
producer empty uud cold. Ouly two men were allowed to atari each 
plant on trial. The results were as follows:

Capa-
Builder of Plant l“'art'0

Campbell Gas Engine Co., 18 13 min.
8 17à

24 151
Industrial Engineering Co. . 10 Started but was compelled 

to stop because water was 
shut off at main.

National Gas Engine Co,.. 20 48 “ Excessive time caused by 
defective igniter.

10 15a “
Messrs. Tangyes, Ltd.......... 21 16 “ ‘

12 m

These tests were all made starting with the producer cold. The 
average value for a small plant is about 15 minutes. But in actual 
practice the Are is banked up when the producer is not in operation 
as, for instance, when it stands over night. When this is done the 
engine can be running in about seven minutes from the start. 
According to Mr. J. Emerson Dowson, the stand-by losses due to this 
banking up of the tire amount, in a moderate-sized plant, to about 
three lbs. of coal per hour.

Comparison of Steam and Producer Plants.

Dealing with efficiency, the adjoining diagram shows very clearly 
the values obtained from three characteristic plants.

Column 1 shows how the heat is used up In a modern steam 
plant of 250 H.P. The total heat contained in the coal was 
952 B. T. U. Of this there is a loss in conversion of 20%, much of 
the heat in the fuel passing up the chimney. There is a further 
loss of 10% in the feed pump, in condensation, and in radiation. Of 
the remaining 70%, 571% is lost in the engine exhaust; and after 
makingfcan allowance for friction losses, we find that out of a total 
of 100%, only 10% is converted into actual work.

While this value of 10% may be obtained in test, in actual every
day practice the efficiency will be still less.

Column 2 shows how the heat is used up in a pressure producer 
plant of 250 H.P. There is, first of all, a loss of 251% in 
radiation, in ashes, in gas coolers, and in steam boiler. Of the 741% 
which goes forward to the engine, 33.2% is 1 ostein cooling the engine


