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LIGHT AT THE END OF THE TUNNEL

When | last wrote to you, we had lost
£1.6 million after capital charges. This
situation has since deteriorated and we
are now £4 million in the red.

Although this loss was anticipated, it is
greater than expected. We must stop
this deterioration.

The only way we can improve the
current situation is by maximising
output on 120s and HO7s until 104s
retreat unit comes into production in the
middle of August.

We have now established a ventilation
circuit on 104s and the face heading
and gate conditions look promising.

The installation of the new heavy duty
AFC is well under way and all the new
chocks have been installed at the main
gate end.

During the next four weeks this unit

should be equipped and in production.
In the meantime, we must continue to
eliminate the simple delays we are
having on HO7s and 120s due to lack of
observation of simple mining standards.

If we analyse the reasons for loss of
output on both units, especially on
120s, we come up with the answer that
simple faults are not being rectified and,
in consequence, cause a major delay,
e.g. top rollers missing on conveyor
structure immediately outbye the
stageloader delivery.

With the holidays behind us and our
friends who have accepted redundancy
gone, we must now get on with the job
of securing the future of Hatfield.

My staff and | cannot do this on our
own, it is a team effort and will only be
solved by us all working together as a

team and solving our problems and
differences together.

In that way we will get our new
developments and new faces installed
and operational in an efficient manner.

| conclude by asking all employed at
Hatfield not to listen to all the doom and
gloom that hangs around the colliery at
the moment and forget the rumour
machine which is pumping out wrong
information and causing this doom and
gloom.

If anyone has any questions to ask
regarding the future of the colliery, or
the plans for it, they need not hesitate
either to speak to me face to face or on
the telephone and, if | am not available,
any member of my staff.

David Gardner, colliery manager

The powered support
for H104’s main gate.

It's a “big 'un”.




FACE TEAM PERFORMANCES

Week 27.5.89 Week: 3.6.89 Week: 10.6.89 Week: 17.6.89 Week: 24.6.89
Team Metres Team Metres Team Metres Team Metres Team Metres
Thompson 1968 Holt 1250 Whitehurst 1540 Thompson 3190 Holt 2630
HO7 Holt 1120 Whitehurst 1575 Thompson 1020 Holt 2395 Whitehurst 1970
Whitehurst 2330 Thompson 770 Holt 1250 Whitehurst 2110 Thompson 2160
Hazel 1710 Buchanan 1120 McManus 1230 Hazel - Buchanan 1230
H120 Buchanan 1250 McManus 420 Hazel 240 Buchanan - McManus -
McManus 1120 Hazel 700 Buchanan 450 McManus 1700 Hazel -
Best: HO7 — 710 Best: HO7 — 585 Best: HO7 — 710 Best: HO7 — 940 Best: HO7 — 885
Wed. Whitehurst Thur. Whitehurst Wed. Holt Wed & Fri — Thompson Mon — Holt
Week: 27.5.89 Week: 3.6.89 Week: 10.6.89 Week: 17.6.89 Week: 24.6.89
Team Rings Team Rings Team Rings Team Rings Team Rings
Jones 9 Clark 9 Lake 6 Jones 0 Clark 0
H104 Face Clark 10 Lake 12 Jones 0 Clark 0 Lake 0
Lake 13 Jones 14 Clark 0 Lake 0 Jones 0
Walsh 9 Stockton 7 Denton 19 Walsh 16 Stockton 17
H104 M/G Stockton 9 Denton 10 Walsh 11 Stockton 14 Denton 6
Denton 13 Walsh 5 Stockton 16 Denton 13 Walsh 7
Parsons 2 Anderton 0 Vuli 3 Parsons 0 Anderton 2
H56 RH. Anderton 3 Vuli 1 Parsons 4 Anderfon 0 Vuli 0
Vuli 2 Parsons 2 Anderton 3 Vuli 0 Parsons 3
Clarke 5 Jennings 0 Green 2 Clarke 0 Jennings 1
H56 LH. Jennings 6 Green 0 Clarke 2 Jennings 2 Green 0
Green 3 Clarke 0 Jennings 1 Green 1 Clarke 1
Gravil 3 Warren 4 Taylor 5 Gravil 5 Warren 5
HO6 Face Warren 6 Taylor 6 Gravil 5 Warren ) Taylor 2
Taylor 6 Gravil 2 Warren 4 Taylor 6 Gravil 4
Edwards 4 Penny 0 Hardy 0 Edwards 1 Penny 0
HO6 T/G Penny 0 Hardy 1 Edwards 3 Penny 1 Hardy 2
Hardy 5 Edwards 0 Penny 0 Hardy 0 Edwards 0
Welbourne 0 Austin 0 Bruce 1 Welbourne 0 Austin 3
N.W. LH. Austin 0 Bruce 0 Welbourne 4 Austin 0 Bruce 3
Bruce 0 Welbourne 0 Austin 4 Bruce 5 Welbourne 0
Best: 5 rings Best: 5 rings Best: 6 rings Best: 4 rings Best: 4 rings
H104 face — Lake H104 face — Jones H104 face — Lake H104 M/G — \sﬂ'nlsh H104 M/G — Stockton
tockton

