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| ot beef, all theroughly cooked and ready to slice for
able, and cach ham or piece of beef securely wrap-
Y Jinone or mure thicknesses of heavy brown paper, so
k(o be sale from flies o dust.

B 12 ibe factory of which 1 speak, several sizes of these
se nere made 10 suit the size of the retailers’ orders,
from these boxes up to large heavy pork box, for
o dry-sated pork, all were being made at the same
It may be noted here that the size of the box often
ssomething to do with the quality of the lumber used,
o, such is the range in quality, unless a piece of board
salarge, loose knot in it, or some other Kind of & hole
B 2 rotten pive e 100 soft to hold together long enough to
Iy carry its contents 10 some distance, little or nothing
ix'i» wasted in the making of the larger or coarser
e S0, when it board comtes to the cutting bench, it
B s but 2 glance for the cutter to decide what to put
gt cutinto.  1fhe bas a clean, solid picce he can
aoff without mvolving wiaste in the next cut, he takes
far some size or quality of box requiring that kind of
k.

B The next prece may be too poor Lo accompany the first
Ricce, or there may be a loss on it, ar a spot that must be
tout.  But, even in this respect, the cutter does not
. c2y5 do the vutting out, as perhaps it miy be better
1ce nhen the picce passes to the rip saw, to size up the
ates, top and bottom of the given box, so he may leave
e defecine parts in, simply cutting the right lengih,
B cocoding uport the man at therip saw to make it good
’ megh for the box for which he designs it.  1f the cutter
15 pot sizes enough on his list or on his orders to use up
B2 ke picces he is obliged 10 make, those picces left are
.t on the carner to some other part of the shop where
ey are carefully piled up and marked for future usc.

Before gettings thus far, I ought to have said more with
E-cqard to the thickness of stock.  Far instance, the bulk
4ibe lumber bought for any box factory is sawed onc
B4 1hick, or, really, an inch and one-sixtcenth, although
were is a good deal cut that is barely an inch thick.
f\ext comes stock one and onc-quaster, one and onc-half
fidivo inches.  The box makers buy but little over two
Ractos thick, altliough occasionally some is wanted for
srecal purposes, usually to be resawed into scveral
B taess of thin Jumber, which can be obtained in no
SLeeway. As a gencral rule, the saw mills make but
&1y little lumber, suitable for the box makers, whichis
eder one inch thick, although, in xome kinds, like poplar,
B r00d, cottonwood and gum, the box makers get
oxe or loss of the low sortings of thin stock, cut per-
b;s for othier purposcs, but which is too poor to ship for
1zptbing but boxes.  In cortonwood and gum thercis,
lioudes, considerable cut thin purposcly for the box
zaters, but, at the same time, very muchof both kinds
2 wood has 10 be resawed for the smaller and finer
i \ores.

§ bk the bulk of the onc-inch lumber bought by the
B \umakers is used full thickness, after simply dressing.
Tuy buy the inclirand one-fourth and inch and one-half
g i: d¢ rexawed into 1wo, three or four thinner picces.  As
Itave already wtid, the two-inch and thicker is almost in-
rmbly bought to be resawed, but, of course, some two-
b stock, as well as some of the thinner kind, the inch
Fisdadalf and inch and a-quarter, is used for making
cats, of which more will be said later on.

To retum to the regular process through which the
flomber goos - Ttmay be said that, usually, after leaving

BB - cotting-up beneh, it goes to the rip saw, where the

b oer takes atic, two or more picces of the cut-up lumber
B xlc by side, rips off cnough from the last piece to leave
¥ e nhole just wide enough for a top or bottom or side,
B 23, pechaps, at the same time, the picces for the ends,
B nvitiag just enough together 1o make the parts of the box
f ceady to nail up.

Here, again, is a great chance for saving or losing.

i %.5cre tvo, threc or more parts are required for a side or

B \etom, thie ripper 1nust be able to lay his hand on a last
e that shall so nearly answer the purposc as to re-
j yre the least amount to be ripped off, or clse he must
| take a prece a0 wide that after ripping off what is needed
E 7 the purpose, he will have a piece left to go into
f > next ade or whatever he is making. It also depends
Jnbim 1o cut out the defective parts in the boards
K vihect wastng any of the jrood lumbier.  He may some-

g 2o beothized to cut out such a wide picee from the

g <x'dic of the board, in order to get rid of a bad defecy,

& ==bich case lie sends the picce cut out back to the cul-

g <2 man to be cut over for a smaller box.

