) film: —

The diagram (Fig. A) summarizes the design modi-
fications to stand grinder exhaust equipment as
recommended by the British Steel Castings Research
Association. These provide satisfactory dust con-
trol when grinding steel and iron castings and are
now incorporated in new machines and conversion
sets manufactured by members of the Foundry
Trades’ Equipment and Supplies Association. The
modified machines are equipped with extractors as
normally supplied for conventional machines. For
example, with a grinding wheel 24-in. dia., 3-in. face,
an exhaust rate of 500 cub. ft. per min. at 3-in. water
gauge is adequate.

The film outlines the course that the work at
the B.S.C.R.A. dust-research station has followed,
as a result of which there has been evolved an
answer to the problem of dust suppression when
grinding steel and iron castings. In finding this
answer, it has been possible to decide upon rela-
tively simple modifications that can be incorporated
in new grinding machines or added to old ones,
with a minimum of cost and difficulty. Further,
this has bgen done without exceeding the normal
fan capacity; in other words, fans of normal size
and horse-power are. required. Also, there was on
show a small-scale model of a stand grinder show-
ing the B.S.C.R.A. modifications.

*See also " Dost Control on Floor Grinders.”
July 23, 1953. p. 123.

t Paper printed in the Journal, October 15, 1953, p. 48l

Journal,

The Chairman, opening the discussion, and re-
ferring to the second modification of the hood
on the 14-in. wheel, in which there were two
nozzles at the top of the hood, asked Mr. White
if these for practical purposes could be combined
into a nozzle extending all round.

M r.W nhite replied that economic extraction must
first be considered, and the question had been asked
many times as to whether the vertical arms were
in the way of side grinding. The arms, both on
the 14-in. dia. and 24-in. dia. wheel, would have to
swivel in order to get the best results from the
extraction system at the point of dust generation
For the 14-in. model, they swivelled on a vertical
axis, and for the 24-in. model they swung on their
central axes. A further development had been
made, doing away with the arms, and extending the

Fig. A—Diagrammatic Representation of Modi-
fications to Stand Grinder Exhaust Equipment as
developed by the British Steel Castings Research
Association in conjunction with the Foundry
Trades Equipment and Supplies Association.
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deflector plate (that was the framing around the
top nozzle) down to the rest on either side of the
wheel as a complete and permanent piece of .the
hood, with a top and two side openings for air
extraction curtains. (Mr. White her© amplified his
explanation with a drawing on the blackboard.)

Mr.A. R. Parkes thought it might interest mem-
bers to know that there was at least one installation
of the pattern of extraction apparatus introduced
by the British Cast Iron Research Association in
use in a Midland foundry, using a 24-in. dia. wheel.
This machine had now been in use for two or three
months, and the foundry manager had expressed
great satisfaction with it, announcing his intention
to have about a dozen more stand grinders with
.dust extraction on the same pattern.

Mr. J. G. Baites said he was interested more in
grinding steel than cast iron, but his firm had
altered their machines in the B.S.C.R.A. manner.
The method was highly efficient, extremely simple
and a great credit to the steel research organisa-
tion for the simple way in which they had over-
come the difficulties. It took his firm exactly
40 min. to convert their machines and make them
efficient.

The Chairman asked, for the B.S.C.R.A. design,
how the side plates were adjusted to allow for wear
on the wheel.

Mr. Armitaoe replied that the side plates were
a fairly recent additional refinement which had
been shown unnecessary when grinding ordinary
iron or steel castings. Members of the pedestal-
grinder committee of the Foundry Trades Equip-
ment and Supplies Association who had co-
operated in the research had recently seen the side
plates in operation at the B.S.C.R.A. dust-research
station, and had agreed that these, if required for
particularly-severe overload conditions, could fairly
easily be designed so as to be retractable. His or-
ganization had been very fortunate in having had
the co-operation of members of the F.T.E. &S.A.
committee and at the end of the film it would have
been noted how F.T.E. &S.A. members had in-

corporated the B.S.C.R.A. principles into their
latest models of stand-grinder equipment.
Possibility of Choking
The Chairman, calling for further questions,

commented on the ducting and asked if there was
any likelihood of the holes in the rest becoming
blocked or the ducts themselves being filled with
material deposited as the result of grinding.

Mr. Armitage said he thought that was a possi-
bility—as shown in the film there was a consider-
able build-up of metal and grinding-wheel
agglomeration after only 2 hrs.” grinding—but the
point he .would emphasize was that with the best
will in the world a perfect system, completely dis-
pensing with maintenance, could not be provided.
Unless the extraction system were efficiently main-
tained, the research associations and the grinder
manufacturers were just wasting their time.

Mr. F. E. Rowland said he disagreed with Mr.
Armitage. There was, he thought, not the slightest
risk of dust choking up the series of holes provided
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in the work rest—a viewpoint based on experience.
As regards the build-up of swarf in the guard below
the work rest when grinding steel, this was due to
the fact that the particles were flung off at high
speed and at a very high temperature and impinged
on the inside of the guard. This resulted in a weld-
ing process, as the material had not time to cool
down before it became attached to particles pre-
viously deposited, which were still hot. In due
course, this resulted in a build-up of a pinnacle as
shown on the film. It was a quite usual phe-
nomenon when grinding steel, but the deposit was
easily removed.

A member asked Mr. Armitage whether dur-
ing the period of the trials any blocking of the
holes in the work rest had in fact been observed.

Mr. Armitage Said over a period of 4 hrs. there
was no blocking of the holes. During an extended
period there was perhaps a danger of that happen-
ing, but he was glad to know that one member
thought it unlikely.

Another member Said operators at his foundry
had put pieces of sacking over the top of the wheel,
allowing them to hang down on each side. The
sacking became worn away by the wheel and yet
formed a fairly tightly fitting curtain. Their prac-
tice was very much on the lines of the British Steel
Castings Research Association’s solution and was
of interest because it showed how operators were
improving conditions for themselves.

M r. Birkitt congratulated those responsible for
producing such very efficient systems. With the
increased amount of dust passing through the duct-
ing, was there any chance of greater wear of the
ducts taking place, due tola shot-blasting effect on
the inside ?

The Chairman said he did not think that the
change in “ service life ” would be very great.

Mr. J. G. Baites said he had had experience of
nine months’ working of their machines following
conversion to the B.S.C.R.A. system and the holes
in the work rest definitely did not fill up. Operators
had told him that they did not have to worry about
the build-up and, further, they had experienced
greater comfort generally in operating the machine.

Subsequent Disposal of Dust

M r. Riley said it was perfectly obvious that the
B.S.C.R.A. modification made to that stand grinder
was most beneficial in removing the dust from that
particular point, but a snag with all extraction
systems was the disposal of the dust afterwards. The
problem was not so acute with the “ wet ” collection
systems which were very efficient, but he thought it
was now time for the associations to carry out work
on filters and the disposal of the dust.

Mr. Armitage replied that a project in hand at
the moment was concerned with this question and a
survey was being made of the effectiveness of various
types of extractor unit. It was realized to be a very
important part of the problem. So far as his asso-
ciation was concerned, work had started at the
grinder and the questions of dust extraction and
disposal were logical developments from this
beginning.
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Application to Cutting-off Wheels

A member asked if the Authors had any comments
to make on dust extraction from cutting-off wheels.
In his foundry, a large number of small castings
were tested on cutting-off wheels, and the produc-
tion of dust there was enormous and its collection
presented a very big problem.

M r.Armitage Stated that his association had not
dealt with this specific problem, and he could only
suggest that the B.S.C.R.A. attachment might serve
for that process in a similar manner to that demon-
strated on stand grinders.

Mr. White, speaking of the B.C.I.R.A. external
extraction system, said it would appear to be quite
easily adaptable to cutting-off. These wheels were
only Vs to in. wide, and the majority of the air
movement developed was down the sides of the
wheels. It had been found that if the cowling of 14-in.
and 24 in. dia. wheels was totally enclosed, the wheel
itself would develop approximately one-half its
peripheral speed in air velocity. Thus, a 24 in. dia.
wheel, running at a peripheral speed of 9,000 ft. per
min., would develop an air movement of somewhere
about 4,000 ft. per min. close to the wheel and at the
point of contact of grinding. That air stream carried
the dust with it, and it was believed that the external
system was the only system which could possibly
gather that dust stream or cloud since it had been
diverted outside the zone of the internal extraction
system. The same principles would apply to cut-off
wheels, though the majority of air movcmnt de-
veloped would be from the sides of the wheel.

M r. Lavvrie commented on the idea of the wheel
itself producing sufficient air velocity for dust re-
moval and said he had had no experience of cutting-
off wheels, but it seemed that they now knew enough
to approach the problem on something approaching
a scientific basis.

Value of Water as a Suppressant

A member recounted that they had had a 14-in.
dia. cqtting-off wheel in his works which produced
a lot of dust, but it was found that if a powerful jet
of water was directed on to the wheel or the job,
the dust was cut down considerably.

Mr. Lawrie said some grinding-wheel manufac-
turers seemed to be against the use of water with
certain wheels. Dust collection by the use of water
was very difficult to accomplish for the respirable-
size ranges. He had not so far seen any successful
application of water for dust control in this manner.

A grinding-wheel maker Who was present said
he saw no reason at all why water should not be
used on a cutting-off wheel. He thought other wheel
manufacturers would agree.

Another member Said there was no danger at all
in using resin-bonded wheels with water, except that
if one performed a quick cut on steel, there was suffi-
cient heat generated to give a considerable degree of
quench hardening of the surface. That might seem
strange, but it was true.

Further speakers mentioned that they used not
water but a coolant which acted as a mild lubricant.
Another commentator said he was surprised to hear
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Mr. Lawrie’s remarks on the use of water as a dust
suppressor. He knew of several large foundries in
America where extensive use was made of water in
this way, where it was applied in conjunction with
a wetting agent.

Mr. Jlawrie, dealing with the points raised,
thought members should be clear as to what was
meant when they referred to “ dust.” At that
moment he meant particles of matter of respirable
size which floated in the air. Ordinary water did
not easily wet them and even particles which were
wet carried a water film which was so thin that it
quickly evaporated. He had never seen a method
of spraying water on to an air-borne dust cloud
which gave satisfactory dust control. If there was
one working which was satisfactory he would be
glad to know where, so that he might see it.

Of course, in certain cases dust could be sup-
pressed by other wet methods. The material could
be wet at the start and kept wet throughout a pro-
cess, then there would be no dust, but his imme-
diate concern was with the suppression of air-
borne dust after it had been formed.

Another point was that if water was sprayed
in a foundry the humidity would be altered and
one might thereby reduce the rate at which sand
dried and so prevent some dust. However, this, of
course, would not control dust which was already
airborne.

Suppression at the Source

Mr. Smith said there was a cutting-off machine
on the market which used a water spray on the
point of contact between the wheel and the work,
and it had also got a water veil immediately behind
the work, which stopped the spark production.
There was no cutting machine which cut under
water and so could not produce dust, but the use
of water, if it could be properly applied, was defi-
nitely of advantage. W hether it could be applied in
the foundry industry, where there were large cast-
ings to be handled, was another matter, but there
were plenty of machines available which incor-
porated moving heads and having water sprays
fitted.

Mr. Lawrie repeated that he had done no work
on cutting-off machines. If the job was generally
done under water then the dust was being sup-
pressed at its source, but he had done no work
on this aspect himself and none had been done
as far as he knew. Some work had been done
on the wheel cutting of stone. A first series of
dust counts were taken with the stone dry and a
second series with it wet. He understood that the
“wet” series had given a higher dust count in the

small-size range but the work had never been
checked as far as he knew, and it had been done
many years previous. In the present state of

knowledge, he would want to see an experimental
process filmed as well as having a dust count.
W ithout that, the way the dust arose could not be
observed.

The Chairman said his foundry had tried to use
a cutting-off machine to cut off fireclay runner
pots to the right length. The procured a machine
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but forgot to buy a dust extractor, and, of course,
it was impossible to use the machine until one was
provided.

A problem with the cutting-olf wheel was created
where one had to pass through the article. It was
not just a matter of creating dust at the periphery.
One wanted a system which would give freedom to
move the wheel through, and if one could pick
up the dust from the cutting point that would be a
step in the right direction.

Types of Dust

During the showing of the film he had asked
Mr. Lawrie if there was any difference in the dust
from an iron casting or from a steel casting. Much
dust was shown coming from pig-iron, rather more
than from an iron casting. Mr. Lawrie had said
there might be some reason why the dust was
different from the two metals.

Mr. Lawrie said he thought there might be
more dust from grey iron. A lot of it, he thought,
came from the graphite. While the work illus-
trated was done on pig-iron, founders should not
forget that the rust, if the pig-iron was rusty, to
commence was very quickly penetrated, and after
the rust was gone the rest of the work was done
on grey iron.

Referring to the dust produced when grinding
steel castings, Mr. J. F. B. Jackson said that the
B.S.C.R.A. had examined this and had found that
it consisted of about equal parts of grinding wheel
dust and iron oxide. The dust was shown to con-
tain less than 1 per cent, of free silica.

A question was asked as to whether there was any
ideal work rest. In the picture there were several
designs shown and, replying to this, Mr. White
said both associations had agreed that any kind of
slotted or perforated rest was far better from a
dust-control point of view than a solid rest. There
were some prejudices against opening the surface of
the rest, but he thought these might arise from ex-
perience of bad designs.

When the same questioner remarked that it seemed
no effort had been made to standardize the work
rest, for some had slots and some holes, Mr. Armi-
tage Said their first work involved drilled holes in
the work-rest. Preliminary films were shown to the
various committees interested, and it was found that
some liked drilled holes and others preferred slots.
Personally, he did not think there was any basic
advantage either way; it was a question of individual
preference.

Mr. White agreed adjustment of rest movement
was the machine maker’s job to incorporate, and the
position of grinding would not materially alter the
efficiency of the external extraction system.

Mr. Armitage said that they had not actually
ground very large castings on the stand grinder, but,
as previously mentioned, the design of the work rest
incorporated in the machines shown in the film
allowed for movement both up and down.
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Wet Collection

M r. Jones referred to the suppression of dust by
wet methods, and said Mr. Lawrie had reported he
had not seen a method which was effective in the
foundry. Did that remark still hold good for the
collection system, properly referred to as “ dealing
with dust”?

Mr. Lawrie said he was not talking about filter-
ing systems or wet processes. He had been speaking
of the control of air-borne dust.

The Chairman recalled that Mr. Armitage had
mentioned that his organization would shortly be
investigating dust-collection systems, and thought
there would be many criticisms of present apparatus.
Collection systems would have to be much more
elaborate than some had been in the past.

Extraction of Wanned Air

Mr. Williams said in winter one of the problems
attendant upon dust extraction was the loss of
warmed air from the foundry. If large volumes of
air were used, did Mr. Lawrie think it might be per-
missible for that air to be returned to the foundry
after it had been passed through a filter?

Mr. Lawrie doubted whether large air volumes
were necessarily more efficient than small volumes,
and said the question of the advisability of recircu-
lation was of course a medical one.

To a questioner who asked if at any time in the
near future there might be developed an efficient
dust exhaust for a portable grinding machine, M r.
Lawrie replied that research work was in hand on a
portable grinding head.

Work Rests

Mr. Sturrock asked if Mr. White and Mr. Armi-
tage had experimented with work rests at different
heights. It appeared as if the work rests were always
at a fixed height.

Mr. Armitage said that, in the film, tests were
shown in which the work itself had been moved
vertically in relation to the wheel, in order to give
extremes of operating conditions. In practice,
clearly there would be an optimum adjustment of
work-rest height dependent on the size and nature
of the work being ground. Most grinding machines
were designed to allow for such adjustment of the
work rest, an operation that did not interfere with
the principles of dust control put forward as a result
of their investigations.

Mr. White pointed out that if the work rest was
moved either up or down, the best position for grind-
ing was just below the centre-line of the wheel, and
the dust would be controlled by the external ex’trac-
tion system.

Mr.Sturrock said his point was that the position
of the work rest did depend on the size of the cast-
ing being ground. If they were grinding a small
piece, then the work rest should be high, while if it
was a large piece, the work rest should be much
below the centre line. '

Doubtful Value of Dust Counts
The Chairman said there was no statistical in-
formation in the B.S.C.R.A. film showing the
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efficiency of the dust extraction and asked Mr.
Armitage if there was any information available on
that.

Mr.Armitage referred in the first instance to the
view expressed by Mr. Lawrie in the Paper that had
just been presented to the meeting, that attempts
to determine airborne-dust concentrations quanti-
tatively had shown inconsistencies. Throughout
the work performed in the B.S.G.R.A. dust-research
station, clearly the question of determining the
degree of dustiness had been continuously to the
forefront, but as far as findings based on dust counts
as such were concerned the Association had come
across the very same inconsistencies referred to by
Mr. Lawrie. Due to these inconsistencies, for which
no satisfactory explanation had yet been forthcom-
ing, reliance was placed more upon the illumination
technique developed by Mr. Lawrie for the purpose
of observing improvements in dust concentrations.

It would be realized that with any grinding
machine of orthodox or of improved design which
was extracting air from the working atmosphere at
a rate of the order of 500 cub. ft. per. min. this
extraction alone would clearly have a bearing upon
the build-up of dust concentration in a shop atmos-
phere under varying conditions of dust control in
the unit itself. Assessment of the efficiency of a
dust-control unit by dust-sampling methods was
thus shown to be complex, and while figures re-
lating to dust counts were available, if anyone was
particularly interested in having them, it was his
Association’s view that a greater validity was to be
attached to the interpretation of observations made
by Mr. Lawrie’s illumination technique than by
thermal precipitator “spot” checks, however ingeni-
ous the sampling plan might be.

Work was being continued by his Association to
remove, if this were practicable, the inconsistencies
arising from dust sampling, in an attempt to
make this technique a more useful and reliable tool
to be used alongside other methods of assessment,
such as had been described.

Interpretation of Figures

The Chairman asked if there were any figures
which the B.S.C.R.A. would be prepared to make
available on dust counts?

Mr. Armitage Said that while no doubt figures
could be given along the lines suggested, he, per-
sonally, would prefer, until the inconsistencies had
been given explanation, to speak in terms of trends
rather than in terms of so many particles per ml.
In fact, he would prefer to believe the visual obser-
vations recorded in the film.

Mr. Lawrie added to Mr. Armitage’s remarks a
very general statement, in which he said that he
himself had first thrown doubt on dust-count results
in 1948, because he had felt that the standard dust
count did not by any means tell the whole story.
This was why he had developed the photographic
methods which had been used on the recent work.
There had been very wide variations in the dust
count and he was sure that unless research workers
could see the source from which the dust was
coming they were in no position to interpret the
wide fluctuations obtained. As Mr. Armitage had
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shown there were dust counts between 200,000 and
1,000 in the dust from the wheel. Nevertheless, he
himself had used the thermal precipitator (which was
the standard instrument) in conjunction with his
film, because he though it at least helpful to record
what was happening. This work, in general, con-
firmed the observation that in places where dust
could not be seen little could be counted.

Mr. Colin Cresty asked several questions relat-
ing to dust counts:—(a) Were the workers yet in a
position to set a “dust standard”; (b) if so, what
maximum figure would the Authors propose; (c)
were the two types of apparatus shown in the films
aiming at, and could they hope to attain, the same
standard; (d) what steps would have to be taken to
show that observed dust was,, in fact, dangerous
dust; and (e) had dust counts been taken on the
B.S.C.R.A. modified apparatus? He understood
that some sort of standard had been adopted in the
mining industry.

Validity of Smoke Tests

There was one point about which he did not feel
too happy, namely, as to the extent to which
founders could rely on demonstrations using titan-
ium tetra.chloride fumes or wood smoke when they
were actually concerned with sand—the “ smokes”
from these materials seemed to be so different
physically from sandy dust.

Mr. Armitage said permissible standards of
dustiness were a matter more for Mr. Lawrie to
comment upon than himself, but with regard to

dust counts when grinding steel castings, these could
certainly be made available. He emphasized,
however, that contamination in the operator’s
breathing zone when grinding steel castings normally
bore direct relationship to the general atmosphere
of the shop. The amount of build-up of dust in
the general atmosphere was of course dependent
on the efficiency of the extraction system on the grind-
ing machine, and from the film that had just been
shown it would be appreciated that with the
B.S.C.R.A. system, this build-up was considerably
reduced. Mr. Michie who had been working con-
tinuously on the problems associated with dust-
sampling methods, was present and could perhaps
better -express the B.S.C.R.A. views.