H104R’s FACE —

Reducing Our Costs

To reduce handling charges and maintenance costs on the rapid
loader system, tests have been carried out using British Rail
locos to pull the set through the rapid loader station, controlled
by the guard using portable radios to communicate with the
bunker operator and the train driver.

This system eliminates the need to use the ‘mule’ to pull wagons
through the station and the present system of delivering an
empty set and picking a full set up. This will reduce charges from
British Reil and also eliminate maintenance costs on the ‘mule’,
associated machinery and the risk of losing frains due fo
breakdowns.

There is also the added benefit that if the train is loaded in a set
time period specified by British Rail, transport costs will be
reduced by approximately 7p per fonne which could reduce
transport costs by between £45-50,000 per year.

This system of loading British Rail sets commenced on
Monday 10th July.

Stuart Knox,
deputy marketing & quality control manager

A Question of Team Work

CONGRATULATIONS to all concerned with H104R's thirling —
the machine teams and back-up, materials men, craftsmen and surveyors.

It comes down to TEAM WORK. No one can do it alone, we all depend
on each other.

Underground depend on the surface men to send in the right tackle at the
right time and in the right order.

Steel work has to be made by the blacksmiths and welders, the electricians
have to keep the power on, surveyors have to keep cenire lines and lasers
correctly aligned and fitters have to maintain the machines.

Material men must keep supplies moving, fransfer men, beltmen, joiners,
venfilation and safety must all do their jobs, conscientiously.

The face feams must do their job, setting rings and cutting coal. The coal
prep plant men, winders, onsefters and banksmen, lamproom men, first
aid, surface craffsmen, stores, wages, control room, fimekeepers and
everyone else all have their part fo play.

A pit is a very complex organisation and officials and management must
ensure that high sufer}r standards, forward planning and confinuity of
production are kept at the forefront of everyone’s mind.

To be successful we all have to dovetail together, each part giving strength
to the whole.

I'thinkH104R’s will be the best face in South Yorkshire.| wonder if'm right?
Bill Roxby, surveyor




HATFIELD COLLIERY Profit / (Loss)
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HO7 325 109525 9250 28170
H120 281.25 79875 57.75 11240
Planned Actual
Metres Metres
Developments 417 2250 312 1230
TOTAL 191650 40640




PROFIT/LOSS ACCOUNT FOR JUNE MONTH

PLANNED ACTUAL

£000 £/t £'000 £/t
Proceeds 3399 42.66 1847 4544
Operating costs 3705 46.49 3516 86.50
Operating profit/ (loss) -306 -3.83 -1669 -41.06
Capital charges 337 423 338 8.31
Profit/ (loss) after capital -643 -8.06 -2007 -49.37
Cost per gigajoule after capital 1.97 3.49

CUMULATIVE PROFIT/LOSS ACCOUNT

PLANNED ACTUAL

£000 £/t £'000 £/t
Proceeds 9654 4265 64.80 43.98
Operating costs 9615 4248 8750 59.38
Operating profit/ (loss) 39 0.17 -2270 -15.40
Capital charges 856 3.78 856 581
Profit/(loss) after capital =817 -3.61 -3126 -21.21
Cost per gigajoule after capital 1.80 248

104’s HEAVY DUTY AF.C.

The face conveyor we are installing on
104's is totally new to Haffield. It is a
heavy duty high capacity panzer capable
of conveying 1100 fonnes per hour and a
guaranteed life for the pans to convey
three million tonnes of mineral.

The headframe is a side discharge cross
frame which interlaces the AF.C. and
stage loader chain. This means the top
chain of the stage loader passes
between the fop and bottom chain of the
face panzer and the stage loader bottom
chain is underneath.

The advantages of this fype of

headframe are:-

O The headframe height can be kept to a
minimum.

O It can handle large lumps because
they are turned onto the stage loader.

O Bottom chain carry back is very low.

O Permanent delivery set for optimising
mineral fransfer.

O Due to a low headframe the gradient is
kind requiring less power to move the
chain.

