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A. 1. A COOKSEY

Jennings South Western Pottery,
Parkstone

A Preliminary Survey Report

D uRriING February and March 1967 twenty members of the Poole (WEA)
Industrial Archaeology Group, under the leadership of Mr Cooksey, car-
ried out a survey of the installations and records of this old-established
pottery, which was closed at very short notice. Mr Cooksey’s report is
illustrated on pp 1434 with photographs taken by the secretary of the
group, Mr D. Caddick.

The History of the Pottery

George Jennings was born in the New Forest area, and before start-
ing the Parkstone works, he had a pottery in Lambeth. The South
Western Pottery was founded in 1856 (although another pottery was
already in existence on the site at Blake Dene nearby), where there was
a seam of Dorset ball clay. The bricks for the buildings were probably
made at the brickworks in the Lilliput Road area.

From 1860 onwards the company specialised in terracotta work,
examples of which are still to be seen locally, including the eagles on
the gateways to Poole Park, which were priced at £5 5s each. It also
produced bricks on an adjacent site using the Hoffmann continuous
process. George Jennings had many patents, mostly covering various
types of sanitary pipework. He was the chief sanitary engineer for the
1851 Crystal Palace Exhibition and supervised the moving to the
Sydenham site. His success at the 1851 exhibition led to contracts and
exhibits in London 1862, Dublin 1865, Paris 1867 (where he won a
silver medal), Philadelphia 1876, Paris 1878, Sydney 1873, Melbourne
1880 and Adelaide 1881. Soon after the outbreak of the Russian war,
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he constructed sanitary fittings for the British hospitals at Varna and
Scutari in the Crimea, where they were fixed by a staff of his own
workmen from the Lambeth works. Sanitary pipeware was to become
the staple product of the company for the rest of its life. At the turn
of the century the firm also specialised in the manufacture of acid-
resisting stoneware, some of which was eventually used in the naval
cordite factory at Holton Heath in 1914 (see p 144). In 1903 Thomas
Wragg of Swadlincote took over the Jennings company, but the Park-
stone works continued to trade under the name of Jennings until its
closure recently.

In the early thirties work was started on the construction and de-
velopment of the first continuous salt-glazing pipe-producing tunnel
kiln to be built in Britain. This produced large quantities of sanitary
pipeware, much of it for export, until the outbreak of the 1939-45 war,
after which the plant was not brought back into use again. The shed
that housed the kiln was over 400 ft in length and was demolished soon
after the survey was completed.

During 1966—7 some of the machinery, which at the beginning was
steam-driven, was made automatic by modifying the electrically-driven
plant installed in the early 1920s.

Production Methods

The clay was originally dug by hand, but in 1922 a type-B Erie
steam shovel was purchased from the Ball Engine Co, of Erie, Penn-
sylvania. The clay was, at first, brought into the drying sheds by horse
and cart, but after the 1914-18 war an ex-WD petrol locomotive
hauled trucks on a 24-in gauge railway. The locomotive had seen
service in France towing tanks and had shrapnel marks on its side. The
company had possessed three 0-4-o0 standard-gauge saddle-tank steam
locomotives, the last of which, George Jenning, a 25-ton outside-
cylinder saddle tank supplied by Pecket & Sons of Bristol in 1902,
worked until 1963. This was used for the transport of coal from Park-
stone railway station to the pottery and for taking finished goods back
for shipment to customers. Salterns Pier, made from old bricks and
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pipe rubble from the pottery, was used in the early days to ship the
pipeware to customers all over the world in sailing ships. Another
railway, which was standard-gauge, also ran round the back of Lilliput
cemetery across the main road to the Blue Lagoon and followed the
course of Sandbanks Road to the old firm of Alban Richards & Co Ltd
which repaired LNER wagons after the first world war.

All the machinery at the pottery was driven by steam plant origi-
nally. The steam engine was a 600-hp single-cylinder Thornewall and
Warham (Burton-on-Trent) engine installed in 1922. The cylinder was
2 ft in diameter and had a 3 ft 6 in stroke, with Corliss-type valve gear.
Its flywheel was 12 ft in diameter on a 1-ft diameter shaft. Belt drive
was by means of twenty-two 14-in diameter cotton ropes, which also
drove a 125 kw AC alternator made by Newtons of Derby. In 1930 a
50-hp Belliss & Morcom two-cylinder vertical engine was installed
with a direct-coupled 75-kw AC alternator by Crompton Parkinson of
Chelmsford. This supplied lighting at night and power to the tunnel
kiln twenty-four hours a day.
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From the drying-sheds, the clay was passed to an edge-running
grinding mill, built by Schofield of Keighley, which was originally
belt-driven. Broken fired pottery was also fed into a grinding mill to
produce ‘grog’, which was used to help eliminate expansion problems
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during firing. The products of these two mills were then fed upstairs
to a single-shafted clay pre-mixer, with a coupled pug mill, also built
by Schofields and belt-driven originally. This process was eventually
superseded by shredding the dried clay in a large rotating machine and
passing it on to a box feeder, and crushing rolls, and finally, through
a pug mill.