Use of Indicators

On the question of the use of smoke or fume,
whether generated from grinding wood or with titan-
ium tetrachloride, this was relied upon essentially as
an indication of air movement. It had, for instance,
been used to show that the air movement was away
from the .operator and towards the machine. Mr.
White had used it for the same purpose in the
B.C.I.R.A. work.

As a matter of interest, the use of smoke from
the grinding of wood was a technique for which
they had to thank the Chairman’s company, the
English Steel Corporation, who had done a lot of
valuable work in this field, and had proposed that
the smoke pattern from wood grinding was simi-
lar to that of the fine dust stream arising from the
grinding of steel castings., The value of smoke, as
an indicator of air flow and in preliminary work
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upon dust-suppression problems in general, was
accepted both by the B.S.C.R.A., and, indeed, by

Mr. Lawrie. The Association would continue to
use smoke for this purpose, although of course
relying in all cases upon the grinding of actual

castings under production conditions for the ulti-
mate assessment of dust-control efficiency.

Mr. Lawrie agreed that he was not very happy
at the thought of using smoke as a substitute for
dust. The smoke of wood grinding had been used
as a rough indication, but final tests had all been
done on the material for which the system had been
designed. Until they knew more about dust and its
behaviour that was the only safe thing to do, even
though it became increasingly .difficult to photo-
graph dust as the experimental system became more
and more efficient.

As far as standards were concerned,
workers in the mining industry had established
rough standards. It was known that dust-sampling
instruments differed in efficiency of collection. The
mining standard he thought was not so much a
scientific standard as a statement that workers in
this field had in general found it within the realms
of practicability to bring the dust count in a mine
to that certain level.

W hat he had tried to do in the present work was
to determine the differences which were caused in
the dust cloud by the grinding process, and they
had found, so far as the dustcounts were concerned,
that there was no increase in dust concentration
whether the man was grinding or not. On one day
it could be 2,000 and the next 200. W hat he would
be interested in would be information which told
him how much dust the machine was making and
what percentage was leaking into the atmosphere.

research

Radioactive Tracer Dust

A member then asked if it would be possible to
make the dust radioactive and check it in that way,
and the chairman called upon Mr. G. M. Michie
to reply.

Commenting on this suggestion, Mr. Michie
said that there was little doubt that it would be
possible to make the dust radioactive and considera-
tion had in fact been given to this possibility."There
were, however, major difficultigs in the way of
applying the technique, particularly in relation to the
precautions which would have to.be taken to pre-
vent the inhalation of radioactive material by
personnel.

Mr. Michie then went on to amplify Mr. Armi-
tage’s remarks concerning the dust-count figures
which had been obtained when grinding Steel cast-
ings using the B.S.C.R.A. system. Mr. Armitage
had referred to the fact that in the operator's
breathing zone, thermal-precipitator dust counts
gave figures which were more or less of the same
order as those obtained when sampling thé general
atmosphere of the enclosure or room- in which the
tests were being carried out. On the basis of the
results illustrated in the film, that was in fact only
what was to be expected, since the lighting tech-
nique had clearly indicated that the air streams in
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the operator’s breathing zones were such that air
was being drawn from behind his head, downwards
and towards the machine. In other words, the dust
level in the operator’s breathing zone was controlled
by the level built up in the enclosure in which the
tests were being conducted, and what this might be
at any particular time would depend (a), upon the
rate at which the extraction system was effective in
changing the air of the enclosure (¢) upon the
length of time during which the tests had been in
progress, and (c) upon the efficiency of the system
in preventing the emission of dust from any part
which might give rise- to contamination of the
general atmosphere. During the course of any
particular experiment, there.was almost certain to
be some build-up in the dust level in the general
atmosphere of the enclosure, and this was naturally
not to be confused with any fall-off in the local
efficiency of the exhaust system. For this reason,
dust-count figures had not been quoted with their
film, and further work was necessary before it
would be possible to assess quantitatively the
efficiency of the dust control in terms of dust-count
figures. .

Vote of Thanks

Dr. Dadswell, closing the discussion, thanked
the directors of both research associations and the
Authors of the papers for attending and explaining
the solutions which they had put forward. The
solutions proposed were very interesting and per-
sonally he could see advantages and disadvantages
in both from the practical angle. Perhaps, the
solutions were not far removed one from the other,
one needed an external agency and the other strove
to use the power of the entrained air of the wheel.
As Mr. Lawrie had suggested, the latter system
might be worth considering in all fields of dust ex-
traction from rotating parts.

He was sure he was expressing the views of the
meetings when he said they admired the original
approach that had been made to the problem by
both associations. Problems could only be solved
by thinking out the causes and then taking steps,
one at a time, to remove them.

T.U.C. Chairman’s Warning

A prophecy that “we are all going to be in a
hell of a mess ” unless there was increased productivity
in the engineering industry was made last week by
Mr. Jack Tanner, chairman of the Trades Union
Congress and president of the Amalgamated Engineer-
ing Union, speaking at the annual meeting of the
T.U.C.s North Western Advisory Council.

Mr. Tanner was dealing with a question on the out-
come of the present negotiations for a 15 per cent, wage
increase in the industry. “We have got to increase
productivity whether we get anything out of these
negotiations or not,” he said.

It was a matter which affected all workers, as the
country depended on exports, and these came directly
or indirectly from the engineering industry. Germany,
America, and Japan were all competing for our mar-
kets. The employers, he went on, had already given
one instance where an order for 200 locomotives had
been lost as their prices had been too high.
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Yorkshire Founders’ New Premises

Re-building of F. W. Birkett's Non-ferrous Shops

A new factory recently built by F. W. Birkett
& Sons Limited, power transmission engineers,
comprises a single-storey brick and steel building
erected on a 3-acre site and is entirely self-con-
tained. Finished products are constructed from
basic raw materials entirely within the factory.
The new foundry, which is partly mechanized,
has a floor space of approximately 7,000 sq. ft.,
and has also been equipped with a mechanized sand-
conditioning plant, with the sand being delivered
to the moulding machines by conveyor belts.
Present production is 2 to 2} tons per day.

The foundry is divided into two sections, one
having approximately 14 hand moulders, engaged
on loose-pattern work for non-ferrous castings up
to 10 cwts. A general view is shown in Fig. 1
Moulders for the smaller work operate at bench
level and larger moulds are made on the floor,
but after completion all moulds are placed on the
appropriate casting runway where they are poured
from travelling ladles. Each moulder has avail-
able a supply of compressed air for blowing
out his moulds and for the application of parting
media or driers.

Mechanized Section

The other half of the foundry consists of five
pneumatic moulding machines, both straight-lift
and turnover types, with sand being supplied
by overhead belt conveyor to hoppers over
each machine. After closing, the moulds are
put on to the casting conveyor, and cast in turn
from the travelling ladles. After casting, the boxes
are then transferred to the vibratory knock-out.
After knocking out, the sand is automatically re-
conditioned by means of two mixers, and then
passed on to the conveyor belt for re-distribution
to the machine moulders and hand moulders.
Empty boxes are placed on a gravity conveyor for
return to the moulding machines. The castings
are then cleaned and dressed in the fettling shops,
where a variety of machines are installed for
separating the casting from runners and risers. All
castings are then cleaned in a shot-blast plant prior
to being taken into the casting store ready for
machining.

Melting is carried out by means of four oil-fired
furnaces, and careful pyrometric control is main-
tained of melting temperatures. As extensive use

Fig. 1— View of the New Foundry of F. W. Birkett & Sons, Limited, showing the Roller Conveyor Circuit

and Pneumatic Moulding Machines.

In the Foreground is the Hand-moulding Section.
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of cores is made, especially with machine moulded
jobs, a modern coreshop has been built. Here,
large quantities of cores are made both by hand
and by extrusion-type core machines and modern
coreblowers. The drying of cores is done in two
gas-fired ovens.

Machine Shop and other Processing

Two machine shops are equipped with precision
automatic, semi-automatic and turret lathes, to-
gether with the usual milling, drilling, shaping
machines, etc. Highly-finished products made to
accurate limits are thereby ensured, and this,
coupled with a high output rate, ensures low costs
which can be directly passed on to customers.
From the machine shop, the finished products are
inspected before being taken to the despatch
department.

The welfare of employees was carefully con-
sidered when the new factory was designed, and
adequate washing and canteen facilities have been
made available. -Also, the whole factory was
designed to give the maximum natural light and
airiness, which is so essential for pleasant and
efficient working. Another point, so far as em-
ployee welfare is concerned, is that they all, from
the lowest grade of unskilled labourer to the highest
skilled man, share a monthly output bonus scheme.
This, it is claimed, ensures that materials are pro-
duced in the minimum time without the snag that
often appertains with piece-rate schemes, i.e.. where
men working against the clock are inclined to turn
out inferior products.

Atomic Energy for Industry

Confidence that nuclear energy would replace coal
as the main source of Britain's industrial power was
expressed by Sir John Cockroft, director of the atomic
energy research establishment at Harwell, when he
opened new physics laboratories at the University
College of North Staffordshire at Keele last week.

If the development of our industrial life was to go
on as it had been doing for the past 30 years we should
shortly be in serious difficulties over obtaining sufficient
coal to meet increasing needs, said Sir John. How-
ever, it now looked as if nuclear fission through reactors
was likely to fulfil our future industrial needs.

It is announced that the trading profits of T. M.
Birkett & Sons, Limited, were £143,054 for the year
to July 31, compared with £139,825 for the previous
year. Net profit is £51,436 (£48,420) after tax of
£66,392 (£66,944). The final dividend of 20 per cent,
maintains the year's total at 25 per cent.

Damages of £65 were awarded to a former crane
slinger employed by Davy & United Engineering Com-
pany, Limited, Sheffield, at Sheffield County Court last
week when he claimed £150 for injuries caused, he
alleged, through the firm’s negligence. The pursuer,
Robert Bagshaw, claimed that he had sustained a per-
manent injury to a ligament in his back through falling
over a bolt projecting 5 in. above the floor in the
machine shop.
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Publications Received

“ Rcleasil ” Silicone Release Agents and their use in
Metal Casting Processes. Issued as Technical Data
Sheet E3-3 by Midland Silicones, Limited, 19,
Upper Brook Street, London, W.I.

This brochure describes the application of a pro-
prietary branch of silicone release agents to the shell
moulding and allied processes. It is available to
readers on writing to the above address.

Statistical Year Book, covering Aluminium, Lead,
Copper, Zinc. Tin, Cadmium, Mercury and Silver.
[In German.] Published by Metallgesellschaft
A.G., 4 Reuterwcg, Frankfurt am Main, Germany.
This important publication describes in some 250
pages the global and national output of the metals set
out in the table. A slip announces that an English
edition is to appear in a few weeks time, when a fuller
review will be printed.

Spheroidal Cast Iron.
Company, Sunderland
London, W.I.

Whilst our readers are familiar with the tensile pro-
perties of spheroidal-graphite cast iron, they are prob-
ably not so well aware of its attributes in the direction
of other engineering properties. It is here where the
book is of major value as it deals with such features
as its magnetic, heat and corrosion resistance,
machinability, castability, and many other properties.
There are included some excellent pictures of examples
of this type of cast iron taken from European
foundries. The brochure is available to our readers
on writing to Sunderland House.

Published by the Mond Nickel
House, Curzon Street,

Materials Handling Equipment and Methods in the

U.S.A. Published by the Organization for
European Economic Co-operation and obtainable
through H.M. Stationery  Office, Kingsway,
London, W.C.2. Price 9s.

This is the report of a mission consisting of repre-
sentatives of Awustria, Belgium, France, Germany,
Greece, Italy, Netherlands, Portugal, Sweden and the
United Kingdom to the United States. To the
reviewer it is a complete mystery how such diverse
nationalities could combine to produce a repojt of this
character and the credit for its undoubted usefulness
must go to the hosts. Because of this, it loses much
of the interest to be associated with the Anglo-American
reports, where comparisons were possible between the
methods and many other aspects existing in the two
countries. As a result; this is a plain account of the
methods practised in the States. There are ten chapters
and six appendices contained in the publication’s 170
pages and the soecial attention of readers is recom-
mended to a Zipper conveyor in Chapter Il, as a
novelty. A close study of the balance, especially the
sections on roller conveyors, and monorails will be use-
ful, but Chapter X “ Conclusions and Recommenda-
tions ” presents nothing new to readers. Such matters
as a national and international co-operation, have works
visits, film shows and the like, been effectively under-
taken by the foundry industry for decades, and requires
no additional organization. As a text book on
mechanical handling in all its aspects, the book is very
good value for money.

Steel ingot production in Canada amounted to
321,332 tons in September, compared with 331,678 tons
in August.
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I.B.F. Austral

Following Ihc amalgamation of the Institute of
Australian Foundrymen Victorian Division with the
Institute of British Foundrymen, a number of members
of the former body now become members of the In-
stitute of British Foundrymen. Their individual integra-
tion with the Institute membership was ratified at a
recent meeting of the Council. The list of i.B.F. mem-
bers thus becomes augmented as follows: —

As Honorary Members.

F. Moss, the Steel Company of Australia; A. M.
Tennant, chief metallurgist, Vickers-Ruwolt Pty.,
Limited, Dr. S. Crawcour, Armadale, Melbourne; G. D ..
Thompson, head of the foundry school, Melbourne
Technical College.

As Subscribing-firm Members.

Holden & Lewis, ironfounders, Yarravillc, W.13, Mel-
bourne (representative, A. L. Flew); W. O. & B. Adams,
Carlton, N.3, Melbourne (representative, W. Adams);

Broken Hill Proprietary Company, Melbourne, C.I;
Grimwade Castings, Port Melbourne, S.C.7 (repre-
sentative, R. Cox); Graham Campbell Ferrum Pty.

Limited, West Footscray, W.12, Melbourne (repre-
sentative, G. S. Graham); General Motors-Holden’s,
Limited, Melbourne, C.I (representative, E. S. Davies);
Horwood Bagshaw, Limited, Victoria Street, Mile End,
South Australia (representative, A. E. Smith); Inter-
national Harvester Company of Australia, Limited,
P.O. Box 223, Geelong, Victoria (representative T. J.
Ingram); Jaqucs Bros., engineers and ironfounders,
Richmond, E.l, Melbourne; Kelly & Lewis, Limited.
Springvalc, Victoria (representative, R. MacFarlane);
Metters K.F.B., Footscray,W.11, Melbourne; Owens
Bros., ironfounders. Warrnambool, Victoria; Parkinson
Stove Company, ironfounders, Footscray, W .ll, Mel-
bourne; Payne & Sons, ironfounders, Carlton, N.3, Mel-
bourne; May & Millar Pty., Limited, ironfounders and
engineers, Horsham, Victoria; McPherson’s, Limited,
Melbourne, C.I (representative, A. G. Palmer); Vickers-
Ruwolt Pty., Limited, Richmond, E.l, Melbourne
(representative, A. Tennant); Russell Manufacturing
Company, Richmond, E.l, Melbourne (representative,
W. Sylvester); Steel Castings (Pty.), Limited, Port Mel-
bourne, S.C.7 (representative, N. Hosking); Thompson’s
(Castlemaine). Limited, engineers and founders, Mel-
bourne, C.I; Walkers, Limited, engineers and founders,
Maryborough, Queensland; Zinc Corporation Limited,
founders, Melbourne, C.l; Goninan & Company,
Broadmeadow, Newcastle, N.S.W.

As Members.

K. H. Andrews, metallurgist, South Caulfield, S.E.8,
Melbourne; W. L. Allen, a.r.s.m., managing director,
Allen Foundry Company, Footscray, W .IlI, Melbourne;
H. Blakeley, proprietor, Bronzite Foundry, Glen lIris,
S.E.6, Melbourne; E. R. Bartlett, foundry proprietor.
North Fitzroy, N.7, Melbourne: W. R. Brown, foreman
moulder, Camberwell, E.6, Melbourne; C. E. Burnell,

foundry proprietor, West Melbourne, C.3; L. A.
Barrow, foundry manager, East Malvern, S.E.5,
Melbourne; L. Cumings, foundry manager,
Richardson Foundries,  Yarraville, W.13, Mel-

bourne; R. L. Cox, managing director. Mason & Cox,
Yarraville, W.13, Melbourne; K. G.‘Chaplin, foundry
manager, Sunshine, W.20, Melbourne; R. M. Campbell,
foundry foreman, Moonee Ponds. W.4, Melbourne;
R. A. Cheers, foundry director, Coburg, N.10, Mel-
bourne; A. Campbell, foundry director, Canterbury, E.7,
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Melbourne; H. Clements, foundry director, Brighton
East, S.6, Melbourne; L. M. Davies, foundry foreman,
Warrandyte, Victoria; David Duncan, foundry pro-
prietor, South Melbourne, S.C.5; N. Duncan, foundry
manager, South Melbourne, S.C.5; A. F. Dunbar, a.im.,
b.sc., head of metallurgy school, Melbourne Technical
College; C. R. Day, foundry manager, Sunshine, WTO,
Melbourne; R. T. W. Dawson, director and foundry
supervisor, West Brunswick, N.12, Melbourne; E. S.
Davies, foundry manager. North Balwyn, E.9, Mel-
bourne; A. M. Dawson, foreman patternmaker, Park-
ville, N.2, Melbourne; J. L. Doeg, works manager,
East Malvern, S.E.5, Melbourne; R. C. Davidson,
foundry foreman, Middle Park, S.C.6, Melbourne;
J. D. Ebeling, a.m.i.e. (Aust,), director, C. Ebeling &
Sons, Yarraville. W.13, Melbourne; C. H. Fraser, works
manager, Preston, N.18, Melbourne; L. J. Forbes,
works manager. Essendon, W.5, Melbourne; S. E.
Firman, foundry director, Brydon & Nichols,
Carlton, N.3, Melbourne; R. Grant, foundry director,
Hawthorn, E.2, Melbourne; H: G. Harvey, foundry
director, Box Hill, E.li, Melbourne; L. B. Hanneysee,
foundry foreman, Rosanna, Victoria; |. J. Harcourt,
foundry manager, Melbourne, C.I; W. Hanks, foundry
director, Coburg, N.13, Melbourne; J. T. John, manag-
ing director, M. B. John Pty., Limited, Ballarat, Vic-
toria; P. M. Jurss, foundry director, Moonee Ponds, W.4,
Melbourne; W. Kneen, foundry manager, Yarraville,
W.13, Melbourne; H. G. Lacey, foundry director, Sale,
Victoria; R. T. Leslie, foundry manager, Gatic
Engineering Company, Brunswick, N.10, Melbourne; W.
Moulding, foundry manager, Hawthorn, E.2, Melbourne;
A. R. Mungard, foundry foreman, East Brunswick, N .11,
Melbourne; F. R. Morgan, foundry manager, Mason
& Cox, Yarraville, W.13, Melbourne; J. A. Preston,
foundry metallurgist, Heildeberg, N.22, Melbourne;
A. H. Penhall, master patternmaker, Port Melbourne,
S.C.8, Melbourne; A. G. Palmer, foundry manager,
North Essendon, W.6, Melbourne; J. P. Mullins, foun-
dry manager, Yarraville, W.13, Melbourne; R.
McDermott, foundry manager, Coburg, N.13, Mel-
bourne; G. D. Nash (Chartered Engineer), manager,
Box Hill, E.12, Melbourne; K. R. Oakes, foundry
chemist, Brighton, S.5, Melbourne; K. Priestley, foundry
manager, South Yarra, S.E.lI, Melbourne; N. F. Steven-
son, design engineer, Sandringham, S.8, Melbourne; A.
Strudwickc, foreman die-caster, East Brighton, S.6, Mel-
bourne; P. D. Sinclair, foundry manager, Nixon’s
Foundry, North Melbourne, N.I; J. Sands Hill, director,
South Melbourne, S.C.5; W. H. Seales, foundry mana-
ger, Footscray, W .IlI, Melbourne; H. F. Stokes, manag-
ing director, Stokes Foundries, Brunswick, N.10, Mel-
bourne; A. W. Silvestor, chief metallurgist, Kew, E.4,
Melbourne; E. J. Tippett, managing director, Ronald-
son Bros. & Tippett, Ballarat, Victoria; G. F. Tucker,
managing director, United Engineering Company,
Footscray, W .IlI, Melbourne; A. H. Taylor, foundry
supervisor, Pascoe Vale Road, Broadmeadows, Vic-
toria; Professor H. K. Worner, Professor of Metallurgy,
Melbourne University; F. C. Wilson, chief metallurgist,
Herne Hill, Geelong, Victoria.

