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MACHINISTS RECEIPTS.

N IWELDXNG Powper.—Iron filings, 1000 parts ; borax,
Ammon;, ’ulﬁfim of COlmi}m, or other resinous oil, 50 parts;
Verize con, ,(110{ id parts.  Mix all well together, Leat, and 1»31]-

he ('Olll]'oslit‘i ely.” The surfaces to be welded are powdered with
the I’OWde} '0111, and then brought to a cherry red heat, at which
the fire ang elts, Wh(‘l} the portions to be united are taken from
be Lol int -'](imﬁd'. If the picees to be welded are too large to

he weldiy rl(" “'Ct‘d into the forge, one can be first heated with
to 4 whit, fi»PO“ der to a cherry red heat, and the other afterwards

¢ heat, after which the welding may be effected.
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C()‘ POSTT -
Imrts\;” ::1“1 10X Uskp 1 WeLpING CAsT STEEL.—DBorax, 10
togethey ¢ ;kllll‘mqma(‘, 1 part; grind or pound them roughly
care tg (.‘(jmt"'" fuse them ina metal pot over a clear fire, taking
the supfaer m{l‘? the heat until all spume has disappeared from
Teady to b hen the liquid appears clear, the composition is
ground o ]t)ioured out to cool and concrete ; afterwards being
POsition thd: ‘ue owder, it is }u-ady for use. To use this com-
"X]bresg(¢}1 }(, 621“&1 Lo be welded is raised to a heat which may be
welding ]m\",yl“ brlin;ht )‘vl]uw i it is then dipped among the
Sime d?‘gree ‘()‘1;1}, and again Placed in the fire until it attains the
the halmn,,“ 1eat as before ; it is then ready to be pliaced under

TeMreR e o
("“]leti“‘]‘n::,:\'” t’rlcx-:L Srklx(;s.~.'l‘he steel used should be that
Aftep l::;ld ‘1".8 fﬂr large work ;1(>r.smull work, ‘“double shear.”
n ol gy 'Qt]]{l}]g in the usual way, in water, or, as some prefer,
Slear it f)‘”“ Spring over the fire to get rid of its moisture, then
Smith’s fo. («Ar “;lth. tallow or oil, hold it over the flame of the

e equally §l{u:- passing it to and fro, so that the whole of it will

e, Tyice “"t“‘l, holding it there until the oil or tallow takes
then bioyw it 1e article out of the fire and let it burn a short time,
times if th; O“t-. This process may be repeated two or three
N0t heey pe lol‘clator fancies that any portion of the spring has
to it, “duced to the proper temperature, or rather, raised

- TEMpER NG
Side the sprin
ron req o,

SPIRAL Srrines.—Place a picce of round iron in-
&, 11arge enough tofill it ; then make the spring and
and gy th:;:xm ; when hot place them quickly into cold water,
8rease, and me a holut till cold ; afterwards rub them with oil or
e Spring ..HV(‘ them about in a flame till the grease takes fire ;
& Will then be reduced to its proper temper.
To SOF TN

With fuvf ]1115 ? 1‘_1“1‘1‘11&1:“; llzt;x.—W hen your furnace is charged
Uoric a0ig li“ al, get the fire up to a dull red heat, then pour
adding o 1, “1 over the coke ; use § pt. to 1 pt. or even 1 qt.,
softer, andful of fluor spar; it will make the metal much
CHiLLg . .
SOme ‘ll‘ti}cll)e : “_?3 — At Ll'ster_’s Works, Darlington, England,
¢ mudy h“{[illl‘ed turning in the lathe, and cast steel could
al tools, I:}In epot]lgh to cut them. One man pro]msed cast
¢ tried. Welle W as aughed at, of course, but his plan had to
¥ cut wl,.cas‘t.metal tools were tried, with points chilled,
Was turneq y, en cast steel tools were of no use. The article

up with metal tools.
TeMpERN
Spiritg of”x?iirLlQ“D For MiLL ricks.—Rain water, 3 gals. ;
alum, g € 3 oz. ; hartshorn, 3 oz.; white vitriol, 3 oz ;

s @ OZ. ; sal-ammonijac . . wi
}e Parings of hopsers llll(;f(;};f% oz. ; salt, 6 oz. ; with 2 handfuls of

red, arge i ) The steel to be heated to a cherry
to keep itg s%ug of this preparation should be kept corked tight,
rength from being lost by evaporation.