The ‘pugs’ were then elevated to the next floor on a conveyor, ready
for use. The ‘grog’ was introduced at the crushing rolls stage which
performed a kind of kneading action and ensured an even distribution
throughout the wet clay ready for the moulders and pipe-extruding
machines. These produced the straight pipe sections, a pug of the
grog-clay mixture being extruded through a die forming the ‘socket’
section of the pipe, and the body being formed by lowering the bottom
half of the die to extrude the clay over a central mandrel. Originally,
pipes were produced as straight sections, and coupling pieces in two
halves joined the ‘butts’ together (a Jennings’ patent device). The butt
was made by a steam-operated ram over which the clay was extruded
and the socket halves were produced in a steam-operated press. This
was then superseded by a straight butt with a hand-finished socket, the
serrations which form the key in the joint being put on by kitchen
knives ground to shape, or wooden templates. All the other sections
were hand-moulded right up till 1967, exactly as they were at the start
of the pottery in 1856. Firstly a plaster-of-paris male master mould was
produced by the model shop, while the two female halves were fitted
together at the most convenient centre line, depending on the shape.
The inside faces were scraped smooth so as to give an even surface to
the finished pipe.

The moulder cut a slice of mixed clay and pressed it into the half-
mould, which had been dusted with dry powdered clay by means of a
‘sock’. A skilled moulder could ensure an even thickness all over the
mould and tested this by pressing his fingers against the clay. He then
fitted the two halves together and sealed the faces of the joint by using
a wooden tool to push them into close contact.

The ‘green’ pipes were removed from the mould and left to dry
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prior to firing. Hot steam pipes were passed under all the floors, which
were slatted with about 3-in gap between the slats. The downdraught
kilns, originally inside the main building, were coal-fired from points
around the base. As the sealed-in pipes were heated up, they were held
at around 800° C until they were free from moisture. The temperature
was then raised to 1,100° C, and salt was added to the fires. When
vaporised the salt was drawn down through the kiln and over the
white-hot pipes by the draught sucked through the flues in the floor,
thus glazing the surface of the pipes. The amount and quality of the
salt glaze was not under any measured control; thus many pipes were
scrapped and used as grog. The kiln temperature was measured by
means of a pyrometer, which was monitored by a recorder that was
originally clockwork-operated but in 1967 was electrically-operated
twenty-four hours a day. (Two of the Mark I recorders have been
given to the group.) The pipes were finally graded, by the quality of
the glaze and by hydraulic pressure testing, all to a British Standard
Specification.

The Survey Methods

The situation was unusual, since the last employees left their tools,
pipes, etc, all in position. It was therefore possible for members of the
group to walk round and select items for their museum and to take
photographs on the site. Apart from discussions with the management
and sorting through the firm’s books, catalogues and printer’s blocks,
the main job was that of selecting topics for photographing to enable
a good cross-section of the pottery’s work to be recorded.

One of our greatest disappointments was the fact that the first-ever
salt-glazing continuous pipe-producing tunnel kiln, built by Shaws in
1930, had been dismantled just two weeks before our survey. Only the
shell remained, but we were able to record details of the process and
photograph what remained of the building, which gave us some idea
of the size of the plant and documented a true piece of pioneering in
the automation of this industry, a development that was some thirty
years ahead of its time.
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Another interesting little facet of the company’s history was the fact
that a certificate from the National Savings Group showed the exis-
tence of a savings group at the works for fifty years.

Among the small trolleys, known as ‘dandies’, used for handling the
heavy green pipes on their steel base plates, we discovered what was
obviously the forerunner of the modern fork-lift truck. In the old
terracotta works, the pipes were transferred from one floor to another
by means of a hydraulic lift, which consisted of a 3-ft diameter shaft
between ground and top floors. The pipes were loaded on to a steel
drum inside the shaft which was then pumped by water to the first
floor above. Although no recent employee knows the exact operation,
efforts will be made to contact retired employees to ascertain details of
the system used.
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An aerial view of Fennings Pottery. Note the round kilns

See ‘Jennings South Western Pottery, Parkstone’, pp 164—71

The last kilns in use at the time of closure (Courtesy : Photo Nicol, Bournemouth)




A selection of the acid-resisting ware made at the pottery during the 191 4—18 war

See ‘Jennings South Western Pottery, Parkstone’, pp 164—71

The Pottery’s small 0-4-0 Peckett Saddletank named appropriately George Jennings