As Associate Members.

R. L. Ashton, assistant foundry foreman, Coburg,
N.13, Melbourne; K. M. Armstrong, foundry metal-
lurgist, Middle Brighton, S.5, Melbourne; L. Allison,
foundry metallurgist, East Preston, N.18, Melbourne;
K. Alexander, foundry metallurgist, West Footscray,
W.12, Melbourne; G. Adams, assistant supervisor,
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W.0. & B. Adams, Carlton, N.3, Melbourne; A. A.
Bourchier, foundry foreman, Pascoe Vale, W.8, Mel-
bourne, A. W. Bell, foreman patternmaker, East Oak-

leigh, S.E.12, Melbourne; J. Biles, furnace attendant,

Reservoir, N.19, Melbourne; R. G. Button, foreman
moulder, Brunswick, N.10, Melbourne; R. 1. Belt,
moulder, Sunshine, W.20, Melbourne; J. E. Bartils,

foreman moulder, North Essendon, W.6, Melbourne;
W. J. Black, foreman moulder, West Geelong, Victoria;
J. S. Blake, moulder, Springvale, Victoria; H. F. Cother,
foundry engineer, East Malvern, S.E.5, Melbourne;
A. E. Clark, director, D. Duncan Foundries, South
Melbourne, S.C.5; W. L. Crofts, foundry metallurgist,
Altona, Melbourne; R. H. Dyke, B.sc., foundry research
officer, Balwyn, E.8, Melbourne; H. L. Davies, foundry
engineer, West Footscray, W.12, Melbourne; J. D.
Dickinson, patternmaker, Fairfield, N.20, Melbourne;
N. A. Donald, assistant foreman moulder, Middle
Brighton, S.5, Melbourne; J. B.Dawson, foundry mana-
ger, West Brunswick, N.12, Melbourne; L. F. Dawson,
foundry manager, C.B.D. Piston Company, North Mel-
bourne, N.I.; K. E. Deans, foundry chemist, Newtown,

Geelong, Victoria; I, W. Duncan, moulder, Kew, E.4,
Melbourne; A. E. Essex, patternmaker, Footscray,
W .1, Melbourne; F. C. Eager, foundry metallurgist,

McPherson's Limited, Test & Research Dept., Mel-
bourne, C.I; S. W. Edis, foreman moulder, West Foots-
cray, W.12, Melbourne; E. J. Eldridge, moulder, Clifton
Hill, N.8, Melbourne; R. I. George, foundry metal-
lurgist, East Kew, E.5, Melbourne; G. Jacobs, assistant
foundry foreman, Abbotsford, N.9, Melbourne; N. E.
Jones, director, B.H.P., C.I, Melbourne; H. S. James,
foreman coremaker, Geelong, Victoria; J. C. Kellett,
foundry foreman, Ajax Pump Foundry, Kyneton, Vic-
toria; W. C. Kempson, moulder foreman, Horsham,
Victoria; H. J. Kerrison, foundry metallurgist, South
Yarra, S.E.l, Melbourne; A. R. Knight, foundry engi-
neer, Camberwell, E.6, Melbourne; G. D. Kay, foundry
chemist, East Kew, E.5, Melbourne; W. Leslie, moulder,
East Coburg, N.13, Melbourne; J. Morley, foundry
foreman, Coburg, N.18, Melbourne; C. Mann, foundry
foreman, Kew, E.4, Melbourne; J. B. O’Hair, design
engineer, Mentone, S.llI, Melbourne; H. Parkin, fore-
man patternmaker, Hawthorn, E.2, Melbourne; A. C.
Parkin, foreman patternmaker, Yarraville, W.13, Mel-
bourne; G. McDonald, foundry foreman, North Box
Hill, E.12, Melbourne; A. McMahon, foundry foreman,
Ascot Vale, W.2, Melbourne; T. MacKinlay, moulder,
Pascoe Vale South, Melbourne; I. W. Parfett, moulder,
Albert Park, S.C.6, Melbourne; J. Pearce, foundry
metallurgist, Balwyn, E.8, Melbourne; S. T. Quass,
foundry metallurgist. Aeronautical Research Labora-
tories, Department of Supply, C.lI, Melbourne; I. A
Robinson, foreman moulder, Surrey Hills, E.10, Mell
bourne; J. G. Ritchie, b.met.e., foundry metallurgist,
East St. Kilda, S.2, Melbourne; A. J. Renouf, foreman
moulder, Sunshine, W.20, Melbourne; J. S. Russell,
engineer and patternmaker. East Preston, Nri8, Mel-
bourne; E. J. Smith, moulder, Brunswick, N.10, Mel-
bourne; H. Spring, foreman foundryman, Westmead,
Newcastle, N.S.W.; A. Stevenson, moulder, Kew, E.4,
Melbourne; C. J. Smith, foundry instructor, Yarraville,
W.13, Melbourne; W. Stanway, foreman moulder, Burn-
ley, E.I, Melbourne; T. Stevenson, moulder, St. Kilda,
S.2, Melbourne; V. A. Saveneh, foundry engineer, Mont
Albert, Melbourne; A. Stewart, foreman moulder, East
Geelong, Victoria; John T. Smith, foreman furnace-
man, East Malvern, S.E.5, Melbourne; L. W. Stewart,
moulder and assistant foreman, Footsoray, W .ll, Mel-
bourne; J. A. Taylor, foundry instructor, Yarraville,
W.13, Melbourne; P. Triggs, Assistant foundry fore-
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man, Clifton Hill, N.8, Melbourne; N. Tranter, foundry

foreman, Brunswick West, N.12, Melbourne; A. W.
Ulmer, foundry consultant, Kingsville, W.13, Mel-
bourne; C. C. Vorrath, foundry supervisor, Poison

Motor Parts, Braybrook, W.19, Melbourne; W. Walsh,
manager, Meehanite, Australia, Limited, West Bruns-
wick, N.12, Melbourne; R. B. Whitelaw, assistant metal-
lurgist, Moonee Ponds, W.4, Melbourne; O. L. White,
foundry metallurgist, Melbourne, C.I; L. B. White,
foundry foreman, Yarraville, W.13, Melbourne; A. P.
Yallop, foreman brassfounder,  Parkville, N.2,
Melbourne.

As Associates

E. F. Fitzgerald, trainee metallurigst, Kew, E.4, Mel-
bourne; R. S. Hopkins, assistant sand chemist, Malvern,
S.E.4, Melbourne; B. J. Millett, patternmaker, West
Footscray, W.12, Melbourne; A. F. McKenzie, moulder,
East Kew, E.4, Melbourne.

The following members of the Institute of Australian
Foundrymen were already members of the Institute of
British Foundrymen:—

Honorary members: V. C. Faulkner (already honor-
ary member I.B.F.) and G. D. Thompson; as subscrib-
ing-firm member: T. Main & Sons (representative,
W. T. Main); as members: G. P. Benson; P. N. Davies;
W. A. Gibson; I. R. John; H. A. Stephens, b.sc., and
as associate: M. G. Hazelwood.

I.B.F. Student’s Grant

During the past four years, the Institute of British
Foundrymen as part of a scheme to widen its educa-
tional work has, with the generous co-operation of the
Joint Iron Council, made an award which enabled a
deserving young foundryman, whose aspirations would
otherwise have failed to materialize, to bear the cost of
a course at the National Foundry College. The Joint
Iron Council has now kindly decided to accept direct
responsibility for granting this award which will, how-
ever, continue to be made through the medium of the
Institute of British Foundrymen, who will judge the
applications.

The Institute is, therefore, prepared to receive applica-
tions for the 1954 award from young foundrymen or
students preparing for work within .the foundry industry.
In general, the award will be confined to applicants
under 30 years of age, and it is primarily intended for
those who wish to take a course at the National Foundry
College, though in very exceptional circumstances con-
sideration will be given to rendering assistance for some
other form of study. Applicants should be of the
educational standard necessary to secure admission to
the College and applications from candidates should
contain the following information: —

(a) Name, address and age.
(b) Name and address of present employer.
(c) A chronological account of previous experience.

{d) A chronological account of educational qualifica-
tions and technical studies.

(e) Full particulars of any
carried out.

It will be the endeavour of the Institute to secure the
co-operation of the selected candidate’s employers in
ensuring his continuity of employment. Applications
should be addressed to the secretary of the Institute, Mr.
T. Makemson, m.b.e., St. John Street Chambers, Deans-
gate, Manchester 3, and submitted not later than March
31, 1954.

investigational work
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Moulding

By - Jacques -

Discussion on design between drawing office and
foundry is often to mutual advantage. In many
of the large combines such liaison has developed
into a full-time job, with excellent results in the
direction of smoothing out difficulties and simpli-
fying moulding and coremaking problems. With
the smaller, semi-jobbing firms, close executive
contact is not always easy, and beyond the occa-
sional call round and inspection of results, estab-
lished procedure is usually taken for granted.

Many of the smaller engineering concerns who
buy castings, leave foundry routine to the respec-
tive departments. Their designs, in the main, fol-
low a traditional practice, though not always con-
tributing to a simplified method of moulding,
probably because of small quantities required or
uncertain total requirements. Loose, split, or solid
patterns are delivered to the moulding shop in a
style that usually requires skilled and experienced
moulding routine—often a slow process—and in
many cases following a design causing more than
the average number of rejects. Usually, a high
rate of foundry wasters gets an on-the-job inquest,
with advantages all round, for sometimes a modi-
fication to the pattern or design will take out a
major snag and speed up the job to an economic
standard and reduce the wasters to a reasonable
figure.

Examples of Co-operation

Two examples, from many, are chosen to illus-
trate the advantage of co-operation between the
design department and the moulding shop. The
descriptive matter is brief, sketches being largely
self-explanatory, but it is thought the report may
stimulate ideas in regard to other lines of foundry
and engineering products.

Fig. 1.—(A) V-belt Pulley of Orthodox Design and the
Method of Green-sand Moulding Employed. The
Ring '"Cod” (B) and Upper Ring (C) both need
reinforcement.

Fig. 1, at A, shows one of several sizes of pulley
castings, of traditional pulley-handbook design, for
providing a machined groove, V-belt drive. The
job was hand moulded and poured “green”—a
slow job with the attendant hazards, as shown, in
the moulding. The bottom inner ring “cod ” B,
had to be suitably reinforced to withstand metal
pressure when run on the outside; closeventing was
also necessary to ensure quiet filling; burst “ cods ”
were not uncommon, although top direct inlets to
rim and boss minimized this risk, the top-half inner
ring C had also to be suitably gaggered to ensure

Fig. 2—New Design of V-belt Pulley, with the Web
(.D) located towards One End and Brackets (E>
arranged for support purposes.

a clean lift. With the standard of moulding skill
then available, the job was not exactly a “ flyer”
and results left much to be desired.

An enquiry directed to the draughtsman as to
why this range of pulleys were designed in this
way, prompted the reply that no objection would
be raised to any new design, providing the pulley
had a suitable boss and rim section to do the work
intended. Fig. 2 shows the alteration made, the
section D previously in the centre of the pulley
and which divided the “ cods” in the mould half-

Fig. 3.—Mould Assembly for the Simplified V-belt
Pulley shown in Fig. 2.
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top and half-bottom, was moved to the base (as

moulded), and four supporting brackets E were
incorporated to ensure rigidity, etc. A suitable
cover-core print and cover-core corebox (not
Fig. 4— Geared Winding-

drum Casting, ordered

from the Foundry in

Small Quantities.
shown) was made. Fig. 3 shows the mould

assembly. The conversion put the job on a flat-
back, one-box, plate or loose-paftern, semi-skilled
production routine and the saving in time, plus a
high “return ” of sound castings, justified altering
all patterns- of this type to the same design.

Geared Winding Drum

Fig. 4 shows a geared winding-drum casting,
ordered in small quantities at intervals. The need
for economic manufacture and sales competition
necessitated an enquiry as to how to produce this
main unit at lower cost. Machine-cut gears were
considered well above the requirement for such a

Fig. 5.— “Exploded ” View of the Re-designed, Wind-
ing-drum Pattern, a Stripping Plate forming the Teeth.
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slow-moving item, and it was held that moulded
teeth woula be satisfactory, if these were made to
uniform shape and quality. No other significant
alteration could be permitted, or the machine
would have to be re-designed.

Consultation with the foundry about the job was
welcomed, because moulding this three-part loose-
pattern was a skilled job and production was slow
and inherently expensive. A new pattern and core-
boxes were deemed essential and then moulded
teeth on the casting were offered with confidence,
together with an assurance of parallelism and uni-
formity. Moreover, a bit more clearance on the
pitch line was allowed. The new pattern was so
arranged so as to mould the job, dowelled
“loose,” on a patternplate, using a two-part mould-
ing box, and made as an item for the *“ semi-
skilled ” production section.

Making the Stripping Ring
Fig. 5 shows the re-designed pattern, with the
units separated. The sketches show the method of

making the hand stripping plate, which ensures
that the toothed section of the pattern can be

Fig. 6.—Flat-back Gear-
wheel Pattern Com-
ponent, made | in.
deeper than the
Finished Castings.

drawn cleanly from the mould, requiring no mend-
ing of the teeth. Fig. 6 shows a section of the flat-
back gear-wheel, made i in. deeper than the finished
casting, note the “dimple” F.l, necessary for the
method. A complete ring is made (a section of
which is shown at F), the inner rim fits close to
the pattern teeth and has a |-in. parallel section,
shown at G in Fig. 7. The flat-back gear-wheel
pattern is placed on a level plate or board and
raised on suitable pieces of wood to the required
£ in. below the outside ring J; a moulding box is

Fig. 7.— Moulding Set-up fop the Gear-wheel
Component on a “Flat-back " Board.
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Fig. 8.—Part Mould for the Gear Wheel after Rolling
Over; Core-sand is packed and reinforced in the
Top Recess at {M).

Fig. 9.—(N) Strip Ring separation from the Gear-
wheel Part Mould; (O) shows the Former used for
pressing down Sand between the Teeth; and (P) the
filing of the Core. In the re-assembly of the
Mould 1Q) shows the Filed Core; (R) a flat-back
Ring Core, and (S) a section of the Cast Stripping
Ring.

placed in position and the job rammed up in a well-
bonded facing sand and rolled over (as shown at K
in Fig. 8). The sand between the teeth is rammed
level with the face on the pattern, L. The space
inside the gear wheel and strip ring is rammed up
with core sand M and reinforced with rods, so as
to permit the strip ring and level core to be lifted
out together, as shown at N, Fig. 9, and the core
dried.

The sand between the teeth is next carefully
pressed down in the mould with a J-in. “ former,”
shown at O (Fig. 9), and the dried core is filed
between the teeth to the shape shown at P. The
filed inner-ring core is replaced in the mould as
shown at Q, noting the dimple position for correct
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register. A flat-back mould, or ring-core R, is then
used to cover the stripping-ring space and the
mould is poured in non-shrink pattern metal—a

section of the cast stripping ring being shown at S
(Fig. 9).

Pattern Assembly and Moulding

The metal stripping ring is then dowelled to its
counterpart of cover-core print T (Fig. 10). The
gear-wheel pattern is raised to requisite position on
fixed battens (shown at X1, Fig. 11). Then the
pattern and stripping ring are substantially dowelled
and placed in a predetermined position on the
centre-lines U on the patternplate V.

In producing moulds from this new set-up, the
half-mould is rammed up in the usual manner and
rolled over, Fig. 11; the top-half of the cover-core
print is taken out, W, and the gear-wheel pattern X
is drawn out through the stripping ring Y, leaving
behind perfectly moulded teeth. The stripping ring
is then taken out. Fig. 12 shows the complete

. 10.—Re-assembly of the Pattern for Moulding,
incorporating the Stripping Ring and its Print
at m

Fig. 11.—First Half-mould after Rolling Over, show-
ing the sequence of Pattern and Stripping-plate
removal.
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Simplified Moulding

assembly of both half-moulds; the drum-flange, Z1,
is bedded in the cover-core Z, being fixed true to
position in the usual batten-and-dowels manner,
the core-box is not shown.

Fig. 12.—"Exploded” View of a Complete Set of
Mould Components ready for assembly to make
the Winding-drum Casting.

Steel and Pig-iron Output

New high records for both steel and pig-iron produc-
tion were established in October. Figures issued by the
British Iron and Steel Federation show that output of
steel ingots was at an annual rate of 18,462,000 tons;
thus, for the third time this year, a new record was
set up.

The weekly average of steel output in October was
355,000 tons, compared with an average of 327,800 tons
a week in October, 1952. Pig-iron production was also
at a record level last month, averaging 221,500 tons a
week, compared with 204,200 tons in the corresponding
month a year ago. For the first 10 months of this year
steel production has averaged 336,300 tons a week,
against 306,100 tons over the corresponding period of
1952. Latest output figures (in tons) are as follows: —

Pig*iron. Steel ingots and
castings.
Weekly Annual Weekly Annual

average. rate. average. rate.
1953—September .. 213,900 11.123.000 346,500 18.019.000
October 221,500 11.519.000 355,000 18.462.000
10 months .. 212,400 11.045.000 336,300 17.489.000
1952—September .. 208,600 10.845.000  329.800 17.149.000
October 204,200 10.616.000  327.800 17.044.000
10 months .. 201,600 10,482,000 306,100 15.917.000
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Fig. 13 shows the top-half of the mould. The
moulding box for thisis cut down to, or lifted by, a
suitably-lugged frame, Al, to the exact depth indi-
cated by the strickle, A2. The drum section, A3, is
spigoted loosely on the cover-core print, A4, thus
permitting this to be drawn out (after ramming)
level the mould and prior to rolling the mould
over on to logs or three bricks. The cover-core
print, A4, is left behind on the patternplate. This
cover-core print A4 is, of course, dowelled loosely
on the same patternplate and centre-line setting as
the gear wheel. This ensures a truly concentric
register to both half-moulds. Reference to Fig. 12
shows the complete mould and core assembly.

13.—Top Half of the Winding-drum Mould; the
Drum Section {A3) is dowelled to the Cover-core
Print {A4) and this latter, in turn, to the Pattern-
plate.

Fig.

Latest Foundry Statistics

According to the October Bulletin of the British Iron
and Steel Federation, employment in iron foundries for
the first time for several months improved during August
for the statistics were taken on September 5. The total
was then 140,799, showing an increase of 165 over the
August figure, but a decrease of 2,529 compared with
September, 1952. There was a still more remarkable
gain in employment in steel founding, where.at 20,466,
the gain was 370, this being 20 more than a year ago.
The average weekly output during September of liquid
metal for the making of steel castings was 11,300 tons,
as against only 8,800 tons in August, but 11,500 in
September, 1952.

C. & G. Examinations

Applications for permission to become external can-
didates for the City and Guilds of London Institute
Examinations in foundry practice and pattemmaking
should be made to the secretary of the Institute of British
Foundrymcn no later than the following dates: For
overseas candidates December 31, 1953, and for can-
didates resident in Great Britain February 1, 1954. In
future it will be impossible to extend these dates for
late applicants.
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B.I.S.R.A’s. New

Research Programme as

On Thursday last, the new laboratories of the British
Iron and Steel Research Association at Hoyle Street,
Sheffield, were officially opened by the Duke of Edin-
burgh. These premises, an external view of which is
shown in Fig. 1 and a plan in Fig. 2, were also
inspected by members of the Press. They have cost
about £500,000 and will provide the main headquarters
for what might be termed pilot-plant research, that is,
the translation of purely laboratory experiment into
the realms of practical reality and works trials, in con-
sultation with the personnel of local steelworks.
Indeed, herein lies the raison d'étre of locating the
new shops in the heart of industrial Sheffield instead
of on a more pleasant virgin site. The existing labora-
tories of the Association at Battersea and a number of
extra-mural activities, will of course be retained, but
some of the major projects, for example, work on con-
tinuous casting, will be transferred to Sheffield.

