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MEMORANDUM

R | /”’li“b' 1. 0/0
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DATE _re j__ /_KZ.____
eram: M. Wa o

. SUBJECT:
SITE - C ALTERNATE
novE: 1 RANE  Comm p.-..;l _ NAME 2
c1Ty: _La Cmu_s STATE: .._"_"2:1:_-. >
OWNER (S)

Past: :’-k A & p Current:
Qwner contacted [ ves J{no; if yes, date contacted

TYPE_OF _OPERATION

[0 Research & Develcpment O Facility Type
Pruductzcn scale testing 0 Manufacturing
,B/P11cst Scale O University
0 Bench Scale Process 0 Research Organization
0 Theoretical Studies U Government Sponsored Faclllty
g Sample % Analy-_ﬂs O Qther
O Production
O Disposal/Storage
TYPE OF CONTRACT
0 Prime . O Other information (i.e., cost
O Subcontractor + fixed fee, unit price,
O Purchase Order time & material, etc)

Ccntract/Purchase Order # ﬂ"“— (meT ‘:ﬂﬁj Ju_b_ fp_au’vn.}xk\

CONTRACTING PERIOD:

OWNERSHIP:

AEC/MED AEC/MED GOVT GovVY CONTRACTOR CONTRACTOR

QWNED LEASED QWNED  LEASED QWNED LEASED
LANDS O O m| O Jags O
BUILDINGS 0 O O O /a/ O
EQUIPMENT o 0 0 O - O
ORE OR RAW MATL (J O O g OO0 O
FINAL PRODUCT O O a (] O O
WASTE &% RESIDUE [ O 0 | [ O




LEG/MED INVOLVEMENT AT SITE

Contriol A?(A G Héai th Physics Protection
0 AEC/MED managed rations O Little or None
C AEC/MED responsible for ' C REC/MED responsibility

accountability ~ C.Contractor respansibility
AEC/MED averviewed operations : '
Contractor had total control
unknown

oon

MATERIALS HANDLED'

Type {(an basis cof records reviaswed)

% Neo Radicactive
0 Matiural Radiocactive from Feed Materials Production

Cre
O Refined Sourca Material
0 Residue
O Natural Radicactive Material from Non-Nuclear Activities
0 Man—-Made '
C other

Comment _ Lomp _é_a/___ ..r_a.J_ot_qaﬂ_ A Luersavrs_ Coms
Sued _adlecpsa. sk ok Toe mET Ian_

Quantities {(on the basis of recards revxewed)

)z( None O Production Quantitias
O Small Amounts

Comment ~o e L_.,:A___—{___i‘:‘ _ Uvran wwn ‘-J_!J'_l_'(_

OTHER PERTINENT FACTE:

[ —— —

— Facility was Licensed

T During AEC/MED-Related Operations
0 Feor Cimilar Activities
= Fcr Cther Ac‘1v1t1e5

(W]

Commercial Production Invelving Radicactive Material during AES/MED
Operations

(W]

Facility was Decontaminated and Released
G Availability cof Clcse Cut Rec:rds
XNcne C Some O Sufficient

Radicactive Status:
YES MAYBE PRCZAELY NOT

NOT
Contaminated — —— ’x,
Pcoctential far

Expcsure '
(accessibla) - _15(




QUANTITY OF RECORDS_AVAILABLE:

% Very Little

g Same

O Sufficient

PROBABILITY OF FINDING ADDITIONAL RECORDS:

O Possible

f Low

RECOMMENDATIONS:

% Eliminate

O Consider for Remedial Action
. Collect More bData

Comment _ TL-‘\L S Ao £_4:__J.‘l,p ‘\'N

AMatennl Foe s AES

REFERENLES:

O High

_f_‘:._‘g__g:lf_ Lb.‘h.' QAJ- oah.‘z'u-{

“A el

summery  _TRAvE _Alco _sopplied omcfovbion malewad. fo ok _

Eidee welen Cokemb AT d0-loi3e9 (Mo Ladioslve rrafenil)