To Fipp

r“V‘—'TSc‘tI]\u:gQ,UARE HoLe.—Tofile a hole square, it is necessary
and the holés“for}( very often ; a square file should first be used
: Jinished with either a diamond-shaped file, or a

half round -
should be, - lis leaves the corners square, as they properly

To Ty 3
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hardey then) ip the uxos. — In lorge quantities - First,

a8 many ag copert Wl manner of hardening steel ; then place
contain)ing tiﬁ;n‘("}ent in a vessel containing oil. Heat the oil
off the vegse] m{‘:{ﬂl‘lng‘s until it takes fire from the top, then set
Dossess the require &tt:»tm(;(:eox} The springs will then be found to

.]iluck-lwd cructbles are
Teclay, mixed with trf
well dried, Yt not | ol
excellent smal] or p

made of 2 parts graphite, and 1 of
T into a paste, pressed in moulds, and
aked hard in the kiln. This compound forms
ortable furnaces. :
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A coop alloy for making working models is 4 parts copper, 1
part tin, and } part zine.  This is casily wrought. Doubling the
proportion of zine increases the liardness.

TeMPERING Razors, CUTLERY, Saws, &c. —-Razors and pen-
knives are too frequently hardened without thie removal of the
scale arising from the forging : this practice, whick is nceer done
with the best works, cennot be to too muck deprecated. The hlades
are heated in a coke or charcoal fire, and dipped in the water
obliquely. In tempering razors, they are laid an their backs upon
a clean fire, about half-a-dozen together, and they are removed
one at a time, when the edges, which are asyet thick, come down
to a pale-straw color. Should the hacks aceidently get heated
beyond the strawcolor, the bludes are cooled in water Tut not
otherwise. Penblades are tempered a dozen or two at a time, on a
plate of iron or copper, about 12 inches long, 3 or 4 inches wide,
and about # of an inch thick. The blades are arranged close
together on thin backs and lean at an angle against each other,
As they come down to the temper, they are picked out with suzall
pliers and thrown into water if necessary ; other bludes e then
thrust forward from the cooler parts of the plate to take their
place.  Axes, adzes, cold chisels, and other edge tools, in which
the total bulk is considerable compared with the part to he
hardened, are omly partially dipped : they are afterwards let
down by the heat of the remainder of the tool ; and, when the
color indicative of the temper is attuined, they are entirely
quenched. With the view of removing the louse scules, or the
oxydation acquired in the fire, some workmen rub the ohjects
hastily in dry salt before plunging them in the water, in order to
give them a cleaner and brighter face.

Qil, or resinous mixtures of oil, tallow, wax, and resin, are
used for many thin and elastic articles, such as needles, fish-hooks,
steel pens and springs, which require a milder degree of hardness
than 1is given by water. Gun lock-springs are sometimes fried in
oil for a considerable time over a fire, in an iron tray ; the thick
parts are then sure to be sufficiently reduced, and the thin parts
do not become the more softened from the continuvance of the
blazing heat.

Saws and springs are generally hardened in various composi-
tions of oil, suet, wax, &c. The saws are heated in long furnaces,
and then immersed horizontally and edgeways into a long trough
containing the composition. Part of the composition is wiped off
the saws with a piece of leather, when they are removed from the
trough, and heated one by one, until the grease inflames.  This
is called *¢ bluzing off.” The compositicn used by a large saw
manufacturer is 21bs. suet, and } 1b. of bees’-wax, to every gallon
of whale oil ; these are boiled together, and will serve for thin
works and most kinds of steel. The addition of black resin, abeut
11b. to each gallon, makes it serve for thicker pieces, and for
those it refused to harden before ; but resin should be added with
Jjudgment, or the works will become too hard and brittle.

To Repvce OXIDE oF ZiNc.—The oxide may be put in quanti-
ties of 500 or 600 1bs. weight into a large pot over the fire ; pour
a sufficient quantity of muriatic acid over the top, to act as a flux,
and the action of the fire will melt the dross, when the pure metal
will be found at the bottom of the pot.

To TempER TAPs ok REAMERs without S{m'nging, select your
steel for the job, and forge the tap with a little more than the
usual allowance, being careful not to heat to hot yor hammer too
cold ; after the tap or reamer is forged, heat it and hold it on one
end on the anvil. If a large one, hit it with the sledge ; if o
small one, the hammer will do. This will cause the tap to bend
slightly. Do not straighten it with the hammer, but on finishing
and hardening the tap, it will become straight of its own accord.

B s ) S ——

SIXTY-FOOT RAILS.

The Edgar Thompson Steel Works have filled an order for 60
foot rails. Several advantages are claimed for rails of this length.
They cost no more per pound than 30 foot rails ; and as two crop
ends are saved, the cost of production is considerably lessened——
no way of using crop ends #conomically having yet been devised.
The cost of laying is lessened ; fewer fish plates, ete., are required ;
and as t‘he han}me.nng caused hy the rolling stock in passiﬁ(;
from rail to.l'all is lessened by one Lalf, the wear and tear of
rails and roll{ng gtock must be greatly diminished. On bridaes
,t;,}lso, the Fttr}um w11}] be ﬁef}‘)tly reduced.  The practical rusults 0;
he use of these ratls will be awaited with considerable interes
e e Teatrond Doty waited with considerable interest.