The laboratories consist of a number of new and
some older buildings, the former comprising a main
laboratory and administrative block of three storeys
(30,000 sqg. ft.), a metal-working shop (10,000 sqg. ft.),
and a melting shop (4,000 sq. ft.). The other buildings
are a cutlery laboratory (independently conducted by
the Cutlery Research Association, but sharing some
common services), the machine-shop, a furnace model
room and a temporary annexe.

Parallels with Foundry Research

Comparatively little of the work of B.L.S.R.A.
directly concerns foundrymen.* for it will be remem-
bered that in 1950 steel-castings research was trans-
ferred to the British Steel Founders’ Association and

* Full details of the whole laboratories as well as the projects
envisaged and work in progress are contained m the November,
1953, issuo of our sister Journal Metal Treatment.

Fig.
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Laboratories
it affects Foundrywork

is now independently conducted by the British Steel
Castings Research Association. It is of interest, how-
ever, to record a few of the items which arc currently

being investigated at B.I.S.R.A. which could have
parallel value in foundry and vitreous-enamelling
research. Amongst these are:—

(1) Factors influencing slag/metal reactions—which
could be related to iron desulphurizing techniques,
steelfoundry melting and, possibly, non-ferrous quality
control.

(2) Strains in rolled sheet and research on the effect
of carbon and nitrogen on sheet metal—this particu
larly concerns sheet and presswork handled by
enamellers.

(3) Continuous casting of steel—quite a number of
problems in this field are applicable to continuous
casting of grey-iron and non-ferrous metals and, in
fact, to die-casting.

(4) Metal melting in vacuum—here, the type of plant
installed is the same as described recently in this
JouRNALt and, of course, much of the work envisaged,
particularly on gas evolution, could equally well serve
iron, steel and non-ferrous foundry interests.

(5) Plotting the movement of blast-furnace charges
—parallels exist in this field with cupola-melting
research.

(6) Protective clothing—considerable work being
carried out on visors, goggles and heat-resisting cloth-
ing is equally applicable to the foundry industry.

(7) Ingot-mould coatings—as part of the research
on this problem, a mould having one side of Pyrex
glass is used to study the reaction between rising
molten metal and the surface of the mould and this
device could well be adopted to foundrywork.

t See Jouhval September 17, 1953, page 355.

1.— The Main Buildins and Metal Working Shop.
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8) Furnace observation telescope—here, a water-are not strictly comparable, as

cooled optical device makes possible the scanning
of the inside of a hot steel melting furnace for quite
long periods, a development having obvious potential
uses for foundry observations.

Comparative Data

Of special interest to foundry research authorities arc
financial statistics for the work envisaged. It was dis-
closed last week by Sir Charles Goodeve, director of
the Association, that of a total of about £500,000

B.1.M. Conference

One of the most prominent topics at the annual con-
ference of the British Institute of Management, which
was held at Harrogate recently, was exports. Mr.
J. P. Ford, managing director of Associated British
Oil Engines (Export), Limited, was convinced that the
only way in which British industry could compete effi-
ciently in the export markets of the world was by the
formation of strong groups representative of every one
of our industries whose products had a demand in world
markets.

The opportunities that existed for British manufac-
turers in Canada were presented by Mr. J. S. P. Arm-
strong, Ac<ient-Gencral for Ontario, who said that
although it was easier for the U.K. to enter into the
Canadian picture than any other country in the world, it
should not be assumed that the way into Canada was a
simple set formula applicable to all.

Mr. Peter Thorneycroft, President of the Board of
Trade, said that every industry could lend a hand in the
drive to increase exports, and he called for the adoption
of the most efficient methods, the provision of belter
services such as transport facilities to other industries,
and for an all-round cut in costs. He drew attention to
the fierce competition now being experienced from
Germany, Japan, and the United States. The question
of whether machinery for collective bargaining and
joint consultation should be integrated was debated
by Sir Charles Renold, chairman of the Renold
& Coventry Chain Company, Limited, and Sir Graham
Cunningham, chairman and managing director of the
Triplex Safety Glass Company, Limite'd.
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Fig. 2.—Plan of the Hoyle Street
Laboratories.

available to them
research purposes, £350,000 ac-
crues from a levy imposed on
ingot tonnage, £75,000 (represent-
ing about 15 per cent, now as
against double that amount pre-
viously) comes -from a D.S.I.R.
grant and the remainder from
miscellaneous other sources. Of
the countrywide position, includ-
ing private research undertaken by
individual firms, he estimated that
perhaps £2,000,000 annually was
devoted to steel research. As re-
gards manpower, he understood
that the American steel industry
has about 1,000 men employed on
direct research, whereas in this
country we have 1,500 thus em-
ployed. These figures, however,
in America much
government-sponsored work is independently commis-
sioned.

The statistics indicate a very healthy position and
one which augers well for maintaining this country’s
lead in steel technology, despite our more complex
problems. Indeed, the whole B.l.S.R.A. project well
embodies that prime necessity to interpret the results
of original research in terms of practical working
measures. The steel industry has good reason to be
proud of its new research facilities and their staff of
investigators are now adequately provided with the tools
of their profession.

annually for

Ay

Staveley Coal & Iron Company

The directors of the Staveley Coal & Iron Company,
Limited, Chesterfield, have decided that it would
not be in the best interests of stockholders to re-acquirc
the Staveley Iron & Chemical Company from the Iron
and Steel Holding and Realization Agency. As a result,
they state, it has been necessary to terminate all dual
executive offices and to effect some reorganization.
Under these arrangements Mr. S. N. Turner has volun-
tarily resigned his office as a director and has ceased to
be a director of certain subsidiaries. To fill the vacancy
Dr. J. E. Hurst, managing director of Bradley & Foster,
Limited, Darlaston, has been elected to the Board.

The directors also recommend the capitalization of
£3,385,356, part of capital reserves, by the free issue of
one new £1 ordinary share in respect of every £1 ordi-
nary share held by holders registered on November 17.

Import Licensing Relaxations

The list of goods for which separate import licences
are no longer required is considerably extended by
Board of Trade Notice to Importers No. 593. Added
to the list are several items of machinery, including dust
extractor plant, degreasing machinery, and wheel grind-
ing machines. There are also amendments to the pre-
vious list which have the effect of extending the number
of metal manufactures now permitted to be imported
without separate licence. Copies of the notice can be
obtained from the Import Licensing Branch of the Board
of Trade, 43, Marsham Street, London. S.W.I.
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Obituary

Mr. James W ilson, retired brassfounder, who has
died at Elgin within a few days of his 95th birthday,
was a native of the town and began business on his
own account in South Street, retiring 13 years ago.

Mr. Harry Deane, of B.I.S.C. (Ore), Limited, died
recently. He was for many years with Sir R. Ropner
& Company, Limited, representing that company on the
Baltic Exchange from 1922. when he came to London
from West Hartlepool, until the end of the war. Mr.
Deane was Mayor of Chiswick during 1952-53.

Mr. William Charles Hughes, chief analyst
of imperial Chemical Industries, Limited, Billingham-
on-Tecs, until his retirement last year, has died at the
age of 65. He started his career in 1905 with Brunner
Mond, Limited, and later joined Synthetic Ammonia &
Nitrates, Limited, which subsequently became part of
the I.C.l. organization.

The death is announced of Mr. Harold Grimshaw,
manager of the Contracts Department in the Trafford
Park Works of Lancashire Dynamo & Crypto Limited,
on November 12. He was 60 years of age. Mr.
Grimshaw joined L.D.C. 42 years ago on leaving the
Manchester College of Technology and served con-
tinuously in various appointments in the contracts office
before becoming manager in 1947.

Mr. James Napier, who has died at his home,
Aikenshaw, Rahane, Dumbartonshire, was a director
of several firms apart from controlling the company
of Napier & Mclntyre, iron merchants, Blythswood
Square, Glasgow, which he took over on the death
of his father; lie was a descendant of Robert Napier,
who was associated with the building of the early
Cunarders. He was a keen and active yachtsman on
the Clyde.

Keith Blackman Limited announce the death on
November 17 of their director and commercial mana-
ger, Mr. Donald M. Brown. He was in his 70th year
and had served the company for 54 years. Mr.
Brown began his career in 1899 with the Black-
man Ventilating Company, Limited, and was placed in
charge of the ventilating department in 1909. In 1938
he was elected to the Board of directors and three years
later appointed commercial manager.

The death occured last Friday of Mr. L. St. L.
Pendred, C.B.E., who for-50 years had been associated
with The Engineer and was its Editor for many years.
His father, the late Vaughan Pendred, had also been
editor and now his son occupies this position. Mr.
L. St. L. Pendred was born in 1870 and received his
technical education at the Central Institution, South
Kensington and the Finsbury Technical College. Prac-
tical training was receved in the works of Davey,
Paxman & Company, Limited, of Colchester, and in
Belgium and France. In 1905 he was appointed Editor-
in-chief of The Engineer. He was for a long time
a prominent member of the Institution of Mechanical
Engineers, serving on its Council from 1920 and was
president in 1930, becoming an honorary member in
1934. He was also a past-president of the Newcomen
Society and the Institution of Engineers-in-Charge.

In the 53-week period to June 30 last, production of
zinc by the Electrolytic Zinc Company of Australasia,
at 87,356 tons, was the highest yet achieved, and com-
pares with 83,501 tons in the previous year.
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Personal

Mr. Graham A. Rayden has resigned his post with
Ruston & Hornsby, Limited, to join the staff of Doughty
Engineers, Limited, of Cheltenham.

Mr. G. R. W hitehead, manager of the Sprotborough
Foundry of John Fowler & Company (Leeds), Limited,
has been appointed a director of the company.

Mr. T. W. Hand has accepted the position of con-
sultant to Stein & Atkinson, Limited, combustion engi-
neers and furnace constructors, of London, SW.l. Mr.
Hand is an executive director of Colvilles, Limited,
Glasgow.

Mr. L. W. smith, treasurer of the Ford Motor Com-
pany, Limited, spoke on the duties and responsibilities
of a treasurer in industry, at the meeting recently of

the newly-formed Cambridge Forum of Financial
Executives.
Mr. Charles H. Crabtree, chairman of R. W.

Crabtree & Sons, Limited, printing-machine manufac-
turers and engineers, of Leeds, has been elected presi-
dent of the Printers’ Pension Corporation. He will
preside at the Festival dinner next year.

Mr. M. W. Hunt is resigning from the board of
Edge Tool Industries, Limited, and the Boards of its
subsidiaries, the Chillmgton Tool Company, Limited,
John Yates and Company, Limited, and A. W. Wills
and Son Limited, at the end of this year.

Mr. O. Hall, special director and financial con-
troller of Metropolitan-Cammcll Carriage & Wagon
Company, has reached normal retiring age and will
relinquish his appointment on December 31. Mr. W.
Scott, as chief accountant, will take over Mr. Hall’s
duties and responsibilities.

Mr. David Barclay has been appointed mana-
ger of the Newport works of Mountstuart Dry Docks,
Limited, in place of the late Mr. H. P. Whitley. He
was appointed assistant manager at Avonmouth in
1929, took over from Mr. Whitley as manager in 1945,
and is in turn succeeded at Avonmouth by Mmr. J. Noel
Evans, assistant manager at Newport.

Mr. F. S. Fletcher, who has had 65 years’ experi-
ence of bridge construction and engineering on Tees-side,
is to retire at the end of December from his position as
consultant and adviser to the Tees Side Bridge & Engi-
neering Works, Limited, Middlesbrough. For 50 years
he has been executive manager and for more than
30 years a director and general manager of the company.

Mr | Lees Hall, of Lees Hall & Sons, Limited,
metal melting furnace manufacturers, consulting foun-
dry engineers and founders, of Lewes Road, New-
haven, Sussex, is to visit Australia, New Zealand, and
the Middle East, sailing on December 9 on the Hima-
laya. He is making a business trip to visit agents and
customers, and with a view to creating a department
of supply and production in Australia.

The principal of Wrexham’s new technical college,
which was opened by the Duchess of Gloucester re-
cently, is Mr. D. Ccecil Morgan, who has occupied
the position for the last six years. He was apprenticed
in the South Wales steel industry as a metallurgical
chemist and then studied as a part-time student at
Swansea Technical College, graduating subsequently
from the University of Wales, Aberystwyth. The Col-
lege provides full and part-time education in all tech-
nical subjects and embodies a secondary technical
school providing pupils between 13 and 14 with a
three-year course of secondary education, with a bias
towards engineering and building.
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News in Brief

No further offers of papers for presentation at the
Glasgow conference (1954) of the Institute of British
Foundrymen can be considered.

Henry Wallwork & Company, Limited have pro-
duced more castings during each of the last three weeks
than in any week since the foundation of the Company
100 years ago.

W. Edwards & Co. (London), Limited, have re-
moved from Worsley Bridge Road, Lower Sydenham,
to Manor Royal, Crawley, Sussex, England, telephone:
Crawley 1500.

Presentations were made on November 14 by the
director of F. H. Lloyd and Company, Limited, Wcd-
nesbury, to 30 workmen whose service to the firm
totals 930 years.

It is now confirmed that Alexander Stephen & Sons,
Limited, Glasgow, have been given an order by Eller-
man Lines for a cargo steamer of 5,300 tons d.w. for
their Mediterranean trade.

W ith immediate effect Borax and Chemicals,
Limited, have decided to reduce their prices for “ Three
Elephants ” brand borax and boric acid, all grades and
qualities, by £1 0s. Od. per ton.

At its meeting in Birmingham on November 16,
the Purchasing Officers’ Association decided to form
a Birmingham Students’ Society. Mr. M. K. Dawkes
(Birlec), Limited, was elected hon. secretary.

Mr. A. Stephens, chairman of the Midland Council
of the National Union of Manufacturers, was the
principal guest at the first dinner dance on November
13 of the Dudley area of the Council, of which Mr.
Gilbert Salter is local chairman.

The Glasgow shipbuilding firm of Barclay, Curie
& Company, Limited, has received an order for two
cargo steamers each of 10.000 tons dw., from the
British India Steam Navigation Company, Limited,
with whom they had an association extending over
half a century.

Large quantities of aluminium and magnesium
swarf on the premises of T. J. Priestman, Limited, Bir-
mingham, burst into flame on November 12. The fire,
which lasted only a relatively short time, was never-
theless one of the most spectacular seen in Birming-
ham in recent years.

At a meeting of the Council of the Institute
of British Foundrymen held last month it was
decided to award diplomas to Mr. E. H. Beech and Mr.
J. Hoyes for the paper “ Core Assembly as a Produc-
tion Aid to the Jobbing Founder” presented to the
Lancashire branch last season.

A recent addition to the range of low-temperature
ovens made by the General Electric . Company,
Limited, is an easily transportable unit intended for
laboratory work. It incorporates all the features re-
quired to permit checking and controlling movement
of components during tests involving long periods of
heat-treatment.

The Standard M otor Company, Limited, an-
nounces that from November 16, Mr. W. J. R. Warren,
previously director of sales, will be director of export
sales. He will remain a special director. Mr. F. E.
Higham, who has been in charge of personnel matters,
is to become a special director with the title of direc-
tor of home sales.
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Formed by the principal French steel and ore-
mining companies in 1946 to help finance investment
in the steel industry, Groupement de I’Industrie Sidé-
rurgique (G.l.S.) have just floated a 20-year 6 per cent,
loan of 8,000 million francs (£8,000,000) for the second
modernization and equipment plan. Further loans arc
expected to follow.

Tube Investments, Limited, has made an enquiry
into the effects of National Service, and during the
past three years has made an assessment of each youth
leaving for service, and again on his return. So far,
150 youths have returned, and the following assess-
ment has been made:—*“ No apparent deterioration
except possibly in two cases; no evidence of improve-
ment in nearly two thirds.”

Projectile & Engineering Company, Limited an-
nounce that a new sales office has been established at
28, Victoria Street, London, S.W.l (telephone: AaBBey
1793/4/5). Here all information will be available and
enquiries dealt with relating to injection moulding
machines, plastic extrusion machines and die-casting
machines in both the existing range and in machinery
development in the future.

Over sixty industrial firms in Dundee have
agreed to support a productivity committee for the
city, which was set up at a meeting in the City Cham-
bers on November 18. Representatives from more
than 50 firms attended the inaugural meeting, in addi-
tion to delegates appointed by the Scottish T.U.C.
The committee is the tenth to be set up in Scotland
to work under the British Productivity Council.

Stewarts and Lloyds, Limited, have received an
order for several hundred miles of line pipe for the
Haines-Fairbanks pipe project in British Columbia and

Alaska. The value of the order is approximately
£1,000,000 and will be paid for in dollars. It has been
secured in face of international competition. The manu-

facture of the pipe will be undertaken in the company’s
works at Glasgow. South Wales and the Midlands.

Two old-established companies—Alex. Shanks &
Sons, Limited, Arbroath, and Charles H. Pugh,
Limited, Birmingham—both lawnmower manufac-
turers,, have amalgamated. They have joined forces
for the manufacture and marketing of their wide range,
from small hand mowers to the large power-driven
models, gang mowers, motor scythes, etc. This will
widen the scope of their service at home and abroad.

This vyear, the well-known firm of Howard &
Bullough, Limited, celebrates its centenary. The work
of the foundry department of the Group was described
by Mr. B. Gale in a Paper presented to the Blackpool
Conference of the Institute of British Foundrymen. This
Paper was also presented at a meeting recently of the
Lancashire branch of the Institute, when Mr. Gale and
his colleagues were received by the president, Mr. F.
Harper.

Cost was the most significant word in industry
to-day, said Mr. W. E. Harrison, president designate of
the Institute of Cost and Works Accountants, at the
Institute’s Midland regional conference at Leamington.
Cost accounting, he said, was as important to the small
firm as to the large concern, and small firms, which
were by their nature more flexible, could give imme-
diate effect to changes which would bear on cost
reduction.

A gas-turbine engine for industrial use js to be
developed by the Rover Company, which firm has
already demonstrated a gas-turbine-driven car. This
fact is revealed in a statement accompanying their

(Continued on page 670)



NOVEMBER 26, 1953 FOUNDRY TRADE JOURNAL 669

Have you seen
THE AMAZING

PROPERTIES OF.

Illustration of Supinex “ R” in use by courtesy of
Messrs. John Needham & Sons Ltd., Stockport.

AN ENTIRELY NEW TYPE OF BINDER, STARTLING IN ITS
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Developed and manufactured by :
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4, BROAD STREET PLACE, LONDON, E.C.2 Telephone: LONdon Wall 7222

Free working samples gladly supplied on request.
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News in Brief

(Continued from page 668)

annual accounts. The statement stresses that the devel-
opment of the gas-turbine car has not yet reached a
stage at which production on a commercial scale is
practicable. A subsidiary company has been formed
to handle production of the nqw engine.

The second phase in a long-term proposal to build
Armstrong Whitworth & Company (Pneumatic Tools)
into the largest firm of power-tool manufacturers in
Europe was completed recently when Mr. D. Heathcoat
Amory, Minister of,State, Board of Trade, officially
opened the firm’s factory at West Chirton trading
estate, North Shields. The first phase was the linking
of Armstrong Whitworth and the Thor Power Tool
Company of America some three years ago.

That the zinc-alloy pressure-die-casting foundry
of the Wolverhampton Die Casting Company, Limited,
is now recognized to be the largest in Europe was a
statement made by Mr. Robert Whitehead, the chair-
man, at the recent annual meeting. A total area of
63,000 sq. ft. is required for that aspect of the firm’s
activities, he said. The range of equipment installed
includes some of the largest American die-casting
machines down to small automatics. The firm now
employs approximately 1,600 people.

The West Bromwich firm of George Salter & Com-
pany, which is to become a public company, has a
long and interesting history. The firm devised and
made the springs for Stephenson’s Rocket, and to-day
its springs are used in the Comet air liner. During the
American Civil War it supplied bayonets. The first
Salter (Mr. Richard) entered business in Bilston in
1760. He forged a file into a spring and from that idea
he founded the spring-balance industry. At present the
firm employs some 1,400 people.

One hundred years ago—on November 8, 1853—
45 Sunderland shipbuilders formed themselves into an
association. The centenary of the Wear Shipbuilders’
Association was being celebrated recently at a
dinner at which the principal speaker was Mr. K. S. D.
Wingfield Digby, Civil Lord of the Admiralty. Early
on, the 45 shipbuilders were joined by another two
dozen with building yards upstream, but since then
the number of builders has dwindled and now tHere
are only eight, although the output has, of course,
grown.