(en.l, 1950k
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DATE  FILE} FROM 10 ‘ SUBIEET ‘ SITES EDX &
12/25/43 3.1000 COLLIG, P. JOHES, K. CAN BASE THICKMESSES TRAKE 0., PHL & BEEKNAN L

02/05/44 3.1CHD DMELL, B. HAINES, E, PROCESS FOR MNRFRACTURE OF 35 MIL ALLMINM CANS TRANE COMPANY, 1aCRDSS, W1 13



Deceaber 24, 1343

X, G, Jones

P, E, Collins

CLASSIFICATION CHANGED

WL
Autharity of u'sykE}g?fwt

Can Base Thicinesses

. S

Ae you hnve probably notleed, raperts on gauge morsurecaents
of cona in the past have omitted cmn base thicknesses, At
the tims these reports were submittsd, it seessd inadvisabls
to mearurv besec thicimsas since the majority of thea had to
undergo cubesquent gizing operntions at Site B, The following
moaguromerts have been obtzined by seoctioning some cans in
each of tho lots recelved and taking micrometer msasuresonts
for these dinenszions,

Averags base thickness _ 48,5 Mils
& Begicaan Quipide
(Before sizing) . . 58,7 *
' (After sising) o 38,2 *

In the future, all gsuge raporta on cuns will inelude the
bottom thickness measurement since a mundrel 1s now being maide
which will enahle very accurats measurgmentz to be talken with

our prement gauges,

Pnul B, Collinl
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pEeL e Bl iinines ‘ Februwry b, 1944
S Ll T
LR Cevocess MJov Harufaetwre of BS M1l Aluminum Cuns

veen developed in conjunciion with the Teune Compeny
25 been uced udLCES£fullY in prouvﬂlnw sbout ) cons.

21 chlafes are necessary in order to held the tolerances

u2 or winus LO0L" on outside diameter nad plus or minug LOJJEW

Ch $ are necessary because the process was develoned {vom
20 mil and 2 15 mil cm,

inc prucwss consilsts meinly of six cupping operation: and two re-drawing operaticns.
nocupnlng operahionr no reductions in woll thiclmess are effecicd, while tho
niaseter Le reduced. Im re-drawing oper:tions wall thickaess ic reduced along with
¢ very ninor reduction in diumeter. Operations arc as follaows:

(1) Llank Dise - This aperation consists of shearing o romd blond from obmls
voiled sheet stock .051% thick., Blenking die diameter 6.250". Blunking punch
diavster 6.250%, (must be £it to die.)

{2) lst Cup - Thie operction consists of forming the blank dise into a cup of
JOM outside diameter by about 1.9" long., This is asccomplished through the
use of 2 poot or very short punch und =» specizl die. £ pressurc pad is
reguired so thai the poterial viill not wrinkle during cunning ang, therefore,
the post is usually mounted on the bolster plate of Lhe presc since the
sreczure ved Lo most ensily mounted below the bolster olate. Cerrerpondinzly
rhe die ig nmounied in ftne cross head or rum and oner:ates sgainst tho pressure

Wy

pad, dany differs types of & ar ossible, degending upon tie nrast Lo
I i 1y G fferent iyp T set up are poesible, der 7 upon tic

ke voed for thie oyeruu*on. Dinmeter of die %.55027. Diamcter of punch, or
LY 2 ANNAn .

wing the outoide dizmoter frop T.87

CLASSIFICATION CANCELLED : up?rox‘mmt Ly f.6%, %irnc;ar o die
tbion in diuametor is= 1455,

.~ FEB 27 1989 | : ’

Aicmic Enorgy Cermisgion

wing the outside diusnater from .00
T aporozimotely 2.4V, Diumater of die
:tlon in diameter is 17%.