The head and tail frames are driven with

300 HP two speed motors through 400

HP rated gearboxes to give added

reliability.

The pans are cast integral with ARG 360 decks
which gives added life and they are connected
together with dog bones (not pan connecting
bolts). The other advantages are quick and easy
to assemble and dismantle for face fo face
transfers. The only drawback is they weigh one
tonne.

The chain is a continuous twin strand inboard,
which means there are no shackles, the flight
bars are bolted onto the chain and the length of
chain are coupled fogether with chain
connecting links.

The chains run in the middle of the pan at six
inch centres which increases the carrying
capacity because the chain carries the coal as
well as the flight bars.

Other advantages with twin inboard are larger
chains can be used with conventional pan sizers,
no risk of links jacknifing, increases chain factor
of safety and less risk of high chain tension
differentials. It is very important chain tensions
are kept correct af eight tonnes per leg with a
maximum tolerance of one tonne because slack
chain can come in contact with the stage loader
chain on the drive frame.

We are now going into the big league with
refreat face conveying systems, this should give
consistent running and reliability fo help 104's
face put the pit back into profit.

John Ridgway, unit mechanical engineer




104’s New Stage Loader
Mounted Crusher

A lot of equipment new to the pit will be installed on 104's. Part of this
equipment will be the MMD 108 series sizer, which will be installed on
the M/G ASL. Its design incorporates fwo rams, which in the event of a
problem will lift the sizer clear of the ASL to prevent downfime.

The impact breaker roll is housed inside a heavy duty box construction
which is mounted over a heclvg duty pan with a deck of 60mm. It can
crush mine stone up to 40,000 psi. It is capable of handling 15,000
tph and is guaranteed for one million fonnes.

BETTER BY DESIGN

THE ROLE OF R.C.M. AND DELAY ANALYSIS IN
DESIGN.

R.CM. is an established part of our MAINTENANCE procedures.

DESIGN can now incorporate for RC.M. —
New face machines have —

M Inbuilt oil sampling points.

B Wear indication on shoes.

B SPM. test points for motor bearings.

Conveyor rollers —
M Inbuilt fest points fo take S.P.M. readings.

These facilities enable easier, more consistent readings, and thus
BETTER INFORMATION, for DECISIONS TO BE MADE!

DELAY ANALYSIS (VAX) highlights RECURRING PROBLEMS so we
can DESIGN OUT, for EXISTING and NEW INSTALLATIONS.

New face machines have —

M Sfainless steel shoe pins.

M Hard faced shoes.

M Stainless steel braided hoses fo boom.

W High capacity pumping fo boom.

RCM and DELAY ANALYSIS can fogether give INFORMATION tfo
improve DESIGN, and ELIMINATE PROBLEMS - before they
happen. ALL OF US need to get the CORRECT INFORMATION into
VAX to allow this to happen.

THE AIM IS -
W TO DESIGN OUT MAINTENANCE WHERE POSSIBLE, and
M TO DESIGN FOR MAINTENANCE WHERE NECESSARY.

KEVIN HUNTER
maintenance engineer

RETURN
DOWTY/DOBSON
PROPS

May | remind everyone concerned that Dowty/Dobson props are
on the service exchange scheme, and whilst it is appreciated that
not all props are obtainable for return, every effort should be
made fo make available as many as possible, as considerable
financial gain can be made in doing so.

Figures over the last 12 months:-

NEW RETURNED +OR -
ary 112 53 -59
g 120 96 — 5,664

David Earp, storekeeper




A SAFE
PROFITABLE
PIT
SECURES A
FUTURE
FOR
EVERYONE

Do you know the places where these accidents happened?

Who left the drain cover off?

What caused the sludge at 77's pump packer?

Think of your workplace, keep it tidy and in order, then you know that it was not you who

caused a workmate's misforfune.
Thankyou
Jim Ramshaw, safety engineer

TRAILING CABLES

Trailing cables are still getting damaged at
the back of buckets and heading machines.
Systems have been set up fo handle these
cables but they still require watching and not
neglecting.

Will all machine operators please check the
systems at the beginning of their shiff fo
ensure there are no potential problems.
Electricians are asked fo check the system
within their shift to ensure that everything is in
order.

The claim time for a development machine is
not only costly fo the colliery in lost yardage,
but also fo men in lost bonus.

The repair of cables is also costly and the
manpower required to fransport cables in and
out of the mine.

Will everybody concerned, both electrical staff
and machine operators, be more observant to
ensure damage to cable is minimised. Any
suggestions fo assist in this objective will be
appreciated. Please contact the electrical
engineer or his deputy.

Steve Havenhand
unit electrical engineer