Turner Manufacturing Company, Limited, Wolver-
hampton, announce that they are to produce a Diesel
engine, suitable for passenger cars, one of a range of
two-stroke supercharged engines that the company is
to make to a design of a German consulting engineer,
Professor H. List. The firm will produce a range of
three engines to the List design, the 2-cylinder engine,
and 3-cylinder in-line engine, and a V4, the two latter
for heavy duties. The 2-cylinder engine has been fitted
into a standard Vauxhall saloon anddias been tested for
over 12,000 miles.

Birmingham University' has launched an appeal,
mainly directed to industry, for additional income of
£75,000 a year for the next seven years, to meet its
commitments in research. Sir Arthur Smout, chair-
man of the appeal committee, said that, as an indus-
trialist himself, he looked to the industry of Britain
to continue to support the University, not as a charity
but as a sound business investment. British industry
needed leadership; it wanted new ideas, new inventions,
and above all it wanted inspiration. These needs the
University could supply, said Sir Arthur.
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Mr. Arthur Keats, chairman of the Midlands
Region of the Engineering Industries Association,
presided at the annual dinner dance of the Midlands
Region in Birmingham on November 13. Viscount
Davidson, president of the association proposing the
toast “The City of Birmingham” said that the city
was a centre of crafts and of private enterprise which
were the reasons for its greatness. Paying a tribute
to the work of the association, Mr. S. A. Davis,
formerly Midland Regional Controller, Ministry of
Supply, said that it had done a magnificent job during
the days of shortages of material.

A case of murder in the fettling shop of Torwood
Foundry, Larbert, which was reported- some months
ago, has resulted in John Chalmers, 16-ycar-old ap-
prentice fitter, of Larbert, being found guilty by a
majority verdict of the jury at a sitting of the High
Court at Stirling. Because of his age he was ordered
by Lord Strachan to be detained during H.M, pleasure.
Chalmers had been on trial for three days charged
with having on July 24 murdered Peter Stevenson
Hastings, aged 51, warehouseman, by striking him on
the head with a metal scoop or other similar instru-
ment and robbing him of a purse containing two pay
slips and £27 12s. 8d.

In January this year the competitive fuel industries
got together on the subject of house insulation. The
fruits of their first co-operative effort were made public
recently when Mr. L. W. Joynson-Hicks, Parliamentary
Secretary to the Ministry of Fuel and Power, acted as
“ godfather ” to a booklet entitled “ Make your house
cosier in winter,” published by the Domestic Insulation
Committee of the Solid Fuel, Gas, and Electricity
Industries. The booklet, which carries out the 13th
recommendation of the Ridley report on national fuel
policy, will be distributed free to the public through
gas, electricity, and appliance distributors’ showrooms,
and through many other organizations.

D rastic alterations in export and import regula-
tions were introduced in Brazil last month. All
export bills must henceforth be sold to the Bank of
Brazil, either directly or through the intermediary of
authorized banks. Exporters will receive the pro-
ceeds in cruzeiros at the official rate of exchange
(51.408 cruzeiros to £1) and, in addition, a premium
of 10 cruzeiros per dollar, or the equivalent in other
currencies. The equivalent in the case of sterling is
27.6 cruzeiros. As a result, Brazilian minerals and
all other high-priced products may be sold abroad at
international parities, exporters receiving the same
amounts as formerly in cruzeiros. No licences were
issued to export iron ore during the three months
ended July 30. In August, Austria, the only buyer,
took 11,950 tons at U.S. S15.46 per ton.

Mr. C. J. Ssimmons, M.P. for Brierley Hill (Staffs),

has received a written reply fromthe Minister of
State, Board of Trade, representing the
Materials to a question he raisedas to why the

London Metal Exchange was allowed to reopen on
August 5 for dealings in copper, with insufficient pri-
vately-bought copper in the “ pipe line” betwedn
producers and the London market. Mr. Heathcote
Amory in his reply states: “ The Ministry of Materials
bought copper at overseas points of delivery until
August 4 and the copper in the ‘pipe line’ therefore
belonged to the Ministry. In consultation with the
trade, releases from Government stocks were made to
cover the period until supplies from the commonwealth
producers could reach this country. Consumers are
still able to meet urgent requirements through the
Government broker on the London Metal Exchange.”

Ministeros
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ok
6ft. flame takes

only 10 minutes
to kindle cupolas

¢ Lights a cupola on a shillingsworth of fuel.
e Skin dries moulds and cores.
PORTABLE PRESSURE BURNER ¢ Dries ladles, shanks and cupola spouts.

e« Can also be used for spray-painting equipment
and works with air conditioner attachment.

« Adjustable, but maximum working pressure ioolbs.

Already used by leading foundries

throughout the country, the 'Handy- per sq. in.
, . e Size 54in. x 20in. X 40m. shipping weight 200lbs.
man’ will save up to £50 per annum . :
) ) « Displacement 6 cu. ft. per minute.
per medium size cupola on wood alone.  Preheats metal receivers to red heat.

BURTON WOOD ENGINEERING CO., LTD.,
AIR UNITS DIVISION -« BRYN -NR. WIGAN ¢ LANCS.
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Raw Material Markets

Iron and Steel

The rise in steel production is imposing heavy
demands upon blast-furnace capacity. To some extent,
basic iron and scrap are interchangeable in steel furnace
mixtures, but scrap also is scarce and further expansion
of pig-iron production is contemplated. Meanwhile,
steelmakers are drawing upon their limited stocks.
Foundry iron is more readily obtainable, but the demand
for this grade also has improved as a result of the
revival in the light-castings trade, while the outputs of
hematite and low- and medium-phosphorus irons barely
suffice to meet current requirements. The market for
refined iron is only moderately active, most of the
makers being in a position .to handle more business than
has been offered of late.

A feature of the trade in steel semis is the steadily
rising proportion of home-produced material used by
the re-rolling industry. Although much smaller ton-
nages of foreign steel semis are being handled, there is
no lack of supplies. Distribution of small billets is on
a better scale, and British steelmakers have made a
good response to the heavier demand for sheet bars and
slabs which has developed since the recent spate of
home and foreign orders for sheets. The thinner gauges
of sheets are most eagerly sought, but the capacity of
the mills is so fully engaged that new business can only
be entertained for delivery in 1954.

Home and foreign markets for finished steel products
present a study in contrasts. Export orders for re-
rolled bars are almost unobtainable, owing to the cut
prices quoted by European exporters, and shipments of
pipes and tubes have fallen away considerably. More-
over, in far too many directions is oversea trade limited
by various controls and restrictions. Happily, steel-
works’ activity is sustained by consistently heavy home
requirements. Outputs of steel plates and both black
and galvanized sheets are inadequate to satisfy the
swollen demand. Rollers of heavy joists and sections
have substantial bookings and the collieries and British
railways are absorbing large quantities of steel rails,
props, arches, etc.

Non-ferrous Metals

At the close of trading on the copper market last
week the backwardation in copper was no more than
£11 and the three months price stood at a higher level
than at any time since the copper market was re-
opened, viz., £228’Sellers. In due course, if the for-
ward quotation appreciates further, we may see some
hedging sales against length, but this point has not
yet been reached. Buying of the three months position
would appear to be partly against producers’ sales of
November metal to consumers, but also for account
of consumers, who seem to be thinking better of
copper now than they did a few weeks ago. Cash
stood at £239 sellers, £1 higher than a week earlier,
while the forward price gained £4. Business in Nov-
ember zinc was very active in the course of last week’s
trading, but the heavy selling was well absorbed, and
although the quotation closed below the best, it .was
nevertheless 5s. up on balance. The forward quota-
tion gained 15s., the backwardation narrowing to £1.
Lead, too, was firm and reasonably brisk business was
done, the November price gaining £1 15s. and Febru-
ary £1 10s. Here the backwardation widened slightly,
£4 dividing the spot and forward prices last Friday.
Tin was a strong market due to a good U.S. demand
and a sustained inquiry for Straits. Throughout the
week the trend was upwards and by Friday afternoon
cash had gained £22 10s. and three months £17 10s.
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October copper statistics have been published by the
Copper Institute; they show that production of crude
copper in the U.S.A. was 92,300 short tons and of
refined 126,100 tons, which compare with 87,200 tons
and 114,800 tons, respectively, in September. Deliveries
to domestic users amounted to 110,500 tons in Octo-
ber, against 104,900 tons in the previous month. Stocks
of refined copper on the hands of the producers were
84,300 tons, compared with 72,900 tons at the end of
September. Outside the United States the output of
crude copper was 116,400 tons and of refined 92,750
tons, which compared with 120,000 tons and 69,000
tons, respectively, in September. Deliveries to fabri-
cators, which in September amounted only to 47,000
tons, improved to 70,300 tons in October. Stocks of
refined copper at October 31 were 258,680 tons,
against 236,335 tons at September 30. On the whole,
the October figures showed a satisfactory change for
the better.

Official metal prices were as follow:—

Copper, Standard— Cash: November 19, £236 10s.
to £237; November 20, £238 10s. to £239; November
23, £239 10s. to £240; November 24, £238 to £238 10s.;
November 25, £237 10s. to £238.

Three Months : November 19, £225 15s. to £226;
November 20, £227 15s. to £228; November 23,
£228 15s. to £229: November 24, £227 to £228; Nov-
ember 25, £227 10s. to £228.

Tin, Standard-—Cash November 19, £635 to £640;
November 20, £645 to £649; November 23, £662 10s.
to £670; November 24, £665 to £667 10s.; November
25, £665 to £667 10s.

Three Months: November 19, £620 to £622; Nov-
ember 20, £627 10s. to £630; November 23, £640 to
£645; November 24, £647 10s. to £650; November 25,
£647 10s. to £650.

zinc—November: November 19, £75 15s. to £76;
November 20, £75 15s. to £76; November 23, £76 5s. to
£76 10s.; November 24. £75 10s. to £75 12s. 6d.; Nov-
ember 25, £75 5s. to £75 10s.

February: November 19, £74 15s. to £75; Novem-
ber 20, £74 15s. to £75; November 23, £75 5s. to
£75 10s.; November 24, £75 to £75 5s.; November 25,
£74 15s. to £75.

Lead—November: November 19, £94 to £94 5s.;
November 20, £95 to £95 5s.; November 23, £95 10s.
to £95 15s.; November 24, £94 15s. to £95; November
25, £94 5s. to £94 10s.

February : November 19, £90 10s. to £90 15s.; Nov-
ember 20, £91 to £91 10s.; November 23, £91 10s. to
£91 15s.; November 24, £90 15s. to £91; November 25,
£91 to £91 5s.

Jubilee of the I.B.F.

The Institute of British Foundiymen will celebrate the
golden jubilee of their formation, on April 9, 1954,
having been founded in Birmingham as the British
Foundrymen’s Association. The celebrations on April 9
will include the following:—(a) A lecture on the
development of the foundry industry during the past 50
years, by Mr. V. C. Faulkner and Mr. S. H. Russell,
both past-presidents. This will be delivered at the Café
Royal, Regent Street, London; (b) in the evening there
will be a banquet, also at the Café Royal, and (c) the
Institute’s own history is being compiled, and it is hoped
to circulate copies of it to members. Particulars of the
Jubilee Award competition for junior members have
already been announced and further entries are invited,
the closing date being December 31, 1953.
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NON-DESTRUCTIVE TESTING

Can reduce both costs and scraf
by employing methods of non
destructive testing.

Supply the equipment, service
and advice

150 kVp Mobile Industrial X-ray unit.

SOLUS-SCHALL LIM ITED

GAMMA RAY ULTRASONIC MAGNETIC

WORKS:—
Creechurch House St. Stiphens Street Chronicle Buildings Powell Duffryn House
Creechurch Lane Aston Corporation Street Adelaide Street
LONDON, E.C.3 BIRMINGHAM 6 MANCHESTER A SWANSEA
Tel. avenue sjdi Tel. ASTON CROSS 311S Tel. BIACKFRIARS 3741 TEL. SWANSEA 40!S

ON A.I.D. APPROVED LIST
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Current Prices of Iron, Steel, and Non-ferrous Metals

(Delivered unless otherwise stated)

November 25, 1953

PI1G-IBON

Foundry Iron.—No. 3 lron, Class 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. Od.;
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 2£ per cent., S. & P. over 0.03 to 0.05
per cent..—N.-E. Coast and N.-W. Coast of England,
£16 12s. Od.; Scotland (Scotch iron), £16 18s. 6d.; Sheffield,
£17 13s. Od.; Birmingham, £17 19s. 6d.; Wales.(Welsh
iron), £16 18s. 6d.

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

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

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

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

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

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

Ferro-tungsten.—80/85 per cent., 15s. 3d. per Ib. of W.

Tungsten Metal Powder.—98/99 per cent., 18s. 3d. per
Ib. of W.

Ferro-chrome (6-ton lots).—4/6 per cent. C, £85 4s. 0d.,
basis 60 per cent. Cr, scale 28s. 3d. per unit; 6/8 per cent. C,
£80 17s. 0d., basis 60 per cent. Cr, scale 26s. 9d. per unit;
max_ 2 per cent. C, 2s. OJd. per Ib. Cr; max. 1percent. C,
2s. 1 d. perlb. Cr; max. 0.15 per cent. C, 2s. 2d. per Ib. Cr;
max. 0.10 per cent. C, 2s. 2Jd. per Ib. Cr; max. 0.06 per cent.
C, 2s. 21d. per Ib. Cr.

Cobalt.—98/99 per cent., 20s. Od. per Ib.

Metallic Chromium.—98/99 per cent., 6s. 3d. to 6s. 9d.
per Ib.

Metallic Manganese.—93/95 per
£225 0s. Od. to £232 0s. Od. per ton;
£255 0s. Od. to £262 0s. Od. per ton.

Ferro-columbium.—60/75 per cent.,, Nb'+Ta, 40s. Od.
to 70s. Od. per Ib., Nb + Ta.

SEMI-FINISHED STEEL

Re-rolling Billets, Blooms, and Slabs.—Basic: Soit, u.t.,
£25 12s. 6d.: tested, 0.08 to 0.25 per cent. C (100-ton lots),
£26 2s. 6d.; hard (0.42 to 0.60 per cent. C), £28 0s. Od.;
silico-manganese, £33 16s. Od.; free-outting, £28 16s. 6d.
Siemens Maktin Acid : Up to 0.25 per cent. C, £32 12s. Od.;
case-hardening, £33 0s. Od.; silico-manganese, £34 17s. 6d.

cent., carbon-free,
96/98 per cent.,

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

Small Bars, Sheets, etc.—Rounds and squares, under 3 in.,
untested, £324s. 6d.; flats, 5in. wide and under, £32 4s. 6d,;
hoop and strip, £32 19s. 6d.; black sheets, 17/20 g.,
£41 6s. Od.; galvanized corrugated sheets, 24 g., £49 19s. 6d.

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

Tinplates.—57s. 9d. por basis box.
NON-FERROUS METALS

Copper.—Cash, £237 10s. Od. to £238 0s. Od.; three
months, £227 10s. Od. to £228 0s. Od.; settlement,
£238 0s. Od.

Tin.—Cash, £665 0s. Od. to £667 10s. Od.; three months,
£647 10s. Od. to £650 0s. Od.; settlement, £665 0s. Od.

Zinc.—November, £75 5s. Od. to £75 10s.0d.; February,
£74 15s. Od. to £75 0s. Od.

Refined Pig-lead.—November, £94 5s.0d. to £94 10s.0d.;
February, £91 0s. Od. to £91 5s. Od.

Zinc Sheets, etc.—Sheets, 15 g. and thicker, all English
destinations, £105 0s. Od.; rolled zinc (boiler plates), all
English destinations, £102 15s. Od.; zinc oxide (Red Seal),
d/d buyers premises, £90 0s. Od.

Other Metals.—Aluminium, ingots, £150 0s. Od.; mag-
nesium, ingots, 2s. 10Jd. per Ib.; antimony, English,
99 per cent.,, £210 0s. Od.; quicksilver, ex warehouse,
£61 15s. Od.; nickel, £483 0s. Od.

Brass.—Solid-drawn tubes, 22Jd. per Ib.; rods, drawn,
32]|d.; sheetB to 10 w.g., 250s. 9d. per cwt.; wire, 30£d.;
rolled metal, 237s. 6d. per cwt.

Copper Tubes, etc.—Solid-drawn tubes, 27fd. per Ib.;
wire, 268s. 9d per cwt. basis; 20 s.w.g., 297s. 9d, per cwt.

Gunmetal Ingots.—R.C.H. 3/4 per cent tin, £191 10s. Od.
to £196 0s. 0d.; BS. 1400—LGz2 (85/5/5/5), £197 0s. Od.
to £202 0s. Od.; BS. 1400—LG3 (86/7/5/2). £207 0s. Od.
to £212 0s. 0d.; BS 1400—G1 (88/10/2/J), £260 10s. Od. to
£265; BS. 1400—G1(88/10/2/1), £254 0s. 0d. to £259 0s. Od.
per ton.

Phosphor-bronze Ingots.—BS. 1400—P.B1, guaranteed
A.1.D. released, £277 0s. Od. per ton.

Brass Ingots.—BS. 1400—B3, £164 0s. Od. to £169 0s. Od.;
BS. 249, £181 0s. Od. to £186 0s. 0d., per ton.

Phosphor Bronze.—Strip, 351s. 6d. per cwt.; sheets to
10 w.g., 373s-3d. percwt.; wire, 44fd. perlb.; rods, 39d.;
tubes, 37d.; chill cast bars: solids 41d., cored 42d.
(C. Crifford & Son, Limited.)

Nickel Silver, etc.—Rolled metal, 3 in. to 9 in. wide X
.056, 3s. OJd. per Ib.; round wire, 10g., in. coils (10 per
cent.), 3s. 6d.; 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

NOVEMBER 30
Incorporated Plant Engineers

West and East Yorks “ Some Recent Ap;)llcatlons of Elec-

tronics in Industry,” by R. H. Wheat, 7.30 p.m., at Leeds
University.
Royal Society of Arts

Cantor lecture, “ Allons” 7/ Selection of Metals and
Alloys for Industrial Use,” by G. L. Bailey, 6 p.m., John
Adam Street, Adephi, London, W.C.2.

DECEMBER 1
Incorporated Plant Engineers

London branch “ Financial Implication of Plant Instal-
lation,” by H. L. Layton, 7 p.m. (preceded by tea at
5-ot» at the Royal Society of Arts, John Adam Street,
Adelphi, W.C.2.

Edinburgh branch:—*Maintenance Painting,” by T. A. Ban-
ficld, 7 p.m., at 25, Charlotte Square.
Institute of British Foundryraen
Coventrif and District Students’ section:—Works visit to
British Piston Ring Company Limited, Coventry, at 2 p.m.
Institute of Metals
South Wales local section:—"Metallurgical Research in the
Electrical Industry,” by lvor Jenkins, 6.45 p.m. (preceded
by tea in the Refectory at 6.0). University College,
Metallurgy Dept., Singleton Park, Swansea.
Sheffield Metallurgical Association
Spemﬁcanons—Fnends or Foes?” by S. Barraclough, 7 p.m.,
1.S.R.A., Hoyle Street, Sheffield.
DECEMBER 2
Institute of British Foundrymen
branch “ Bell Founding,” b{ . M. Howard,
p.m., at the Waldorf Hotel, ondon, W.C.2. The
Londton section of the Institute of Metals will be official
guests

London

Institution of Production Engineers

Wolverhampton branch :—" Human Relations in Industry,”
by Professor T. U. Matthew, 7.15 p.m., in the Wolver-
hampton and Staffs. Technical College, Wolverhampton.

DECEMBER 2
Purchasing Officers’ Association

Tees-side branch:—Visit to Head, Wrightson & Company’s
Teesdale Ironworks.

LowPhosphorus
Refined &Cylinder

Hematite
Malleable

Derbyshire
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Stafford group:—Films.-—"Spotlight on Industry” and *“Story
of Steel,” 7.30 p.m.. in the Lecture Room of the Stafford
Public L|brary, Lichfield Road.

Institution of Mechanical Engineers

Applied Mechanics Group Discussion :(—*“ Materials for Plpe—
lines in the Process Industries and their Fabrication,”
6.45 p.m., at the Institution, Storey’s Gate, St. James’ Park,
London, "S.W.I.