Go. RO L sarrean

- R G ALNISH

IV ol e Sy . . PR
fr‘% Chiar, @3ci5¥§§$§§§é2::ﬁ°* the {1ning the outslide diznetor Prow .57
8L - ton Branch ¢ en;th of spprozimutely 2.7%. biaeter

i,

L T+ ceewa”. . Reduction in diamcter iz FO%.

w1 Ve shnould .
ey 1 7 T \
LG LERTOVE L. - wing the outglue Glometsr frowm #,0800

i+ yra i 1.cl
in wail thicka ] .ength of avnroxinztely 5.757.

the punch 1.575". Reducticn in
{3) Evar up the work o put. ;

mercenl reducticn 2

thg 4th pup the percen leing the ocutsid

s only @0, 1 inneter from L.5880

e P‘r r ) I - . .
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10; I, B. ilaines

SEdy G, AL Enelld

LE: Process {or Hanufdcture of 25 Mil Aluminum Cans

Tac following process has been developed in conjunction wilth the Trane Compeny

ol LuCresce, Wisconsin and has been used successfully in producing about 500 cans.
dovever, certain minor chaizes are necessary in order to held the tolerances
ceslirad, that is, plus or minus ,J01" on outside dismeter and plus or minus .0J05"
on wall thicknessz. OChonges are necessary becsuse the process wus developed from
toolz alrendy made for a 340 mil and a 15 mil cun,

The precess consists mainly of oix cupping operations and two re-drawing operztion:.
In cupping operations no reductions in woll thiclmess are effected, while the
Giameter le reduced. In re-drawing operutions wall thickness is reduced along with
& very minor reduction in diometer. Operations are as follows: :

(1} Dlank Disec ~ This operation consists of shearing a romné blonk from stundard
rclled sheet stock .O5L" thick. Blanking die diawmeter 6. 250", Blanking punch
diometer 6.250", (must be fit to die.)

(2) 1lst Cup - Thie o§srntlon consists of forming the blank dlsc into a cup of
2.500" outsidé dlameter by about 1:9™ long. :This ‘Ls accomplighed through the

use of 2 post or very short punch ahd a special die. 4 pressurc pad is

required so that the material will mot wrinkle during cupning and, therefore,

the post is udu31lv mounted on-the bplster plate of ihe press since the JRp—

pressure pad 1s most easily mounted below the bolster vl:ite. Correspondingly

the die ic mounlea in the cross nead ‘or rum and operuntes against the pressure o

pad. Yany different types of set yp are poasxble, deaendinv upon the press to

be used for this operution. Dldme x,of die %,5090. D*amotew of puaich, or

post, 95,4007, i; P TP . e

"
>, v,

-t

——

g _Cup - This opération consists of réducing thé outhide dismater from .07
to 3.0% giving & new cup with = length of upproximately £.67". bUimacter of die
3.0077, Lianeter of punch 2.828". Reductlion in dlameter is J_N.

-
nl

14} Lxd Cup - This operatlon consists of reducing the outside diumeter froa 1.0
Lo 2,8 plving a new cup with a length of approximaotely 2.4%, Diomester of die
7.50%", Diameter of punch 2.420", Reduction in diameter is 174.

{5) 4th Cup - Thiv operction consiste of roducing the outside dismeter from .5"
to £.062" givin. another new cup with 2 length of cpproximately 4,2%, Liuneter
c¢f die 2.082", Diecmeter of punch 1,962", Reduction in diameter 1= £0%.