It is plainly 10 be seen that there must be a man of the
best judgement at the rip saw bench, as well as at the
cuttimy table ; for between the two men, more than any-
where else in the mill, lies the making or breaking of the
concern.  Between them more than anywhere else in the
shop, after the buying of stock, lies the portion of profit
iud loss, provided always the man who makes the price on
the finished vox has figured preperly.—Packages.

SAW GRINDING.

Tug following suggestions are taken from the Timber
Trades Journal, London, They are contributed by M.
Powis Bale, M.E., author of several works on wood-
working methods, and ace presumed o represent the
latest English practice :

For many years after the introduction of emery wheels
or discs, a prejudice existed against their use for sharpen-
ing saws, and, 1o some extent, this prejudice still survives.
It arose chiefly from the fact that many of the wheels
made were unsuited to their work, and the user had little
knowledge as to their proper management.  In the follow-
ing paper some hints will be given as 10 heir manage-
ment, which may be found serviceable to users, and al-
though these remarks relate cluefly to emery  wheels for
sharpening saws, they can in most cases be equally well
applied 10 emery wheels used for other purposes.  In the
first place, it is important to secure an emery wheel of
good quality, and of atexture and hardness well suited to
the work.  This is not so simple a matter as it may at
first appear, owing to the quantity of cheap, inferior
wheels—chiefly of continental make—with  which the
market is flooded. .

For saw-sharpening purposes a moderately soft wheel
should be preferred, sinee it will cut quicker and heat and
glaze less than o hard ones it will, however, wear out a
little sooner.  Some wheels are harder on their surface
than further in, and they do not cut their best until they
are worn a jittle, but the best class of wheels may be ob-
tained of any required degree of hardnesy, as it is only
necessary to vary the proportions of the compound used
in their manufacture.  Sometimes i good wheel will be
condemned ais bad when the fault may arise from its being
unsuited 10 the work it is used for, or it may have been
run at an improper speed.  In establishments where a
varicty of work is donc, t will p1y well to have a fair
assortment of wheels, and not make one do duty for all
kinds of operations.  \When the wheel is sccured, before
mounted it should be examined to sce that it is perfectly
sound. Thix may be ascertained by tapping it lightly
with 2 hammer ; if sound it will ring, if it does not ring it
should be closely examined, andif any cracks or flaws are
detected, however slight, the wheel should be discarded,
as it would be dangerous to work.

To lessen the chance of accidents lrom cracks, the
manufacturers of some wheels insert in them 2 web or
webs of brass wire, proportioned in strength 1o the size
and weight of the wheel.  They claim that the insertion
of the wirc does not in any way affect the cutting power
of the wheel, as it wears away in advance of the cmery.
The wheel should be mounted so that it fits casily on the
spindle, and thus bave room to expand should it become
warm. Large washers or flanges, say about one-third
the diameter of the wheel, shiould be fitted on cither side.
Thesc arc preferably made slightly concave on their
inncr side, and a 1hin picce of packing—rubber or leather
will do very well—should be placed between them and
the wheel.  Care must be taken that they arenot screwed
100 tigatly, as the wheels are liable to crack, cespecially
if a lttle warped, and they are then, of coune, exceed-
ingly dangerous.  The saw-sharpening machine in which
the wheels are run should be well made and substantially
buill, the main frame being cast in one picce. In the
best machines the ecmery wheel is mounted on a small
stec) spindle runping in bearings or centens fitted in 2
counterbalanced swinging carriage. This carriage is
brought down to the saw by hand, and, by mecans of a
quadrang, ¢an be set at an angle to give any desired lead
1o tooth ; stops are also fitted to regpulate thedepth of the
gullct and the pitch of the tooth. The countershaft is
usually placed at the back of the machine, and the band
(belt) giving motion to the catcry disc passes over an idle
puiley and then directly on to & small pulley on the emery
dise spindle.  [u the place of single pulleys the writer
strongly recommends the use of adjustable pulleys of
different size, or small cone pulleys, so that as the whecl
wears Jess in diameter its speed can be increascd in pro-
portion.

