SELLING
HATFIELD COAL

The photograph shows Steve Magee, H101’s chargeman
making a promotional video to help sell Hatfield coal.

British Coal’s Video Unit, which is based in the North East,
visited the pit because Doncaster Council have invested in
boiler plant and Hatfield coal is the chosen fuel.
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KEEP OUR COSTS
UNDER CONTROL

We have now increased our profit to over £3
million. HO7’s continues its record breaking run
and has achieved No.1 status in its section of the
National League.

120's is still on an upward tonnage trend, albeit
slow, which must improve to ensure some
stability in output nowthat 101’'s has encountered
further faulting at the main gate end.

Nevertheless, providing we can keep costs under
control the colliery can be kept in a viable
situation. Overtime is coming under control, and
material costs are being kept under tighter
control.

These tend to be the biggest cost items, but
everyone can contribute by improving the
effective use of materials and returning service
exchange items. Keeping the quality control of
our product right is also essential.

The exceptionally mild winter conditions, have
meant that our coal must be more cost
competitive in order to ensure we are the Supplier
of Choice for the Electricity GeneratingIndustry in
particular and all our existing customers in
general.

Therefore in order to fulfill the requirements of our
business plan at Hatfield we must maintain face
capacity. We must have H104's and HO6's ready
with the minimum production gap.

EVERY DEVELOPMENT SHIFT LOST IN THOSE
HEADINGS TODAY IS A FULL CUTTING SHIFT
LOSTONHO06'sOR 104’'sFACESINMID-SUMMER.

Both programmes of face transfers are on a very
tight schedule. Ittherefore becomes essential the
drivages are completed on schedule and the
production gap will only be the face to face
transfer time.

Our problem is doubled because our face to face
transfers will both take place at the same time. |
believe we canachieve bothface toface transfers
in record time. We must apply ourselves and
ensure development progress is suchthatwe are
ready for them to take place.

Jeff Ainley, deputy manager.




Coal Distribution in February

QUALITY TONNES
50MM P/C SMALLS - BY RAIL TO THORPE MARSH 65541
WASHED SMALLS - BY ROAD TO ORGREAVE, COAL HOUSE &
GRIMETHORPE COALITE 4280
WASHED SINGLES - BY ROAD TO VARIOUS INDUSTRIES,

SCHOOLS & HOSPITALS 13039
WASHED DOUBLES - CONCESSIONARY FUEL 1093
WASHED COBBLES - BY ROAD TO THE DOMESTIC MARKET 5598
TOTAL DISPOSALS OF HATFIELD PRODUCTS 89551
STOCK CHANGE -146
LESS CAPITAL COAL =795
SALEABLE OUTPUT 88610

WASHED COBBLES (6.3%)
WASHED DOUBLES (1.2%) ___

WASHED SINGLES (14.6%)

WASHED SMALLS (4.8%) === e

¥ 50mm P/C
SMALLS (73.2%)

NEW MATERIAL SYSTEM

You will have noticed that materials are now going into the pit colour
coded.

The colour code for each district is:-

North East - GREEN
North West — BLUE
56's/120's - RED

It is imperative that materials go to their correct destination. They are
sent into the pit because a particular district requires them to maintain
production, NOT because another district ‘wants’ them.

For the efficient running of the material system it is necessary for
vehicles to be turned around quickly, and not left sided over or in
shunts.

Many vehicles go into the pit secured by load binders, these must be
sent out on empty vehicles as soon as possible. Hatfield has had 183
NEW load binders in the first 10 weeks of this year, unless they are
sent out materials cannot be sent in.

Peter Myerscough, undermanager.

USE IT
OR
LOSE IT!

HATFIELD COLLIERY -
WORKWEAR SCHEME

Sketchley - the contractors for
providing workwear at Hatfield
currently supply every man on the
scheme with three sets of workwear.

There is a weekly rental charge for
the garments, irrespective of
whether or not they are washed. The
percentage usage of workwear at
Hatfield is only a mere 33 per cent -
in other words only a third of the
workforce regularly use their
workwear, and submit their
garments for laundering.

Despite the waste of money in not
fully utilising this facility, workmen
are not taking advantage of an
excellent scheme, enabling them to
wear clean clothes on demand.

FACTS AND FIGURES
Cost per 3 sets -

rental (weekly) £1.95
Sets of workwear 1065
Total bill for the Colliery  £107,991

per annum

Approximately 90 sets of workwear
have not left the workwear store in
the last six months, and | am
proposing to take these garments off
the scheme unless otherwise
assured that they will be used
regularly. Our saving over a one year
period is £9126.00.

In the interest of YOUR health and
hygiene, it is essential that your
garments are laundered weekly.

This is a FREE service to you -
please use it fully. .

David Poole
head of personnel

FIRST AID NEWS

The ordering and stocking of First Aid
materials in underground boxes is still
being outpaced by the amount of first
aid material being taken and used for
other purposes.

This means that during each month
there will be a time when there will be no
stock available to replace items
underground.

Stretchers used to transport material get
torn and damaged. They then are not
safe to transport a patient.

Before you load materials on a
stretcher THINK, it might be YOU it is
needed for next.

Sister Davies.