{8) 5th Cup - This opera%ion consists of reducing the outside diameter from £,0827
5 1.625% giving another new cup with a length .of approximately 5.75".
Dicaeter of the die 1.625". Diameter of the punch 1.525", TReduction In
diumeter is 21%. ‘

(7) 68ih Cup ~ This cperation consmats of reducing the outside dinzcter from 1.625"
to 1.484" giving another new cup with a length of approx;mntelv £.8%, Diumeter
of the dis-1.484% Diemcterof-ths purch TTEeLT T Rede tTen I F1aEeY
i

Th‘is document contains mformauon affecting theAn'atioml




'y

(8) Yagh - This operabion consists of hund washing the cups in hot water to
rzmove stripping chips.or zny forelyn matier that may have accupulated. :
This is nocessory from o quallty stﬁndroint, cinece such materinl contaminates .
dles, cuuses excessive loading and gpoils the finish of the final can.

{9) st Be-dyaw - This operstion consicie of reducing the wall thicknese by 5%
and the outside dicmeter by OL7" giving a cen with 2 wull thickness of
approxinately ,045" and approximately 7.5" long. Dliameter of the die 1.487M.
Diameter of the punch 1.377", Reductwon in wall thickngss i 10%.

"19)  2nd Re-drav - This operation consiste of reducing the wall thickness of the

con by 010" and the outside diamcter by 027" giving a final con with un
outside diameter of 1.440" and a wall thickmess of .035" nnd a lengih of

5.75". Diometer of the die 1.4415", Dicmeter of the punch 1.470", It is to
be noted that on thls final drawing operztlon the diameter of the die is
aaproximately 201" over the final eize of the finlshed can, This is necessary
because in the drewing operation the punch expunds..from heating and the cans
are algo heated during the drawing operutiaon =nd contract back to l.-éD" after
cooling. Reduction in well thickness is 22%.

11) Irim ~ " This operntion consists of trlmning the can to the desired length by
rotating tha' ecah (mounted om an arbar) in contact,rith & cet of rotary cutters.
Final 1ength is 8.78&", . - - : , -

12) Flatten the End - This oneration ¢ 'qiute of squering up the end of the erm | e
" and removing the radiues left In the,corner of the bottom by the finzl draw h '
" pubpch., This 1s accompliwhed throubh the use of = zpeeial foraing dle und
" ouneh, eaching having a very smzll ‘corner radius. - It is poscsible to extrude the
end of the can by this &qthod fbrce anterisl from the end into the cide
walls so that eny desired th¢cxnesh:of bottom can.be obtuined. This #e cnlled
neoinfiizt. Diomster of die l 441"L Diameter of the punch 1.85zm,
\ . \ ..
In zensral, cmns produced with thlq method viers uatiolactoﬁy, although taer priks
considerable variation in wall thickness of the final can. This variatlon was not,
ton serious; héwever, cousiderable improvement in c¢uality oan be effected by making
soveral wninor changes ln the process as follows:. C

s ey Sl e gy

(1) Vvie should use .084" standard rolled stock instead of 051" and moke the
corresponding changes in punches and dies. This will allow waore stock for
trimming, provide for more even draws and emable us to hold the wall thickness
to a clesor tolerance.

(2) Ve should zdd a very small amount of drawing on each cupping operation in eorder
to improve the variation in wall thickness. Approx1mrte iy +O0L" reduction
in wall thickness will be desirable for zsach cupping opsration.-

{3) Even up the work cdone during each cupping operation. It is noticed thet the
percent reduction froam the lst to the fnd cup is 14%, vhereszs on the 3rd to
the 4th cup the percent reduction is £0% and on the 5th to the 6th cup the
reduction is only 9%. By smoothing out these operations so that ithe percent
'"‘dmmﬁvjqu°oummhdequ.mﬁuwmangraJm-neem,uzbm(mpcm h
s Kept to & mininom, :




(6

(1)

{4)

(8)

-~
~J
N

(3}

in order to improve the finish, it will be very deslrable to ihclude-severul
saghing overatlons to remove all chips und forelgm matter. The material is
covered witha Jubricont after each operation and plcks up dirt very easily

wpich conbaminates dies on the next operation gnd egpoils the finish of the . -can.