The question of speed is a fictor of immense import-
ance in the successful working of cmery wheels.  The
best cutting speed wall vary somewhat in wheels of dif-
ferent charieter 3 but o speed of from 4,500 feet to 3,500
feet per minute at the periphery of the dise wil) usuilly be
found suitable. A speed midway between the figures,
siy §,000 feet per minute for the 12-inch wheel, which is
geacrally used in sharpening saws, mity be aecepted as 2
standard,  When the wheels are worn down consideriably
in dizmmmeter o smaller set of side washers may be sub-
stituted.

For sharpening saws, wheels of 2 thickuess of three-
cighths to three-quarter-inch, with a dicumceter of 12 inches,
will be found the most suitable sizes.  1f a1 deep gullet be
required, & moderately coirse grit wheel shonld be em-
ployed, and for topping and finishing the teeth, a fiue
writ whee! used 5 the teeth shiould not  afterward be
touched with a file, as some operitors will persist in
doing. It will pay well to litve & set of emery wheels
mounted on different spindles, so that they can readily be
slipped in and out of the machine,  In shirpening saws,
in fact in any kind of emery grinding, the pressure of the
wheel on the material to be removed, or vice versa,
should belight. It is it very cerroncous idea that heavy
pressure produces capid cutting ; it simply  results in the
glazimg of the wheel and the hardemng or buraing of the
teeth, which will often crumble and break at the points
when in work.

The teeth of sievs should never be allowed to get short
and stumpy, as they will do less work and tuke more
power to drive, as the saw has a greater tendency to
bind owing to the want of sufficient room in the gulfets
for the sawdust to esciape rapidly. I a saw his been
badly kept and it is nccessary to remove much metal, ine
stead of forcing the wheel as hard as possible on the
saw-plate, and making it become red or blue from the
heat, the operation should be lightly repeated severad
times in succession.  With the object of preventingg the
case-hardeningg of the teeth points, sometimes & jet of
wateris allowed to play on the tooth being sharpened,
but with ordinary skill and care this should not be
necessary.

In America deep gullets arc often cut with a milling
cutter arranpred with an automatic feed, and o stop -
justment to regulate the depth of grullet ; but i « saw be
kept n proper order the use of this tool is unnecessary.
The same may be said of the fly press sometimes used in
this country, which, in punching out deep gullets, often
springs or cracks the saw plate, and is at the best a very
bad practice.

STEAM PIPE COVERING.

A NovEL method of testing the efliciency of coverings
for steam pipes clecttically isin use. A section of the
steam pipe s heated clectrically by means of a coil of
wirc in oil within the pipe.  The antount of enerygy neces-
sary to keep the pipe at a definite temperture is meas-
urcd.  Since the energy supplicd s just cnough to main-
tain @ constant tempertture, it must therefore cqual the

hicat lost from the pipe. Hence, from the clectrical encrgy
supplicd the heat lost from the outside of the pipe can be
calculated. The new method, which wis revently de-
scribed by Prof. Chas. L. Morton before one of the
American learned socicties, would scem to be worthy of
attention.

CAMADA’S COMMERCIAL AGENTS.

FoLrownz ¢ is the official list of Canadia’s Com-
mercial Agents in Great Britain, British possessicns and
foreigm countrics :

J- S. Laske, Sydaey, N.S.W,, agent for Australasia.

G. Eustace Burke, Kingston, Jamaica, agem for
Jamaici.

Robert Bryson, St. John, Antigua, aggent for Antigua,
Montserrat and Dominica.

S. i.. Horsford, S1. Ritts, agent for St. Kitts, Nevis and
Virgin Islands.

Edgar Tripp, Port of Spain, Trinidad, agent for Trini-
dad and Tobago.

C. E. Sontum, Christiania, Norway, agent for Sweden
and Deamark.

D. M. Rconie, Buenos Ayres, Argentine Republic,
agent for Argentine Republic and Urugruay.

In addition to thar other datics, the undermentioned
will answer inquinies relative 1o trade matters, and their
scnices arc available in furthering  the interests of Cana-
dian tradens .

J.G.Colmer, 17 Victoninstreet, London, S.\W., England.

Thomas Mofiut, 16 Church street, Cape Tawn, South
Africa.

G. H. Mitchell, 15 Water strecet, Liverpool, England.

H. M. Murray, 40 St. Enoch Square, Glasgow, Scotland.

Harrison Watsona, Curmitor, Imperial Iastuute, London,
England.