RESULTS FOR FEBRUARY 1989

POTENTIAL ACTUAL
STRIPS TONNAGE STRIPS TONNAGE
HO7 260 87620 147.50 51731
H101 290 76600 99.00 27136
H120 150 42600 32.25 7994
PLANNED METRES ACTUAL METRES
Developments 375 3750 110 1749
Total 210570 88610

PROFIT/LOSS ACCOUNT FOR FEBRUARY MONTH

PLANNED ACTUAL
£000 £/t £000 £/t
Proceeds 3243 43.70 3820 43.11
Operating Costs 2572 34.66 2593 29.26
Operating Profit/(Loss) 671 9.04 1227 13.85
Capital Charges 261 3.562 261 2.95
Profit/(Loss) After Capital 410 5.52 966 10.90
Cost per gigajoule after Capital £1.03 £1.26
CUMULATIVE PROFIT/LOSS ACCOUNT
PLANNED ACTUAL
£000 £/t £000 £/t
Proceeds 30946 43.64 36557 43.68
Operating Costs 27049  38.15 30641 36.61
Operating Profit/(Loss) 3897 5.49 5916 7.07
Capital Charges 3067 432 3067 3.66
Profit/(Loss) After Capital 830 117 2849 3.41
Cost per gigajoule after Capital £1.66 £1.56

CONVEYORS

The conveyor system at Hatfield is of the
utmost importance to the success of the
colliery. Unless we can ensure the belts
run constantly, it does not matter how
good and successful the faces, and face
teams are at producing coal, without the
belts running, the coal cannot be
cleared.

In working towards that aim of improved
efficiency, standards must be set and
kept to. Action has already been
implemented by dividing all the
conveyors up at the colliery, and
allocating a certain number to each
mechanical S.C.E.

He will over-inspect the conveyor once
every three weeks and give a written
report to the unit mechanical engineer.
He will also implement any action
required through the appropriate
channels. i.e., belt men, fitters,
electricians.

You can also improve the efficiency of
the belts by, when a belt stops - find out
why? - is there a problem on the belt
near you? — what can you do about it? -
is a fitter or electrician required?

Remember keep control informed.

If you see something wrong on a
conveyor, firstly think! Is it essential to
stop the conveyor, or can it be planned
to be done later? If not, inform the
surface control stating - who it is, which
belt you are stopping, why you are
stopping it.

This way we can keep a record of
problems on belts and if certain
problems keep arising, further
investigations can be actioned to
eliminate them.

PONIES TO GO UNDERGROUND

We are introducing yet again another
form of motive power to transport
materials at Hatfield.

At present at the manufacturers we
have two battery operated Pony
Locomotives which are being
modified to fit our rail gauge to the
latest specifications.

The locomotives are 31/2 to 41/2
tonnes in weight capable of pulling
as much as 48 tonnes trailing load
on the level. These have rubber tyres
for maximising tractive effort, can
negotiate curves as small as six
metres radius and run for a shift
between battery changes.

The first one shall be installed at

7's/6's area in the North East to
transport dirt from 6's tail gate *
drivage and supplying materials. A
charging station/garage is being
prepared now in 72’s gate.

The second one shall be used in
No.2 Pit Bottom to deal with the
movement of vehicles around the
shaft and for marshalling the trains
ready for the larger locos to travel
the longer distances to the areas in
the mine. We shall be installing a
charging station/garage in the pit
bottom area.

We go yet another stage further to
improve the materials handling
situation at our pit.

John Ridgway
unit mechanical engineer




Product Support, is the name
attached to the procurement of
major machine sub assemblies —
AF.C. Gearbox, T50 Pump,
G.EB'’s.

These major parts were, in the
past, obtained from plant pool
and a rental charge was levied
against the colliery.

We now have to “fend for
ourselves” and the total cost of a
procurement is charged to the
colliery.

These costs are high - T50
Pump is £11,438, AF.C. Gearbox
is £4,400 and a G.EEB. is £3,944.

Therefore more attention needs
to be given to ensure that when a
new unit is bought, an old unit is
returned for credit.

Product Support works on a
service exchange basis and
returned units offset the cost of
new units.

If you see any of these units not in
use, please inform someone.

David Earp
storekeeper

QUIZ RESULT

January’s quiz was won by Steve
Linley No.839. Please collect your
£5 prize from David Poole,
personnel manager.

£25
PRIZE

Closing date
for the
Short Story Competition
is Thursday
13th April 1989

GOOD LUCK

LONDON MARATHON

Geoff Ambler and Johnny Slack are taking part in the marathon this

year, among 30,000 other runners.

They are hoping to raise money for Doncaster Hospital's special baby

care unit.

Please sponsor these two runners. It is a very worthy LOCAL cause.

WHEN YOU ARE WATCHING THE RUN ON TELEVISION, THINK OF
THE GOOD YOUR MONEY WILL DO FOR FUTURE GENERATIONS.

MORE COAL SALES?

The pit has changed to CRODA oils and it could
mean reciprical business for Hatfield coal.

Croda Chemicals is looking at the feasability of
buying a new boiler plant for it's Doncaster

factory.

There is a strong possibility that they will use
HATFIELD SINGLES to fire the new plant. This is
great news - one local firm supporting another.

The more local firms we can supply with our

product, the better.

OIL CHANGE

The colliery is now using
Croda lubricants in place of
Century Qils.

The lubricants are compatible
which means existing
machines can be topped up
with the equivalent lubricant.

A point for engineers to note is
that the change will be from
Cent-Analysis to the Croda
equivalent which is called
WEARCHECK and the
maintenance department will
control the sampling
operation.

The policy is to use up all
existing stocks of Century Oil
first and then turn over fully to
Croda Oils.

Phosphate Esters, Anti-freeze
etc. will remain unchanged as
these are on National
Purchase Contract.

Conversion Cards will be
issued to all craftsmen and
officials in due course.

If anyone has any queries,
please don'’t hesitate to ask.

John Ridgway
mechanical engineer.
