Tt will also be dasirable to include an extra trimming operation after the
£irst re-drsv. In ever case of re-drawing, the wall thickness of the drawm
can will very considerably at the very end of the druw, while it will not
vary so much 1" to 2" from the end of the can. This trimming operation will
nelp stobilize final waell thickness of the finished cam.,

e should re-distributec the amowmt of reduction an the drawing operatione so
that the major pert of the totul reduction is done on the first re-drow. In
the present process, the first reductlon in w2ll .thicknosa is only . .073%H,

vhereas the reduction in the final ro-~draw iz .QWO", The final woll thickness
will be nore eacily cstobillzed if the percent of reduction in this case were
reversed.

firal pyodess then should be as follows:

Blank Pise - Thic operutlon will be ‘the sume ne before 2nd will consiot of
chearing a round blank from standard rolled sheet stock .064“ thlck, g.250"
dlameter. Punches and die vill be.thc coms, _ .

lst Cup - This opcratlon will consiﬁt of forming the blank disc into 2 cup
7,5031 in outside diamcter by approximdtely an 1ong .Diameter of the dle

‘ 'z.swv Diameter of the post. u.dw .

nd Gug Thic operation will con ist‘of reducing ‘the -outside diumeter fron
2,57 to 2.0",™and the wall thlckneéq from .034" to .062", ziving a now cup
vilth uﬁlengtn of upproximately 7.7", ‘Diameter of tue die 2.000%. Dizmetor
of the punch 2.874". Reduction in diumetor is 14%.

Sed Cun - Thie operation consists of reducing the oubtside diameter from I.09°7
to £.530% and the wall thickness from 363" to 052" giving 2 new cup approxi-
mately 5.5" long. Diameter of the dile 2.530", Diameter of the punch 2.4038".
Reduction in diameter is 15%. :

Ath Cup - This operation consilste of reducing the outside diameter from 2.5%07
ta 2,130" and reducing the wall thiclmess from 068" to .08L" glving a new oup
with & length of aporoxinstely 4.6%". Diameter of the Lie £.170", Dlmpeter
of the punch 2.008". Redudlon in dicmeter ie 16

| 5th Cus - Thlw operztion consisgts of reducing the outsiﬂe diﬁmeter from £.170"

o 1,790" and reducing the wall thiclmess from 281" tq .060" ziving 2 ncw cup
approximately 5.75" long. Dismeter of the die 1.7923". Liamster of the pumch
1.6879", Reduction in diamcter ie 16%.

gth Cup - This operation will consist of vcducing the out"Lde olimeio* _from

“1,790¢ £o7L.510% and redhcidig ¥he Vall fhicknes: irom .O030" to s siviag a

wev cup approximetely §.9" long. The dicmeter of the die 1.519%, Vitmeler
ol the puncb 1.708%, Heduction in dinmeter is 16%.

e s P
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(8) Rdga - This oaeration v:ill be the same as before, using hot soapy waher.
{9) lsh Re-drsw - This onnkanion consists of reducilng the wall thickuess o? {he
cup from .0591 to 043" giving o cma approximately 9, 7“" long. Yizmeter
of the die 1.467", Dinmeter of the punch 1.28L", Reduction in wall thick-

el

ness is 2Twe.

(19} Trim ~ This will be the same us the other trimming ‘eperutions and will
coasist of btrimming the csn to ¢ '3Dro‘cima.tt,1y 8.5" in length,

(11) ¥ash - This will De the suma as the nrevioug washing ocemt:.on' and 1s
necessary te maintain quelity of the finish on the final can.

-(12) #inal Re-draw - Thls operation will consist of reducing. the wall thirfasss
nf the can from 043" to 035" and reducing the outcide diameter to «.140"
and will give 2 new can approximately 10.5% long. UVimmeter of the .le
L A4LEY, Dia.meter of the punch 1l.4735", Raduf:tiOn in wall thicke.go i 9.