DECEMBER 3
Institute of British Foundrymen

Southampton section —Films “Casting a Cylinder Block,” and
“Casting of Hiduminium Alloys,” 7 p.m. in the Technical
College, St. Mary Street.

Purchasing Officers’ Association

Slough and District branch:—Debate on “Price Rings and
Manufacturing Association are a boon to the Buyer,”
730 p.m., at the Reindeer Inn, Slough.

Society of Chemical Industry

Chemical Engineering Group, Bristol:—*“Metallurgical Trends
of Interest to the Chemical Industry,” by L. Rotherham,
Joint Meeting with the Institute of Metals.

Leeds Metallurgical Association

“Some Modern Copper-base Alloys,” by E. Voce,

the Chemistry Department, Leeds University.
Institute of Fuel

section:—*“Modern Approach to Smoke Abate-

A. Marsh. 7 p.m. at Liverpool Engineering

9, The Temple, Dale Street, Liverpool.
DECEMBER 4

South Wales sectioyi:—*“Insulation of Industrial or other
Largo Buildings,” by Il. G. Goddard, 6 p.m.. at South
Wales Institute of Engineers, Park Place, Cardiff.

Society of Industrial Engineers

Manchester:—“Work Measurement Techmques by J. D.
Kerse, 6.45 p.m., at the Engineers’ Club, Albert Square.

DECEMBER 5
Institute of British Foundrymen

Lancashire branch :—* Pressure-cast Aluminium Pattern
Equipment,” by D. H. Potts, 3 p.m., at the Engineers’
Club, Albert Square, Manchester.

B'aZes and Monmouth branch: —'"Casting Design in Relation
to Production,” by J. H. Pearce, and G. I). Whitehouse,
6 p.m., at the Engineers’ Institute, Cardiff.

715 p.m., in

North-western
ment,” by
Society’s Rooms,

W Northamptonshire
Swedish. Charcoal

Ferro Silicon (i2~J4<%)
Alloys & Briquettes
N.F.Metals &Alloys

Limestone
Ganister
Moulding Sand
Refractories

WILLIAM JACKSs-EL1?

T rWinchester House, Old Broad Street

Birmingham, 2. 1 j Liverpool. 2. G lasgow, C.2.
39C0rporat|0nStreet {Mm 13- Rumford Street. iiii 93, Hope Street.
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SITUATIONS WANTED
FOUNDRY MANAGER,

SITUATIONS VACANT—contd.

30 years' ex-

If received by first post Tuesday advertisements

SITUATIONS VACANT—contd.

perience desires active interest, small RAUGHTSMEN required, preferably epresentative required for
progressive foundry—Box 3903, Foundry with —experience of Gravity Dies, Foundry producing Grey Iron Cast-
Trade Journal. Pressure Dies or Plastic Moulds—Applygs,  Area: Midlands and Northern.
John Dale, Ltd., London Colmey, Herts. Knowledge of foundry practice and experi-
T10UNDRY MANAGER METALLUR- ence in the sale of castings essential.
GIST, A.l.LM., age 53, wide experi- . i i Applicants should state in confidence, age,
ence manufacture general castings and OREMAN required. Small jobbing experience, and salary required. Pension
rolls in straight and alloy cast iron, Iron Foundry. 10/12 moulders, castings scheme.—Box 3886, Foundry Trade
chilled and grey. Also commercial.—Box up to 30 cwts Wage i*12 10s. per weekournal.

3902, Foundry Trade Journal. Manchester area. State age and experience.

—Box No. 3893, Foundry Trade Journal.
"M70RKS MANAGER, M.I.B.F.,
vT A.M.I.P.E.,, wide experience mass
production light malleable castings, includ-
ing machining. Capable complete works ON-FERROUS Foundry Foreman or
organisation, production planning, cost and Manager required, experienced in
inventory control.  Sound administrator. production of high quality bronze castin
First class references. Available shortly.— including manganese bronze, phosphor
Box 3904. Foundry Trade Journal. bronze, etc. Good progressive position for
capable man able to improve quality.

]ZlOUNDRYMAN (39) M.I1.B.F. Practical State experience, wages

Midlands district.

Technical Administrative, seeks
position as manager of small general ;gﬂlr“nraefi' Box 3895, Foundry Trade
foundry. Wide experience ghrey iron” and ’
non-ferrous. Previously eld similar
position. Midlands preferred.—Box 3905,
Foundry Trade Journal. AMFORDS LTD., Agricultural
: Engineers, Uttoxcter, require Metal-
ON.IORI,OLa %%%n':ﬂelr?{r Lgr?(?:ag%s'resglr):ar lurgical Chemist for Foundr%/ producing
visory appoin ) ! iy 1&petition high duty and light grey iron
18 years’ experience vitreous enamelling (t{.astings. Applicants should have asound
fadSt 'rOP*f"VtEt pr‘?_cess. Ptraft'falt. k"OWf' knowledge ofp metallurgical analysis and
edge of Irit making, control testing Of  eyperience in cupola control, sand testing,
frits and vitreous enamel research. Fully iU 'giode "age experience. and present
trained in chemical analysis of cast iron, salar ge, p ! P
steel, and all foundry raw materials. X- Y
perience includes cupola control, sand test-
ing and mechanical foundin%. Accommo-
dation preferred.—Box 3839, Foundry TIOUNDRY FOREMAN required by
Trade Journal.

South West Lancs. Co., engaged on
General Engineerin

Castings up to 5 tons.
Must be time serve

; ) ! d moulder callable of
ving firm instructions iu all aspects of
reen, Dry and Loam Work. Organising

SITUATIONS VACANT /
i
The engagement of persons answering %

these advertisements = must be made ability essential. State wages required. -

through a Local Office of the Ministry of Box 3892, Foundry Trade Journal.

Labour or a Scheduled Employment

Agency if the applicant is a man aged 18-64

inclusive or a woman aged 18-59 inclusive

unless he or.she, or the employment, is TANTED. Experienced Moulder for

excePted from the provisions of the Aluminium castings, in Devon.

Notification of Vacancies Order, 1952. A.1.D. Standard. Capable of takin

charge of small shop. S/C Flat available

TEEL FOUNDRY  requires Sales to suitable applicant. Full details of

Engineer for North Western Counties. experience, etc.—Box 3894, Foundry Trade
Essential qualifications are (1) Selling extournal.

perience (2) Knowledge of Foundry pro-
cesses 53) Engineering background. This
is a full time staff appointment and a car

m\70UNG ENGINEER/METALLURGIST
1. with  experience of hot-stamping
trade and/or specialised foundry work,
centrifugal casting, etc., required by well-
known Non-Ferrous concern to develop new
process with a view to taking charge of
this department. Full details of qualifica-
WING to the resignation of our South tions, experience, age and salary required
Wales & West of England Represen- to Box 3875 Foundry Trade Journal.
tative (due to ill health) a vacancy occurs

on our outside staff for a suitably enthusi-
astic and energetic young man with sound
knowledge of the” Foundry Trade, to
handle the sales of our very comprehensive
range of Specialised Foundry Materials
and Requisites. Applications will be con-
sidered from men having some Foundry
connection and experience, and preferabp/
resident in South Wales. Apply in confi-
dence with full details of age. experience,
etc., to—British Foundry Units, Ltd.,
Retort Works, Chesterfield.

will be provided; agents and i>art time
representatives, as such, are not required.
Letters only to The Sales Manager,
Catton & Co., Ltd., Leeds, 10, giving in-
formation on career to date, age, health
and salary envisaged.

ETAL STORES CONTROL.-Man re-

quired by Merseyside Non-ferrous

Founders to develop and take charge
comprehensive control system. Costing
background preferred, with some foundry
and “metallurgical experience. Salary:
£550-£650, according to qualifications.
Good pension scheme—Apply, giving full
details, to Box 3891, Foundry Trade
Journal.

NGINEER required for development
methods and design of plant for

manufacture of aircraft quality steel cast-

ings by investment processes. Must have
ad a ‘good basic engineering training, to
ree or H.N.C., and experience prefer-
ably including aircraft detail tooling de-
sign, —or steel casting development or
injection moulding. Must be able and
willing to serve as a Senior or Leading
Draughtsman.—Apply, with summary of
training, experience and salaries received,
to the Personnel Manager, The Fairey
Aviation Co., Ltd., Hayes, Middlesex.

IGHLY qualified ENGINEER re-

quired, to take charge of organisa-

tion responsible for design and sales
foundry plant and associated equipment.
Post advertised constitutes key position
in internationally known group of engi-
neering companies. Applicants are asked
to supply details of experience, qualifica-
tions, age, etc.—Box 3908. Foundry Trade
Journal.

RON FOUNDRY SUPERINTENDENT
required by well-known Midland engi-

neering company. Applicants should have
sound metallurgical training, and know-
ledge of modern techniques relating to

ﬁroduction of approximately 50 tons/week
igh duty and general engineering cast-
ings.—Box 3910, Foundry Trade Journal.

Ilied ironfounders, Itd .,

Shropshire, invite applications for
the post of INSTRUCTOR (Foundry
Practice) in their new Training School at
Wellington.  Applicants must have sound
theoretical and practical experience, and
preferably have some experience in
Pattern Moulding.—Applications, marked
“ Training,” and stating experience and
salary required, to: The Secretary, S.M.A.
Committee, Allied Ironfounders, Ltd.,
Ketlcy. Wellington, Shropshire.

X7C7T’ANTED—Foundry Foreman to take

vT charge of Mechanised Section of
large lron Foundry in West Riding of
Yorkshire. Applicants should bo between

25 and 35 years of age and capable of con-
toblling and training semi-skilled and un-
skilled labour. Also able to set out pattern
plates and tackle for mass production of
small repetition castings made on power
driven moulding machines. Please reply
stating full particulars of age. experience,
qualifications and salary required, to—Box
3900, Foundry Trade Journal.

of



NOVEMBER 26, 1953

SITUATIONS VACANT—contd.

epresentative required by weii-

known Non-ferrous Foundry in Mid-
lands for sale of Bronze and Aluminium
Castings, in London area, on commission
and expenses basis.—Give details of ex-
perience, etc., to Box 3897, Foundry Trade
Journal.

710UNDRY MANAGER required for
medium  sized foundry producing

Blackheart Malleable Iron and Grey Iron

Castings. Applicant should be fully ex-
erienced and have the necessary technical
nowledge to control all branches of the

foundry.—Please reply, giving full par-
ticulars of past experience and salary re-
uired, to Box 3912, Foundry Trade
Journal.
ALES MANAGER required (between
35 and 50), with comprehensive

institution and domestic use. Knowledge
of Kkitchen layouts helpful. Capable of
dealing with "outside representatives and
fully conversant with publicity, sales
promotion, etc.; of good address, and able

knowledge of cooking ranges for canteen1710R SALE-1 Pneulec 6-ft. Sand Mill

to deal with Government departments.—
Apfly Box 460, Borland Advertising,
18/20, Regent Street, S.W.I.

VACANCY occurs for
LURGIST (ASSISTANT) in a

a METAL-

lant
having modern mechanised foundpries pE-TON cap. “ Sinex

ducing malleable iron, grey iron and non-
ferrous metals. Responsibilities include
the operation of melting units and control
of analysis. Preference would bo given to
applicants capable of carrying out work of
a technical development nature.—Write,
stating age, full particulars of experience,

education, qualifications (if any), and
salary required, to Box 3911, Foundry
Trade Journal.

OUNDRY MANAGER required by

long-established engineering company

in East Scotland.
had experience in production of heavy (up
to 20 ton) castings of machine tool quality,
and should be practical foundry men with
progressive ideas and technical knowledge
of 'modern foundry production methods.
Attractive conditions of service and a good
salary will be offered. A house is avail-
able if required—Applications, which will

be treated in strictest confidence, should
detail particulars of experience, technical
knowledge, degree of responsibility, and

salaries in posts held.—Box 3890, Foundry
Trade Journal.

MACHINERY WANTED

sV XNANTEB.—Ilzod Testing Machine,
v v with or without notch miller.—Box
3913, Foundry Trade Journal.

\/\7 rANTEB—10 to 15 cwt. Steel Electric
v v Induction Furnace—Box 3898,
Foundry Trade Journal.

"IXTANTEB—Laboratory Sand Mill or
T v Mixer with 5 to 10 Ib. capacity.
Apply: The Purchasing Department,
Parkinson Stove Co. Ltd.. Stcchford,
Birmingham, 9.

EQUIRED, to purchase, by Belgian

metallurgical — works: Secondhand
Higlh Frequency Electric Furnace for steel
melting; minimum capacity 880 Ibs—Full
particulars to Box 3888,
Journal.

Foundry Trade

FOUNDRY TRADE

JOURNAL
MACHINERY FOR SALE

No. 1 TITAN CORE SAND MIXER.
7 cwts. per hr. 3 h;gp. Practically new.
Cost £168 10s.; price £138.

MORRIS SCREENARATOR FOR

RIDDLING SAND. Capacity 1,500 Ibs. per
minute. 3 h.p. Almost new condition.
Cost £297; price £250.

BAND SAW FOR ALUMINIUM. 2 h.p.
BUFFING MACHINE. 2 h.p. £10.
BUFFING MACHINE. 3 h.p. £15.
All suitable for 440/3/50 supply.
Two 10-ftt. MORRIS BALL-BEARING
ROLLER CONVEYORS. 18 in. by 2} in.
dia. rollers; 4 in. centres. Almost new.

Cost £47; price £30.

SYDNEY ALUMINIUM CO., LTD,,

Lowton St. Mary’s.
W arrington, Lancs.

’Phone : Leigh (Lancs.) 1242.

) complete with all ac
excellent working condition—Box
Foundry Trade Journal.

accessories.  In

PLUMBAGO CRUCIBLES 300 Ib.
/*v\lcapacity and 8 Plumbago Crucibles
250 Ib. capacity, cheap, enquiries to—Box
3901, Foundry Trade Journal.

” Vibratory Knock-

out Beam, 400 volts, 3-phase, 50
cycles.—Newcast Foundries, Ltd., Silver-
dale, Staffs. Silvcrdalc 308.
EW D.S.S.3 Moulding Machines,
B.I.C.C. Frame size for boxes 22 in.
by 15 in. Adjustable draw up to 6 in.
Four identical machines unused and as

delivered from maker’s works.

ONE only Mercury Arc Rectifier. 400/440
volts, 3-phase, 50 cycles, with full equip-
ment for operation "of above machines.

100 only MOULDING BOXES. 22 in.

Applicants should havey 15 in. by 4 in., for above.

Write for inspection at our Works to
Alexander Dunn, Ltd., uddingston,
Glasgow.

ALBION W ORKS

MOULDING MACHINES.

5> IV riVF RI)5 Jolt Squeeze Turnover,
O ITA ITA cap. 1,300 Ib., pattn. draw
12 in., table 48 in. x 30 in.

BMM HPL.2 Jolt Squeeze Straight
Draw, cap. 400 Ib., pattn. drawn 9 in;
table 30 in. x 21 in.

C/Wallwork on Jolt Squeeze Pattern
Draw, cap. 600 Ib., pattn. draw 10 in., max.
size boxes 20 in. sq. or 25 in. x 12 in.

C/Wallwork WT562C Jolt Squeeze Turn-
over, cap. 800 Ib. pattn. draw 10i in.; table
35 in. x 24 in.

C/Wallwork R.2 Core Blower.

Forward Foundry Sand Riddle, tripod
type.

150/200 Ib. Aluminium Bale out Furnace.

Half ton Central Axis Tilting Furnace.

Belt and Motor Driven Rumbling Barrels.

Geared Foundry Ladles up to 4 tons cap.

Air Compressors of all type in stock, 2
c.f.m. to 3,000 c.f.m.

THOS W. WARD LTD.

ALBION WORKS SHEFFIELD
Phone 26311 'Grams : “ Forward.**

Remember Wards might have it!

33

MACHINERY FOR SALE—contd.

OR THE DISPOSAL AND PUR-
F CHASE OF ALL TYPES OF
FOUNDRY PLANT AND MACHINERY.

S. C. BILSBY, A.M.I.C.E., AM.LE.E.,

Halnge Road, Tlvidale, Tipton, Staffs.

TIPton 2448.
TMOR SALE—1 20-in. dia. Cupola com-
I plete with motor control gear and
blower; spare set of bricks for lining,

together with charging platform size 20 ft.
x 12 ft. approx., gantry and electric hoist
block and bucket, etc. A complete installa-

tion in first class condition. Apply :
H. A E. Lintott, Ltd., Horsham, Sussex.
FOR SALE.

O. 16 ATRITOR CRUSHER by Alfred
Herbert, complete with Feed Hopper,
overhauled an
Also a No. 12 Atritor by Alfred Herbert,

3899, for which we have available about 6 tons

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

SAVILLE-CALVERT EMACH INERY)
LIMITED.

BIRMINGHAM ROAD,
STRATFORD-ON-AVO N
Tel.: Stratford-cn-Ayon 3681.

COLEMANAVALLWORK Jolt Squeeze
pattern draw machines Type CN.
Coleman-Wallwork Shockless  Jolt
Squeeze pin lift machines Typo WT.563C.
Overhauled by makers and since unused.
2 Coleman-Wallwork Schockless  Jolt
Turnover draw machines Type
WT.562C. Dismantled and part complete.
9 Sets of Conveyor Drive Units with
Crompton-Parkinson “TORK” motors
coupled to Stone-Wallwork worm reduction
earboxes, on combined bedplates. From
H.P. to 10 H.P. Unused, complete with
Allen West  starters 400/440 volts.
“BoxinaP" Overband Magnetic Separator
24in. Belt 14 in. dia. pulleys 4 ft. centres
with rectifier for 400/440 volts 50 cycles 3
phase. Unused. “Rapid” Electro -Mag-
netic Pulley 12 in. dia. x 20 in. face wit
rectifier for 200 volts 50 cycles 2 phase.
Unused. Fraser A Chalmers “Sherwen”
electro-magnetic Shakeout 3 ft. 6 in. X
4 ft. 6 in. with rectifier and rheostat for
either 400/440 volts 50 cycles 3 phase or
200 volts 50 cycles 2 phase 3 wire. Unused.
Various 20 in. wide endless rubber con-
veyor belts with driving pulleys and
couplings all surplus to requirements and
unused.—West -Midlands Area. Box 339,
Foundry Trade Journal.

Squeeze

SHOTBLAST MACHINES
All sizes. Rooms or cabinets.
Ex stock or prompt delivery.
Low prices.
Try us for
Spare parts & tungsten carbide
nozzles.

Fully Illustrated Catalogue free
on request.
Actual Manufacturers
ELECTROGENERATORS LTD.

AUSTRALIA ROAD, SLOUGH
Telephone : SLOUGH 22877

Over 30 years ofsatisfactory service

with a quantity of spares.
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MACHINERY FOR SALE—contd.

6 0 O
AIR COMPRESSORS.
AAA-C.F.M. Air Compressor, by
*U U u FULLERTON, HODGART

& BARCLAY. Vert.,, double-acting, 2-
stage, water-cooled, w.p. 100 Ib., speed 290
r.p.m. With separate vert. Intercooler and
motorised water circulating pump. Fitted
with Flywheel and shaft ext. carrying
" V" pulley, supported by outer bearing.

665*c.f.m. Air Compressor, by SULLIVAN,
type WJ3. Vert., high pressure, right
angle, water-cooled, 125 |b. w.p., speed 188
r.p.m. Direct coupled 170 h.p. Auto. Synch.
Motor, by Crompton, 415/3/50. with control
gear.

600-c.f.m. Air Compressor, by Tilghman.
Vert., si<ngle cyl.,, single-stage, water-
ggollgd, type F.C.9. Speed 365 r.p.m., w.p.

625-c.f.m. Air Compressor, by ALLEY &
McLELLAN, series 23B, size No. 8. Vert,,
single cyl., single crank, 2-stage, water-
cooled. speed 290 r.p.m. Fitted automatic
Unloader and Intercooler. *V "  belt
driven by 155 h.p. S.R. Crompton Motor,
400/3/50. © Complete with Switchgear.

600-c.f.m. Air Compressor, by INGER-
SOLL RAND, model 10XB. Honz., 2-stage,
110 Ib. w.p., speed 185 r.p.m., with Inter-
cooler between the 2 cyls.,, Automatic Un-

loader. Driven by 127 'h.p. S.R. Induction
Motor, by L.S.E., 415/3/50, with Control
Gear.