"
*.-J
e

el
-3

rim - This operation m.l.l be the same as prcvmu. trimming operciions und
will con.slsr. of trmming tha can to 8.75" du 1enuth

m. .

{14) F'lﬁtten the Tnd - This. o*;eration 'vi‘}.l be: the' m:m as- befora. ' N

The nroceee oublined nbove will groduce °1ttuf'*ctot'y cans v'ith tolapraces of plus

or nins J00LY on the outside diameter ang plus or alnue 095" on Ve wali. thick- L e
nezz, This process is recommanded for tho future if amy lurge swwtliy of cinp is
to be manufactured. However, for experifental purpos¢s the precen’ prociss is
zatisfactory and the cost of new nunchg,am and dies prohably would rot be [usti.f:.ed.

s o il S Yy

PR

Inspactlon of the cung recently nunufub ‘cured inddcates that it would be :mite
desireble 1,0 nrovz.de an’ annealing oper a‘blon after the 5th or 6th eup to relisve
polid workiny strains preduced by the cuppi.uc, operat.t.ons. Hoviever, it 1z quite
ceseibie that this will not be necessary with the naw cwping opeeationg propesed.
i ;.,-_per.z.::u,nta.l work should be donedlong these lines, liowever.

Aty

Turing the menulacturing process, the following points should be kept in gmind:

) must be set up perfectly straight amd st ripht =angles to the bel plate
" th p cgs @nd must be perfectly centercd with revpect to the diss.
‘:.‘:.!.-;'.r.: st Lo kept very gnarp and very clean., Sharpness ls necessary in order
o b'n-n: ilic cens from the punches, while it 1S necesspory to keep them
clean to prevent aluwinum chips from piling up on the drawing land.
ups and cans rust be kept very clean as they are fed ‘intec the cupping :nd
drawing oncrutionc, Tals is necessary to keep dle londing at o miaimum,
and to maintadn the finish of tho can. If facllities are availsble, it
ig recommended thut material be washed praceding each operation.
Plenty of lubricating oll must be provided for .each operation, particularly
the drawing operztions. Lubricant chould be SAE #10 oil mixed with 25%
t.o 50% l?.I‘d oil, or on cupping opemtmns, ﬂtrnifrht lord oil may be used.

PL‘-.ncl

(D

il l_Ili:.d a &.u.rly cons wnt tu...zpﬂra'..urc in order to control the
dizneter and v:all thicknesa of the cans,




It is generally‘necassarv o fit the final die to the ftnal punch unde éﬁﬁul}
oporatlng condltions to obtaln the corcéct size of di.metﬂr and wall
thickness. : _ S

-t
La

Punch Deoign

The punches should be made of g_,ood lelity tool stesl similer to Ketos ‘or Chentor
and should be hardencd to Rockmell 58-61 € on ‘the working end, but should be drawm
to a Rockwell. 40-45 C on the shank. The -shank ‘should:be thre: ,.dcd concentric to. 5
the outside diumeter of tane punch which should be pr0v1ded with a taper of .2JL" S
per foot of longth in order to fucilitate stripping. - Also an nir relief holc should
bo drilled completely through the center line of the, pumch in order to provide

relicf for stripping. A rudius nbst be provided on the drzwing end of the punch

to facilltate the flow of the metazl on both cupping ‘and drawing operations. Thls

is very importmt and the radiug must blend perfectly ith both the side =nd bottom

of the punch.to uvoid deforzing the ond of tho can. duri.no drawing. In general, the
minimm length of the punch will be the length of ths cup or emn formod, plus 2"

for die clearance. lowever, it 1s well to provide ndaitional longth and thie is

best ccnputpd by fitting the pumch length to.the prcss whare ‘it i“ to be usod.

L_lg_lif_*:igg | o - L

Tvo typas of dies are useds

A, Qggg;gg_gigg - Qupping dies have twio. sectiona.‘ Tho top eection is mude to fit

. the cup from- the previous operutidn for centering: pUrposes. ; :The bottom

section is'for the cupping operatidd itself and is-joined to the top scction

. witha radius to faeilitate the flow, of metal and. 1t 1g very importent also
- -that the ‘radius blend %o the side w3lls of both'sectlonz of the die. The R
.- «,:botton edge - ‘of the die must be ground to a very sharp edge to strip. the cup ’

from-.the:punch-on the return stroke -Cupping dies are: held rigidly in positzon—-*'“‘
unde "thepmch." - I ‘M\ . :

Re—drgg;gg D;ea - Re—druwinb dies‘&fe;wmie in one chticn similar ta the bottOm
w-section.of the. cupping die with a #adius from the: top surface to the glde wmll

of the die td facilitats thé flow of metal. - These dies must be aleo ground on
the bottom edszo to provide stripping edges.but are alloved to "float? during
the drawing process. In general, ettnrnal cdimenglons of the tool:s aust be
derlgned“t ;it the pcrticulﬂr preos xhora thsy - nrc to De used.

L

If the abov oints are kcpt In mind along with the propoaud orocets, we fecl that
ontzrely satisfectoxy canu ¢an. be mznufaclured on a produntion bﬂsie.

-3 el e



SUBJECT

SYMBOL

OFFICIAL USE OHLY

(LOY“'*B]
Beads of Divisions and Managerg of Cpergtions DATE: December 6, 1954
Jomm A, Derry,w &
Division of Constructio PP:L?, Washington

AEC CONTRACTS OVER &,000,000 - ACTIVE SEPTEMEER 30, 1954

CSCE-R<HGE

The attached tatulation of active AEC contracts over $1,000,000 has been
prepared as a result of recuwrring requests for information on owr larger
contracts. It consists of Part I - Prime Contracts and Part II - Sub-
contracts, and 1ists the contracts glphabetically by Operstions Office
to show; (1) type of work being performed by the conmtrecter; {2) contract
tumber; (3). accumuleted dollar obligaticn; (4) type of contract i.e.,
cost type or fixed price; and, (5) the estimated completion date.

Infermation for 'this report was taken from field reports submitted pursm-
ant to Chapter 9127 of the AEC Manual. This chapter provides for report-
Ing on all types. of contracts except those for acquisition of land and
source materieis, Tt further mrovides that =211 AEC contracts will be
cataloged into the following sewen categories:

1. Architect-Engineer (AE)

2, On-Site Construction

3. Research and Develomment (RED)

4. Materials, Supplies and Equirment for Construction
{MSE-Cons,)

5. Materials, Suprlies and Equipment, Other (MSE-Other)

6. Rents and Utility Services

‘7. Other Services

Due to the difficulty of accurately estimating completion dates, this
report 1ists contracts which were due to have been completed during the
last three months. The word "open™ used in the completion colum in-
dicates thet no completion date hsas been specified by the field.