505-c.f.m. Air Compressor, by TILGH-
MAN, model FC8B. Vert., single stage,
double-acting, water-cooled. 30 |Ib. w.p.,

speed 970 r.p.m. Belt-driven by 60 h.p. S.R.

Motor, by L.S.E., 400/3/50.
250-c.f.m., REAVELL. Vert.. 2-stage,
2-crank, water-cooled, 150 Ib. w.p., speed

Intercooier mounted between
stages. “V " bpelt driven from 80 h.p.
S.R. Motor, by E.E.C., 400/3/50, with
Control Gear.

GEORGE COHEN

SONS & CO., LTD.
WOOD LANE, LONDON,
T«l : Sh»ph«rds Bush 2070
and STANNINGLEY nr. LEEDS
Tel : Pudsey 2241

480 r.p.m.

W.12

pulverite

1 GOAL DUST

lowest in ash

The STANDARD PULVERISED FUEL Co. Ltd,
Head Offne:

i66 VICTORIA STREET, WESTMINSTER,

LONDON, S.W .I. Tel.: Victoria 3121/2/3

FOUNDRY TRADE JOURNAL

CAPACITY WANTED

anufacturers require regular
dl\/l use of Furnace operating to 1,400
e

?. C. Most types suitable, including
Sklenar, reverberatory or arc furnaces —
Particulars to Box 3906, Foundry Trade

Journal.

RONFOUNDERS, manufacturing

FLANGE PIPES AND FITTINGS,

.S.S.. please write stating diameters.—
Box 3907, Foundry Trade Journal.

CAPACITY AVAILABLE

RON and Non-ferrous Foundry,
mencing Shell Moulding in

com-
both

metals, wishes to contact one or two firmg

requiring castings manufactured by this

process. Full personal co-operation is
assured.—Box 3889, Foundry Trade
Journal.

SAND preparing plant, comprising
6 ft. diameter Sand Mill with
bucket loading gear, and fitted with
discharge aerator, in practically
new condition, with A.C. 3-phase

motors. Cheap for quick sale.
NEW Centre Axis Tiltin
Furnace. 600 Ibs. Oil-fired, wit

Morgan Oil Burner and new Keith
Blackman A.C. Blower. £375.
NEW motorised Ingersoll-Rand
three cylinder, air cooled, two-stage
Compressor with inter-cooler. £200.
Coleman Core Blowing Machine,

seen little use, condition as new,
size R2. £375.

Portable Electric Sieve, A.C.
motorised. £33.

Fordath Senior Sand Drier. £85.
Also August Sand Drier. £30.

Over 40 Bale-Out Furnaces in
stock, cheap.
Large stock of Air Receivers at
reasonable prices.
New Broomwade Compressors.
New Keith Blackman Fans.
Morgan Tilting Furnaces.
Immediate attention to all
enquiries.

ELECTROGENERATORS LTD.,
Australia Road, Slough.
Telephone: Slough 22877.

FOR

MACHINE TOOLS

NEWMAN INDUSTRIES LTD. YATE, BRISTOL

NOVEMBER 26, 1953

CAPACITY AVAILABLE—contd.

-TON iron and 10-cwt. Non-ferrous Cast-

ings supplied and patterns made by
Charles Hill & Sons, Ltd., Bristol, 1.

EAT TREATMENT, A.l.D. Approved,

all wrought and cast Light Alloys.

Large sizes a Slpeclallty.—EIectro Heat
Treatments, Ltd., Bull Lane, West Brom-
wich. 'Phone WES. 0756.

on-ferrous foundry. — First
l!\I class quality castings in Aluminium,
ronze, Gunmetals, etc., at competitive
prices, including patterns if required.—

Beeston Lee & Co., Ltd., 33, Swindon Road,
Stratton St. Margaret, Wilts.

PACITY available for Light Castings
weighing from 1 Ib. to 5 cwts., in-
cluding Castings for Vitreous Enamelling.

—W estern Light Castings Foundries,
Ltd.,, Fairwood Foundry, Gowerton, near
Swansea, manufacturers of malleable iron

castings.

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

an approved Impregnation Process; sample
castings treated—Recupero, Ltd., 66, South
Harrow Viaduct. Harrow, Middx. 'Phono:

Byron 1178.
APACITY  available for castings
weighing from 1 Ib. to 15 tons, in-
ingot moulds

cluding Quasi-Besscrmised
up to 10,000 tons per annum.—TnE Cross
Foundry & Engineering Ltd., Gor-
scinon, ‘near Swansea.

Co.,

APACITY available at our Chippen-
ham, Wailts.,, works for finished
Aluminium and Zinc_Base Pressure Die-
castings up to 3 Ibs. weight. Quality of
castings can be controlled by X-ray photos.
Die making capacity available if re-
quired—Wkstingiiouse Brake & Signal

Co., Ltd., 82, York Way, King’s Cross,
London, N.I.
M echanised foundry—Malleable

and Grey Iron Castings offers 20 tons
per week free ‘capacity at early date. Pre-
ference for boxes up to 28 in. by 16 in. by
5in. by 5in. Snap Flasks up to 14 in.
by 14 in. by 3 in. by 3 in. Hand moulding
capacity also available. Cast lron Pipes
flan?ed and specials. Patternmaking

facilities if required—E. J. wallace, 39,

Constitution Street, Dundee.

H. C. HOPPER (Kingston) Ltd.
HAMPDEN ROAD, KINGSTON
KIN 0177/8/9

PATTERNS (Wood & Metal)
CASTINGS (Iron & Non-Ferrous)
GEAR CUTTING

GENERAL MACHINING

All at our

KINGSTON WORKS

Good Deliveries
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MISCELLANEOUS PATTERNMAKING PATTERNM AKING—confd.
ATTERNS for all branches of Engin- ATTERN EQUIPMENT of all types
F IRSIIEg/ngCg?DV\f/ggdculpnolasv.vagzlgepelgzdini _eering for Hand and Machine Mould- P and sizes. Accurate workmanship.
Tilley’'s (Wolteetok), Ltd. Wolyerto® iNg.—Fukmston & Lawlor, Ltd., Letch, Quotations by return—taywood Bros.,
Bucks. : g worth. \_lfé?togézjs Works.  Littleborough, Lancs.

. ngineers patterns, s, vy
R efractory m aterials.—Mould- E Terrace, Eastbourne, Sussex.— ‘VPAK(/EARIEAABALITEIN—GDonaIé: ARP ACIT Y&
= . .
0.,

k H . L S . : Jones

ing Sand. Ganister, Limestone, Core quiries solicited. Immediate capacity ; f

Gum; competitive prices quoted.—Hensaavailable. ~ Keen prices; quick delivery. Rn%byb tltmrr'?edlz;tde Cl\ipgclltyl\/roLina“
Sand Co., Ltd., Silver Street, Halifax. Telephone: Eastbourne 1771. ypes o atte a ode a .

Workmanship second to none; coupled witl
keen prices and prompt deliveries.—740,

MPLETE PATTERN SERVICE- Campbell Street, Rugby. Telephone 4784.

OAL, Quartz, Vermicuiito, etc., pulver- WOOD Patts, Coreboxes and
ised. Dohm Ltd., 167, Victoria Street, MODELS. PRESSURE CAST ALUM.
London, s.w.I. MATCHPLATES. Ultra precision equip-

ment  for SHELL moulding and CROCKETT & CO.

MECHANISED foundry production.

i . YOUR own METALS machined and fitted. Engineers’ Pattern Makers

OW is the time to change your Quick REPAIR service. _Brass slotted 9

Supplier of 8and. Try Southport corebox AIR VENT8. STEEL corebox 43-44, Hoxton Square,

Wind Blown Sea 8and for castings, fre®lOWELS (Pat. App. For). Iron or alnm. Old Street. London, N.I
fr(JJmh sheIIL_ At:]yt quz(ag_tltyd. |R)Oad Er R‘aldl. g/IA_CHINEDMPLA';IfES.d Ejelctofr PigﬁEaEE ' L
—John ivebe Ixsdale), Imited, rings. atchin owels Tor . i
Ainsdale Southport. Telephone: Southport PF|)_ATgEs__Boom %ms, Engineering, Telephone: Shoreditch 6022
77489. Baggrave Street, Leicester. 67020.

YOU CAN DEPEND ON IT
QUEST STANDARD BENTONITE

HAS A REPUTATION FOR CONSISTENCY
THIS IS IS USED BY MOST OF THE LEADING
THE IRON AND STEEL FOUNDRIES

BENTON TE s MADE IN ENGLAND i
e BRITISH CAPITAL
Details from the \ IS IN R E G U I—A R SUPPLY

ACTUAL Manufacturers :

COLIN STEWART Ltd
WINSFORD, CHESHIRE

TELEPHONE: WINSFORD 2291-2-3

PATTERNS (DERBY) LIMITED

SPECIALISTS IN HIGH CLASS PRECISION PATTERNMAKING
ALL BRANCHES OF THE TRADE CATERED FOR
KEEN QUOTATIONS GOOD DELIVERY

DARLEY STREET, DARLEY ABBEY, DERBY

TELEPHONE: DERBY 58165



PATTERNMAKERS

WOOD

PATTERN MAKERS

PLATE OR

LOOSE PATTERNS,

Foundry Trade Journal, November 20, 1953

METAL

MODELS, ETC.

Good accurate work at competitive prices and prompt delivery.

117, CENTRAL STREET,

Branch Works CROWN WHARF,

THE

KERR PATTERN CO. LTD

ROSEMARY LANE
LINCOLN

TELEPHONE: LINCOLN 241

ALL TYPES OF WOOD
& METAL PATTERNS

COOKE, BAILEY LTD.

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

Under personal supervision.

Jk H. NAY

CLErkenwell 5085 & 3509
DACE ROAD, OLD

PATTERN EQUIPMENT
TO YOUR
REQUIREMENTS.

Quotations by return.

HODGESS & HYDE

ALL SAINTS RD, GT. CENTRAL ST
LEICESTER.

Tel: GRANBY 431

LONDON,

FORD, E.3

E.C.I

AMHerst34ll

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

HIGH-CLASS PATTERNS
NON-FERROUS
CASTINGS

Phone: ELGAR 8031/2

PATTERNMAKING

LARGE CAPACITY AVAILABLE
IN ALL BRANCHES OF THE TRADE

MARSDEN HIND & SON LTD.

GUIDE BRIDGE WORKS,
JOHN ST, ASHTON-U-LYNE.
EST. 1929 TEL. : ASH 2426

We have pleasure in announcing that our capacity to manufacture the wide range of pattern
equipment for the older and conventional foundry practices has now been augmented by
further facilities to embrace precision class

SHELL

MOULDING

PATTERNS

Layouts and design-methods prepared in our own drawing office embody technical “ know-
how”, and our specialised machinery and equipment provides the tools for the Job.

B. LEVY & CO.

(PATTERNS) LTD.,

LONDON, S.W.I.

Telephones: Victoria 1073 & Victoria 7486

OSBERT STREET,
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MASTER PATTERN & MODEL MAKERS

FOR THE ENGINEERING & HEAVY INDUSTRIES SHELL MOULD
ING PATTERN EQUIPMENT has been regularly produced by us.

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

ers, baths, precision instruments. We make our own Ferrous and
Non-ferrous castings.

The illustration shows Shell Moulding Equip-
ment in metal of the latest Austin camshaft
made by us, and is an example of one of the
many types of Shell Moulding Equipment pro-

duced at our main works for the leading firms
in the country.

IRVING STREET e BIRMINGHAM 15

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

2987 BROMSGROVE

R.E. Ormerod Itd

BROMSGROVE. WORCS.

GRAVITY DIES

SHELL MOULDING PATTERNS

To produce a good CASTING
You need a good PATTERN

LET US QUOTE YOU FOR
LOOSE & PLATE PATTERNS

PROMPT DELIVERY
IN WOOD & METAL

PERSONAL SUPERVISION

MEBBERSON & ELLMORE LTD.,

12-14, Raymond Road, Leicester: Phone 34574
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Foundry

MECHANISATION PLANTS

We are designers and manufacturers of all types of
handling equipment, conveyors, elevators, screens and
bunkers. Also all types of foundry mechanised and re-
conditioning plants. Our Technical Department is at
your service if you are interested in labour-saving devices

One of the largest designers and
manufacturers of Foundry Mechanisation
Plant and Sand Conditioning Plant in the country.

Catalogue on application
MARCO CONVEYOR & ENGINEERING CO. LTD., ROWIN WORKS, LYNN ROAD, LEYTONSTONE, LONDON, E.11
TELEPHONE: LEYTONSTONE 2251/5 TELEGRAMS: ENGIMARCO, EASPHONE
MIDLAND OFFICE: 3BOND STREET. HOCKLEY. BIRMINGHAM, 19 TELEPHONE: CENTRAL 2017

North East Coast and Yorkshire Representative: Mr. E. B. Crofton, Grove House, Chester-le-Street, Co. Durham

For efficient and economical handling, it pays to consult MARCO

ASBESTOS

CORE DRYING
PLATES
&
MOULDING BOARDS

LOW PRICED
* NON-BRITTLE
TANDEM BEARINGS
* LIGHT TO HANDLE ESCO

GUNMETAL &PHOSPHOR
BRONZE INGOTS

ARIEL & ESCO

CENTRAL MANUFACTURING & RIEL & ESC

TRADING CO. (DUDLEY) LTD. PHOSPHOR BRONZE RODS
OLD HELL, STAFFS.

Phene: CRADLEY HEATH 69431 (i line.) SMELTING COMPANY LTD

ALUMINIUM WORKS, WILLOW LANE, MITCHAM, SURREY = Tel: MIT 22«
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"SAND WIZARD” SHOTBLASTING MACHINES

Rotary Table Type Machine

The high standard of castings demanded today focuses attention on the fettling shop
and the necessity for up-to-date equipment to ensure that the cleaning costs are
kept at an economical and competitive level.

“ Sand Wizard " Airless Shotblasting Machines have for many years provided the
efficient answer to this important problem and their faithful service to Industry is
reflected in the large numbers in daily use all over the world, and by the repeat
orders continually received. One firm alone has recently placed an order for their
27th “ Sand Wizard.”

Besides the type illustrated, Rotary Barrel and Continuous Machines are available,
and are fully described in separate folders available on application.

THE
(NP N2 Reied 1Q N2 L
TITAN WORKS CHARLES HENRY ST. > BIRMINGHAM, 12

TEL.: MIDLAND 4753

LONDON OFFICE: 47, WHITEHALL, S.W.I
Tel.: WHItehall 7740

Other Products include: Centrifugal Casting Machines, Core Blowing Machines, Sand Dryers and Mixers,
Cupolas, Drying Ovens, Mechanical Chargers, Spark Arresters, Ladles and Rumblers
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Iron, Steel and Brass
Foundry Melting Equip-
ments are our Speciality

SHELLMOULDING

The inherent ability of the Sheilmoulding Process
to produce castings of high dimensional accuracy
and exceptional surface finish is receiving wider
and wider recognition, but these attributes can
be destroyed by the use of unsuitable materials.

The degree of casting finish that can be achieved
and the dimensional accuracy that can be main-
tained are dependent almost entirely on the use of
a highly refractory Sand of the correct grain size.

REDHILL SANDS have been extensively used in CUPOLAS, STEEL CONVERTERS, CRUCIBLE
the development of Sheilmoulding and have with- AND NON-CRUCIBLE FURNACES, CUPOLA
stood the most exacting tests where other Sands CHARGING MACHINES HOISTS MOTOR

have failed. Freedom from impurities ensures the
refractoriness needed to enable a thin wall of FANS, LADLES, SAND MILLS AND SIFTERS,

sand—often as.little as ¢in.—to withstand the RUMBLERS, PIG IRON BREAKING MACHINES,
impact of the molten metal: correct grain size ROTARY CORE MACHINES, ETC.
distribution gives optimum casting finish without

excessive binder consumption.

Full details of the application GEORGE GREEN &. CO

of Redhill Sands to the Shell-

moulding Process are given in - .

a leaflet which. together with Foundry Equipment Engineers & Contractors
samples, will gladly be sent on

request KEIGHLEY, YORKSHIRE

(Established 1900)

BRITISH INDUSTRIAL SAND LTD

Sole Agents for the Midlands: Messrs. R. J. RICHARDSON &

HOLMETHORPE . REDHILL . SURREY . L
SONS, LTD., Commercial Street, Birmingham, I.

REDHILL 1122
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Synphorm Resin
Powders have
excellent Flow

and Hardening
properties

Give great dry
strength and smooth
surface

to the shell

SYNPHORM LIQUID RESINS
AND POWDERS HAVE ALSO BEEN
SPECIALLY DEVELOPED
FOR PRECISION SAND CORES

BLACKBURN & OLIVER LTD

Manufacturers of Synthetic Resins

LAMBERHEAD INDUSTRIAL ESTATE
WIGAN
Telephone: WIGAN 82252

Grams: SYNPHORM WIGAN
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The Foundry Cleaner

for a
cleaner Foundry

Ample capacity for handling large quantities of dirt !
Adaptable for all cleaning jobs

Built for continuous running

. Sturtevant No. 6 X Portable Industrial Cleaner
Strong construction with filter receiver and bagging attachment.
Used extensively in modern foundries for dust
disposal from blasting enclosures, filtering or
settling devices; from operators” clothing and
protective gear, and for general cleaning.

Accurate manufacture

Every component of high grade m aterial
Particularsfrom Publication i'Y.5006

STURTEVANT ENGINEERING CO LTD

Southern House, Cannon Street, London, E.C.4 Tel. Mansion House 0533

Hagas VAUGHANS (HopeWorks) Ltd.

HOPE WORKS. DUDLEY. - DUDLEY - DUDLEY 2411 (TWO LINES)
STEVE, WESDO. LONDON* LONDON, MAYFAIR 5414

FOUNDRY REQUISITES
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FOOAH
MCHNES

FOUNDRY TRADE

—Ilower costings in the office

Fordath ‘New Type’ Mixers,
one for everybody, seven sizes to
cope with batch capacities from
20 Ibs. to i ton. To mix foundry
silica sands with core bonding
compounds without crushing. Stiff
compounds as low as i% can be
completely dispersed through the
sand, coating each grain with a
film of binder. Mixing blades ro-
tate in ahorizontal plane, convey-
ing the sand from the centre of
the pan, rubbing it thoroughly
against rubbing plates and tum-
bling it back to the centre. Two

to three minutes is enough and
the batch is discharged in a well
aerated homogeneous mix. Gears
and bearings totally enclosed.

The Fordath Multiplunger Core
Machine is going to town, to the
country, to export markets,
wherever there are foundries.
The thrust of the core sand
through the multiple die is pro-
vided by plunger action instead
of a rotating worm. Quality and
consistency ofthe core sand mix-
ture are not critical factors. Di-
mensionally accurate
extrusions are satisfact-
ory with sands of poor
quality and even facing
sand or plain red
moulding sand can be
extruded. With all
sands, the core mix is
at its best when Glyso
isthe bonding agent.

The FORDATH MULTI-
PLUNGER CORE MACHINE
admirably exemplifies the
success of equipment de-
signed by foundrymen for
foundrymen.

JOURNAL
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(ABOVELEFT) FORDATH ‘NEW
TYPE «MIXING MACHINES use the
well known Fordath principle of
rubbing andfolding without crush-
ing in each of the seven models in
the range.

(ABOVE right) FORDATH CUT-OFF
MACHINES have many years of
satisfactory service built into them.

The FORDATH MULTIPLE ROTARY
CORE MACHINE has an enviable
reputation for accurate extrusions
infoundries everywhere.

The Fordath Multiple Rotary
Core Machine extrudes cores
from ¢inch to 6inches. Multiple
extrusion of up to ten (smallest
diameter) cores simultaneously
and accurately. All dies have ven-
ting device. Senior model (power
driven) and Junior (power or
hand operated bench model).

Fordath Core Cut-off Machine
cuts cores up to 3inches diameter
accurately to lengths required.
Motor and roller bearings totally
enclosed.

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

STAFFS.
PHONE: WestBromwich 0549,0540,1693
GRAMS: Metallical, West Bromwich
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BIG
SAVINGS

IN FOUNDRY COSTS

BICC Magnetic Moulding Machines are
automatically controlled by a fool-proof
push-button system. Skilled operators
are unnecessary. Saving number one !