The Division of Construction apd Supply will furnish additional copies
of this tabulation or request.
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Operationns Contract Accumulated Type,of l Ec::i:.
Qffice Heme and iddress of Contractor __Type of York Fumber Obligatlon Contract Date
Oax REldge &, 0, Smith Corp., Milwaukee, Wis, MSE(Cons.) AT(40-1)-1652 3,836,629 FP Open
(Conttd) Southern Railway Co., Waehington, D. C. Other Serv. W-28-09Y4 Eng 47 1,586,198 cT "
Taylor Forge & Pipe Works, Chicago, Illinola MSE( Cone.) AP(U0-1)-1545 7.191,257 FP "
Taylor Imptrument Co., Rochester, N. Y, n W A2(kp-1)-1525 11,569,585 " "
University of Tennessse, Knoxville, Tenn, B&D AT(4o-1}-Gen 212 2,106,11k T "
% The Trane Co., La Cromse, Wis, MSE( Conn.) AT(40-1)-1369 5,237,700 rp "
Unfon Carbide & Cerbon Cerp. (Carbide &
Carbon Chem, Div.) New York, New York Renta & Utils.& Oper. W-7U405-Eng 26 1,190,651,129 " #
Yitro Corp. of America, New Tork, M. Y. AR AP(4p-1)-1329 3,388,959 T - "
Westinghouse Elsctric Corp., Cinclmnatd, Ohie MSE( Cons. ) AT(H0-1)-1514 3,263,117 FP g/ /58
York Corporatlon, York, Pennsylvenia " " AT{%0-1)-1538 8,550,376 ' " Open
San Frencisco  The Regents of the Unlv, of (Calif., .
’ Berkeley, California B&D & Operating W-T405-Eng 48 146,506, 4g8 cT 6/30/57
California Inet. of Pechnology, Pasodene, Cal,  F&D AP{11-1)-68 2,155, 000 » &€/30/55
California Research & Development, .
Sen Francisco, California " AT{11-1)-Th 43, 706,998 L Open
Forth American Aviation, Los Angeles, Oalif, R&D 47{11-1)-Gen & 12, 846,646 " 6/30/56
' " ° o " H AT{OM-3)-kg3 3,450, 000 " 6/30/55
Redio Corp. of America, Harrisonm, N.J, R&D A7(11-1)-143 3,126, %29 " 12/31/5%(
Santa Fe Anorican Car & Foundry Co., New Tork, WY, Other §erv. AT(29-2)-1352 12, 284,839 " 12/31/5’4‘.5‘
Air Force, Wright Air Dev. Center, Ohle MSE(0ther) 5T 54689 2,750,000 FP %f30 /55 g

3

!

o




OFFICIAL USE OWLY

PART II

ACTIVE SUBCONTRACTS OVER $1,000,000 - SEPTXMBER 30, 1954

Ent.
Operations Sudcontract Accunulated Type of Comp.
0ffice Hame and iddress of Subcontractor Type of Work Number Oblication Contract Date
Chicago Electric Boat Div,, General Dynamices Corp.
Groton, Comnecticut RD AP-11-1-Gen 1} 14-301 $ 7,936,179 cT 4/30/55
Hanford Foothill Eectric Company, Oakland, Calif, Construction AT (45-1)-638 KE-5234-1 5,089,717 " Open
Xtectric Boat Div., General Dynamice (orp.
Groton, Connectlcut MSE (Cons,) AT{Y45-1)~664 BEO-U100-1560 1,147,929 ¥P 10/1/5%
Jaggar, Sroufe, Lord, Xlec. Inc., Hanford,
Washington ! Construction u F-3 2, 68g, 000 cT 12/31/54
Pittsburgh-Des Molnes Steel Co., Seattle, K
Weshington ' " AP(45-1)-638 KB-523U-12 1,129,843 7P 10/1/54
)  Stesl Construction Compeny, Portland, Ore. »T A(Y5-1)-638 XE-52304-6 1,903,079 " 8/1/54
Urban Enginsering Company, Pacoma, Waah. Construction  AT(45-1)-687 J-1 3, 450, 000 i 6/1/55
\/. HEaw York Birdabore Steel Foundry & Mach, Company, ‘
Birdeboro, Penneylvania MSE (0Other) AT(30-1}-1060 AEC 3000-75 3,399,173 " Open
Qak Ridge All1ed Chem. & Lye Corp., General Chem Div,,
Hew York, H.Y. LI Ww7405-Ing 26 WHOE-75702 1,352,900 ¥P 6/30/55
All1s Chalmers Mfg. Co., Memphis, Tenn. MST (Cons.) A7(15-1)-2 762-3709 3,156,610 " 10/1/5k
T * a e u L 42(40-1)-1%00 MSC-2054 4,337,521 " 10/1{54
. " R " . Ar{15-1)-2 762-3161 1,452,259 " Open
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