Each machine is a self-contained unit,
ready for work day after day, for main-
tenance is negligible ... no pipe-lines to
service ; no compressor equipment to
maintain. Saving number two !

Electric power is only used for the
momentary squeeze operation period . . .
a matter of seconds. Saving number
three !

Consider these features. Consider

the sum of these savings in foundry
running costs and you will appreciate
why BICC Magnetic Moulding Machines
are used by such firms as Richmonds
Gas Stove Co. Ltd., to add speed with
economy to production lines.

Write for Publication No. 276

giving further information.

MAGNETIC
MOULDING
MACHINES

BRITISH INSULATED CALLENDER’S CABLES LIMITED

21 BLOOMSBURY STREET, LONDON, W.C.I

Battery of BICC Magnetic
Moulding Machines in use at
Richmonds Gas Stove Co. Ltd.
(branch of Radiation Ltd.),

Warrington.
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MEEHANITE METAL FOUNDRIES AT YOUR SERVICE

John Harper (Meehanite) Limited. WiUenhall, Staffs.
HOW MEEHANITE Ashmore. Benson Pease and Co. Stockton-on-Tecs.
METAL CAN ! The Butterley Company Limited. Ripley, Derby.

HELP YOU Cameron and Robcrton Limited. Kirkintilloch.
i Carmichael Bros. Limited. Nile Street,South Shields.
Write for Goulds Foundries Limited. Cardiff and Newport,
a copy of “ The Mon.
Specifcation of ~ G. M. Hay and Company Limited. Glasgow'.
Meehanite C. A. Parsons and Company Ltd. Ncwcastle-on-

Metal ” M S107C Tync, 6.
to any of the Qualcast (Ealing Park) Ltd. London, W.5.
Meehanitc Foundries Richards (Leicester) Limited. Leicester.
listed. Southern Foundries Ltd. Waddon, Croydon, Surrey.
Wingct Limited. Rochester.

P

THE

66 VICTORIA ST., LONDON, S.W.I Telephone : Victoria 9921-22
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Photograph by
courtesy of the
Hamworthy Engin-
eering Co. Ltd..
Poole, England.

MEEHANITE
METAL
CASTINGS

for resistance to
wear and corrosion

Pumping molasses at 120 gallons per minute is
typical of the heavy tasks Hamworthy pumps
perform. Sound castings are needed. For these,
as for pumps of all types, Meehanite castings have
proved outstandingly dependable in providing
resistance to pressure, corrosion and wear.
When other properties are required in a casting
—heat resistance or any of the combinations of
qualities demanded in general engineering—there
is a type of Meehanite metal that is right for the
particular casting.

* For uniformly good castings, consult
a Meehanite Foundry.

M vuhanite

INTERNATIONAL MEEHANITE METAL CO. LTD.

Telegrams: Meerion Phone London

TA58 C4



46

BAKELITE

Sales

FOUNDRY TRADE JOURNAL

All you need for the

SHELL MOULDING PROCESS

Offices:

Bakelite Limited have been closely associated
with the developmentofthe ShellMoulding Process
and, with forty years’ experience of phenolic resin
production to their credit, can give you valuable
assistance on this important new technique.

Materials Products supplied include:
POWDERED RESINS (for different mixing
temperatures)

Parting and Wetting Agents (for application to
patterns)

Adhesives (for assembling shell moulds.)

Research Service The Bakelite Research and
Development Department is continually working
on the development of improved materials with
particular emphasis on greater economy in the
foundry. Our laboratories are specially equipped
for the study of the Shell Moulding Process, on a
practical basis.

Information Bakelite engineers are available at
our Sales Offices and will be pleased to advise and
assist on any aspect of the process. If general in-
formation is required please ask for our illustrated
booklet.

TKFFOIL

BAKELITE < RESINS

LIMITED

RBGD, TRADE MARKS

12-18 GROSVENOR. GARDENS =« LON

LONDON, Shane 089S; BIRMINGHAM, Midland 591114; MANCHESTER,

GLASGOW, City 6825

DON
Blackfriars

NOVEMBER 26, 1953

SW1
5174/7;
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Famous
since the

early days

Among the pioneer brands of
metal filament lamps, Elasta rapidly
earned a reputation for reliability
and efficiency. Today, after

nearly 50 years' lamp-making
experience that reputation stands
higher than ever. Indeed, modern
Elasta lamps and fluorescent

tubes are Justly famous for their
continued excellence. For every
lighting installation, it pays to
specify Elasta— an E.L.M.A. brand!

TUNGSTEN FILAMENT
AND FLUORESCENT

POPE S ELECTRIC LAMP CO. LTD. Head Office: 5 Earnshaw Street, New Oxford Street. London, W.C.2.

Bronches : Manchester, Leeds, Leicester, Birmingham, Bristol. Belfast (Northern Ireland)
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MACNAB
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MOULDING MACHINES

The Machine which will specially appeal to those Foundries whose work
necessitates the use of a variety of different size moulding boxes for small
and medium size castings.

for H igh
P roduction

LATEST * PIN POST”
TYPE JOLT SQUEEZE
MOULDING MACHINE

SPECIAL FEATURES :

MASSIVE YET SYMMETRICAL
CONSTRUCTION.

JOLT RAM—A REAL BLOW.

SQUEEZES TO A SET PRESSURE

PATTERN DRAW —STEADY AND
SMOOT

AIR ON OIL CONTROL TO
DRAW.

MECHANISM SAND PROTECTED.

PATENT AIR - LOADED DISC
VALVES.

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

We manufacture many other
types and sizes of Moulding
Machines suitable for econo-
mical production of varying
classes of work.

Catalogues giving full details
will be sent on request.

MACNAB and Company Limited

PRESTIGE HOUSE

HARROW

235 IMPERIAL DRIVE Telephone : PINNER 600
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mee al handling in the foundry

Introductory

mechanisation of all types of foundry work we have been
closely associated with the industry for over 30 years.
The proper application of mechanical handling aids Is essential to the
progress and productive efficiency of any Industry, particularly the foundry
industry where It has also done much to Improve working conditions.
There are few problems for which we cannot prepare an
efficient handling scheme and a discussion with one of our sales
engineers can open the door to increased productive efficiency.

Part of the modern mechanised
foundry installed by Paterson
Hughes at Messrs. Smith & Well-

stood Ltd. at Bonn/bridge

WYNDFORD WORKS MARYHILL GLASGOW < TEL MARYHILL 2172-4
3 HIGHF1ELD RD EDGBASTON BIRMINGHAM 15 < TEL EDGBASTON 2957-8

BEDFORD HOUSE BEDFORD ST STRAND LONDON WC2 - TEL TEMPLE BAR 7274-6

49
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Telegrams : n T e | e p h o n e :
mTRIUMPH” SHEFFIELD 24112-3

giWAurrW w77 2r%&
FERRO-ALLOYS "f

PRODUCED IN SOUTH AFRICA BY

African Metals Corporation;

™ /\
y ( r
A I\N\JA aal k
FERRO-SILICON Sole Europeon Agents
SILICO MANGANESE \ m &S/ MIDGLEY &« SON Ltd
HIGH CARBON FERRO-CROME \Y SPARTAN WORKS,
LOW CARBON FERRO-MANGANESE BRANO MARK SHEFFIELD 4, Eng.
SAND. uKsATMEN * PLANT FOR IRON FOUNDRY. PHOTOGRAPH By PEKM:

BRADLEY & CRAVEN LTD., WAKEFIELD.

» GR5 OR OIL FIRED EFFICIENT SAND pDRYERS
IOQLING & DESILTING UNITS »COLHEF»

W -

Phenei MM -i: Siam* i Conveyer
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M.R. PLASTIC
MOULDABLE

A high temperature,
mouldable refractory for
special shapes and
the repair of deeply
spalled or eroded
brickwork.

The chief characteristics of this material are very high
refractoriness, good volume stability at high temperatures
and loading, and freedom from spalling. In certain circum-
stances its performance is superior to that of pre-flred
high-alumina shapes—and it is in all circumstances easy
to use. It is particularly useful for burner ports, and
inspection and access doors in high temperature furnaces;
for crucible furnace linings :for forming special shapes in
situ; and for heavy repair work.

Approximate Analysis

AlUMINa AI2B e 60%

Silica SiOa 36%

Ferric Oxide Fe203 1.3%

Alkalis .
Physical Characteristics

Maximum service temperature 1650°C

Shrinkage: Set to dry  ............ less than 0.75%

Dry to 1 hour at 1620°C: less than 1.00%
Modulus of rupture:

1hr. at 1000°C 200 Ib/sq.in.
1lhr. at 1420°C 450 Ib/sq.in.
1hr. at 1620°C 750 Ib/sq.in.

Other Morgan Refractories include: RC.849 REFRACTORY
CONCRETE; M.I1.22 INSULATING CONCRETE. The M.1.28
LOW-STORAGE INSULATING REFRACTORY for tem-
peratures up to 28003F (1538°C) and the M.R.| SUPER-DUTY
REFRACTORY which is stable up to 1600°C (2912°F).
Literature will be sent on request.

MORGAN

lvefracto ries

ARE WORTH MORE THAN THEY COST

THE MORGAN CRUCIBLE COMPANY LTD. (Refractories Group),
ifeston, Wirral, Cheshire. Telephone: Neston 14C6 N.B.32

FOUNDRY TRADE

= SA-FIR =
INDUSTRIA
GOGGLES

Send for details and prices of
our Wide Ranges of

GOGGLES AND
FACE SHIELDS

for

FETTLING <+ MIXING <+ WELDING
FURNACE OBSERVATION, ETC.

CHAPMAN & SMITH LTD

HOLDERS HILL CIRCUS, MILL HILL EAST,

LONDON, N.W.7 -« Tel:: FINchley 6244
Sole Agents for Scotland :—

L.A.WITHAM &Co., 50/59Vine St., Glasgow, W .|

THE BRITISH SHOTBLAST
& ENGINEERING CO. LTD.

STRETFORD, LANCS. ENG.

THE VERY LATEST IN SHOTBLAST
EQUIPMENT INCORPORATING NEW
WET TYPE DUST ARRESTERS

GUARANTEED RECONDITIONED PLANTS OF
ALL TYPES IN STOCK

Milled and Unmilled Moulding

Sand for Iron and Brass

Foundries from our Cheshire Pits

The Warrington Red

Moulding Sand Co.

33 BOLD STREET, WARRINGTON

Tel. 820-1-2
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" VITREOUS ENAMELS

VITREOUS ENAMELLING
REFRACTORY COATINGS

ON METAL

S TEMA R,T &m
PAISLEY WORKS <« SWAINS ROAD
-Jrfcphoitc Vgntmai

Mitcham 1634 (5 lines)

SW|NG FRAME Illustrating our No. 5 size for a

14in. by 2in. wheel.

For use on any

GRINDING MACHINE kind of fettling work.

Also to the same arrangement,
this type can be supplied for
" CUTTING OFF” purposes,
using a 16in. by “in. disc.  For
cutting off risers and runners on
castings, and cutting bars and
angles, etc., in any metal. Capacity
21in. diameter on steel.

WILKINSON, BENTLEY &
EBENEZER WORKS - MORPETH STREET

CO. LTD.

e SHEFFIELD 3

Telephone 22797 Telegrams: " WILBENT ”

KING Bros. DEPENDABILITY

IN GREAT OR SMALL
(Stourbridge), Ltd., STOURBRIDGE, England.
Telegrams: “KING BROS., STOURBRIDGE.” ESSENTIAL.

STOURBRIDGE CLAY. CHAPLETS are the SMALL

thin?« in the FOUNDRY

The Highest Awards for Gas Retorts and other goods (in but the BEST are NEEDED.

Fire Clay) have been awarded to King Brothers for their

goods made from their renowned Stourbridge Fire Cla
Manufacturers ofCIUPOLAWBRICKS,uBesItQUALIITY. g WA R I N G B R O S .

e SCOR P g ILTCRL ASEED Shgci o IS
TINGS. BLAST FURNACE LININGS. COWPER and QUALITYTEST TEEEAENDABLE

other HOT AIR STOVE BRICKS.

Coke Oven Bricks a speciality Write-DOCK WORKS, BARNSLEY
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Economical Heat
in the Workshop

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

SLOW COMBUSTION STOVES

J. BIGWOOD & SON LTD.
WOLVERHAMPTON.

ST36

LIP AXIS TILTING RO

STHN &ATKINSON

PARNELL HOUSE,
i 25 WILTON ROAD, WESTMINSTER, LC
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INGOT MBTALSr e “"°" e

TO GUARANTEED STANDARD SPECIFICATIONS

GUNMETAL - BRASS

E. AUSTIN & SONS LTD., HACKNEY WICK, LONDON, E.9.

COVPRESSCRS & EXHALBTERS

FOR AIR OR GASES

These Vertical double-acting crosshead type compressors are
built as single and two-stage machines for pressures up to 40 and
120 Ibs. per sq. in. They are built in a range of sires for
capacities up to 10,U00 and 5.000 cu. ft. per minute repectively.

For particulars c/ these machines and for other types trrite to : Ref. Y

REAVELL & CO., LTD,
RANELAGH WORKS, IPSWICH

Telegrams: " Reavell Ipswich.” 'Phone: 2124 Ipswich

Tel. AMHerst 2211

VITREOUS ENAMELLED
CASTINGS

ARE EASILY CLEANED, UNAFFECTED
BY HEAT, AND ADD TO THE BEAUTY
OF THE HOME

THE RUSTLESS IRON Co., Ltd.,

Trico Work* - - Keighley

FOUNDRY AND FACTORY

PAINTING and
LIMEWASHING

SERVICE

Immediate Capacity—Countrywide Service

©r

PAINTING AND DECORATING CO. LTD.

Ruby Triangle, ANin Regd. Office: SackvHle Sc.,
London, SEE 15 i £fFn Salford 3, Lane*.
New Cross 2187 Lttu* BLA 6098/9
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MONOMETER

MANUFACTURING CO. LTD.
SAVOY HOUSE 116 STRAND
LONDON, W.C.2
Telephone: TEMPLE BAR 9025

Inexpensive pattern equipment
for the jobbing founder . . . made with

FOSECO PATTRIT “607”

CASTING PLASTER

“The manufacture of aluminium pattern equipment by the pressure-
cast plaster process can be of considerable assistance to the jobbing
founder by providing inexpensive and accurate pattern equipment suit-
able for machine moulding, core-blowing and other mechanical methods
of production. ... It is in this field that the plaster process should

be exploited to its fullest extent.”
Extract from “ Foundry Trade Journal”,
June 11th, 1953.

Ideal also for producing steel moulding patterns.
Also for gravity casting aluminium duplicate patterns with diecastfinish.

LET US SEND YOU FULL DETAILS.

FOUNDRY SERVICES LTD.

LONG ACRE NECHELLS BIRMINGHAM 7

Telephone: EASc 1911 (10 lines) . [ ] Telegrams: “ KUPRIT” B'HAM 7

L.G.B.
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Craftsm anship

Unlike many crafts the basic principles of Pattern-
making have not been affected by mechanical progress.
To-day as ever the foundry product depends on the
foundation laid by the expert pattern-maker.

We pride ourselves on many years’ successful service
to the Foundry Trade and welcome all enquiries,
no matter bow complex or simple these may be.

Write or ’phone Central 4823

THOVEON & MACINTYRE

925 and 927 ARGYLE STREET, GLASGOW C.3

CLlMAX Tested
CHAINS

FOR YOUR

MECHANISED PLANT

EWART TYPE
GRAY PIN
STEEL BUSHED

CHAINS Etec-

OVERHEAD
CONVEYOR
CHAINS and
TROLLEYS

ELEVATOR BUCKETS - SPROCKET WHEELS

INTERCHANGEABLE
WITH THOSE OF
OTHER MAKES
WHICH YOU MAY BE
USING

Actual Manufacturers
JOHN KING & CO (LEEDS) LTD.
Climax Malleable Works, Leeds, 11
‘Phone* Leeds 7S414 (3 Lines)

Grams Malleable Leeds |1

WE know that
the electric pul-
ley block hoists
and overhead
travelling cranes
we make are
first-class  engi-
neering jobs, but
we don’tsuggest
that they can

double your output

One foundry wuser has, however, and all have
Increased production by using Matterson equipment
for handling cores and pouring.

The hoistillustrated above Is particularly
suitable for your sort of job, its creeping
speed feature enabling you to position
its load even more accurately than by
hand— the hand which tires so easily!
There are many more like it In the range
3 cwts. to 10 tons.

matterson limited

SHAWCLOUGH Tel 4194 ROCHDALE
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IMPORTANT /

TO USERS OF LARGE QUANTITIES OF
PERFORATED CHAPLETS

Send your enquiries NOW for
SPECIAL PRICES

WE CAN QUOTE YOU RIGHT

on admiraltyust F’E]SCp\I mm L-ID PATENTEES

suppliers™  various CLIMAX WORKS, COLESHILL STREET,

r BIRMINGHAM 4 ESTABLISHED
H.M. GOVERNMENT Phone: ASTON CROSS 1402 Grams: “ Precico, Phone, Birmingham ” 187 4
“HJEWSTAD ”
R ECIRCULATION
S YSTEM

Production D oubled

Fuel Consumption halved

by attaching
N.R.S. HEATING UNIT to each of

FOUR CORE DRYING STOVES
Units supplied complete ready for attaching to stove.

Sole Suppliers :

MODERN FURNACES & STOVES LTD.

BOOTH STREET-------rmrmemme- HANDSWORTH----mcmeomeemeeee BIRMINGHAM, 21

Telephone: SMEthwick 1591 & 1592 Telegrams: MOFUSTOL1M, B’ham 21.
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e« « WATSONS o e

(METALLURGISTS)

Ferro Alloy Powders9

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

All grades of Ferro Alloys

PULVOMETAL WORKS, MILL LANE, DRONFIELD
NEAR SHEFFIELD

Telephones: 3136-3137 Dronfield Telegrams: Cargo, Dronfield

MOULDING BOXES

SPECIALLY DESIGNED CHANNEL SECTION

Welders everywhere
prefer SIFBRONZE

i o )

becallljse it mafgsl
- 1

better welds >

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

BILSTON STOVE*STEEL TRUCK *
BILSTON PHONE: BILSTON 41921. STAFFS.

Write for full details and free co py of 'SIF- TIPS®

SUFFOLK IRON FOUNDRY (1920) LTD.

SIFBRONZE WORKS « STOWMARKET - SUFFOLK
Telephone: Sto»market 183.

Published by the Proprietors, industrial Newspapers Limited, 49. \Veliington Street, Strand, London, W.C.2, and Printed in
Great Britain by Harrison & Sons,

Limited, Printers to the late King George VI, London, Hayes (Middx) and
High Wycombe.
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MANGANESE BRONZE CASTINGS

We have a reputation for Man-
ganese Bronze and Aluminium
Bronze Castings. Can we help
you? We offer you a complete
Non-Ferrous Foundry Service.
Sand Castings,Chill Cast Phosphor V
Bronze and Gunmetal Bars,
Patternmaking, etc.

JTPRICEECOISS] e

NEWCASTLE-UNDER-LYME-STAFFS

Prox A Gwrt i Nowoule, Sofft. 68011 (3 lire.

ROOMS, CABINETS, BARRELS,

5HOT HOSES, NOZZLES

trafford PARK 207

Teieiriwi 3EORGC A"CHESTER
forrm =
BUY BRITISH MACH! tS
nbodhd B liants
Ufuv

ST.GEORGES ENGINEERS LTD., ORDSALL LANE, MANCHESTER.5
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CAPACITY 63 Feet
LOAD - 3 TONS

m Cleaned 'in 15 minutes

SUPPLIED BY

hotogra;
saon o RIRICHARDSONSSONS Ti
ESTABIISHID 1887 Itd ym /.
COMMERCIAL ST «Bl RMI NGHAMe| A aEk

TEISEN FURNACES The RIDSDALE LABORATORY M IXER
is particularly useful for preparing small experimental batches

of sand bonded with dextrines, core oils, etc.

FOR ALL INDUSTRIES SEND FOR DETAILS To—
RIDSDALE & CO., LTD.

KING'S NORTON BIRMINGHAM Newham Hall, Middlesbrough
T*I. 1 J6SS4-7



