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vision of nature that it is so. Near-  
ly all odors will quickly produce 
fatigue, some to a much greater 
extent than others. You will find 
in smelling any of the perfumes 
constantly for a few seconds that 
you are unable to detect any odor. 
Af t e r  a brief rest you will again 
be able to smell it. Men working 
in places where there are revolt- 
ing stenches soon become accus- 
tomed to them and fail to notice 
them at all, and are surprised to 
see strangers come in holding their 
noses. 

Another  handicap is a lack of 
descriptive adjectives. There are 
a few in common use and even 
these convey quite different mean- 
ings to different people. I may 
say that a perfume is floral, but 
there are so many flowers; that it is 
Oriental, but there are many per- 
fumes derived from the Orient. 
One might think of cinnamon, 

c I o v e s, patchouli, sandalwood, 
ylang-ylang, or many others ac- 
cording to those with which he is 
most familiar. I t  may be light, or 
strong, or mild, or sweet or acrid. 
There are not many more descrip- 
tive terms and none of them will 
convey to anyone more than an ex- 
tremely vague idea of what is in 
the mind of the person giving the 
description. Of course, if one says 
an odor is like violet, or rose, or 
narcissus, a rather definite idea is 
conveyed, but occasions for mak- 
ing such comparisons are few and 
therefore such unrevealing terms 
as "delightful" and "exquisite" have 
to do more than their proper  share 
of work. 

In  concluding, there are two 
facts that I want to part icularly 
emphasize : 

Firs t ,  the commercial importance 
of perfumes. They do not occupy 
a position of first importance to- 
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day, although it is a very large 
industry, but the commerce in per- 
fume and spices between which 
formerly no very distinct line was 
drawn, marked the beginning of 
international t rade and opened or 
helped to open up the great  t rade 
routes to the Orient.  

The other consideration is the 
growing importance of the synthe- 
tics. Not so many years ago, when 
there were only a few synthetic 
perfumes it was not thought that 
t h e r e  would be any very serious 
competition with the natural  es- 
sences. Now every perfumer  uses 
the synthetics as well as the nat- 
ural products. There are numerous 
factories both in Europe and Amer-  
ica devoted exclusively t o t h e  pro- 
duction of synthetic perfumes.  To- 
day natural dyes are a thing of the 
past and it is quite possible that we 
are facing a similar situation in 
the perfume industry. 
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By IV. G. McLeod 

I 
N the development of the indus- 
trial era, England soon came to 
the front as a manufactur ing 

nation, and because of its geograph- 
ical situation it was necessary for 
the country to import  vast quanti- 
ties of raw materials from all over 
the world. 

These raw materials are converted 
into finished goods which are con- 
sumed in the British Isles or are 
shipped to other countries through 
world trade. 

One of the many industries which 
have grown up in England is the 
oil crushing industry. The oil mills 
are located in seaports and the in- 
dustry thrives in Hull  and Liver-  
pool. 

Oil  seeds are brought to the mills 
by boats from various parts of the 
world where the seed crops are 
grown. 

The  cottonseed which are crushed 
in England come from Eastern and 
Nor thern  Africa,  mainly from Brit- 
ish East  Afr ica  and Soudan, but 
seed are also brought f rom Syria 
and other near east countries and 

from South America,  largely from 
Brazil. 

I believe that the problems in con- 
nection with storing and transport-  
ing cottonseed under the climatic 
conditions which prevail and over 
such long distances are many, and 
the development of methods for 
overcoming the difficulties will not 
be easy. 

The quality of the cottonseed va- 
ries from season to season, and the 
seed from one country will be good, 
while weather conditions in another 
country might cause poor quality. 
The English crusher must blend his 
seed in order  to produce the best 
possible grade of oil. 

I t  is my understanding that most 
of the cottonseed oil produced in 
England is made by pressing the 
seed or meats in hydraulic presses, 
but some oil is made by solvent 
extraction. 

Due to the tariff situation and to 
conditions in world trade in recent 
years, Canadian edible oil refiners 
have switched from American crude 
cottonseed oil to English or Euro-  

pean cottonseed, peanut, cocoanut, 
palm kernel or other oils, and to oils 
produced in other parts of the 
world. 

During the last five years large 
quantities of English cottonseed oil 
have been brought into Canada. 

Some of you have no doubt ex- 
amined samples of English cotton- 
seed oil, or have refined commercial 
lots, but for those present who are 
not familiar with the characteristics 
of this oil, I shall describe briefly 
some points relative to quality, and 
refining and bleaching methods, with 
special emphasis upon a comparison 
with American cottonseed oil. 

Engl i sh  Crude Cottonseed Oil 

Color--The crude oil is dark in 
co lo r - - red  to reddish brown. I t  is 
darker  than the better grades of 
American oil. 

Odor and Flavor--English oil has 
a characteristic odor and flavor. The 
flavor could be classed as slightly 
musty or seedy. The seedy flavor 
suggests extractives from the hulls 
of the seed which are slightly bitter. 
The oil does not grade prime. 
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Moisture and Impurities--The 
crude oil is usually very clear and 
is free from moisture and impuri- 
ties. On this point it is superior to 
the average American crude. I be- 
lieve that the oil is treated at the 
mill to remove impurities. 

Free Fatty Acid Content The 
average free fatty acid content of 
a large number of shipments of 
English crude oil received by us is 
2.28 per cent, with a range from 1.8 
to 2.7 per cent. This is the highest 
grade of crude oil shipped from 
England. 

Refining Loss--The big problem 
in the refining of English crude 
cottonseed oil is the production of 
a refined oil with a good color and 
one which will bleach. In  other 
words, color is the problem. 

The official refining methods of 
the American Oil Chemists' Society 
are not suitable for most of the 
English crude oil because high col- 
ored refined oils are obtained which 
are very hard to bleach, and the 
losses are high. 

Following English practice along 
with modifications which we have 
worked out, we are able to produce 
a refined oil with a good color which 
will bleach to 20 yellow--2.5 red 
with activated earth and carbon 
black, but not with straight English 
fuller's earth. 

The average loss obtained on 17 
samples using the special refining 
method in the laboratory was 5.95 
per cent, with a range from 4.7 per 
cent on low acid oil to 7.9 per cent 
on high acid oil. 

The following results were ob- 
tained by the use of the special lab- 
oratory refining method and by 
bleaching with an activated earth- 
carbon black mixture : 

average Color of the refined oil using 
the special refining method is close 
to 35 yellow--7.6 red. The color 
varies through the seasons, depend- 
ing, no doubt, upon the quality of 
the seed from which the oil was 
crushed. 

In order to bleach English cotton- 
seed oil to a color not darker than 
20 yellow--2.5 red, it is necessary 
to use a mixture of activated earth 
and carbon black. In the laboratory 
4 per cent of a mixture containing 
84 per cent activated earth and 16 
per cent carbon black is used. Neu- 
tral activated earth and standard 
carbon black (oil grade) are suit- 
able. 

Some samples will bleach to the 
standard color with English fuller's 
earth, but these are well above the 
average in quality. 

:No. S a m p l e s  F . F . A .  Ref .  L o s s  

17 H i g h  2.7% 7.9% 

L o w  1.8% 4.7% 

A v e r a g e  2.28% 5.95% 

tic soda necessary to neutralize. Use  
100 to 150 per cent excess caustic 
as 20 ~ Baum6 solution. 

Caustic Wash--In order to get 
good refined colors and oil which 
will bleach, we find it necessary to  
give the oil from the first refining a 
caustic wash as follows: 

Pour  off refined oil completcly 
into clean tared cup, weigh and 
place in stirring machine. Add 18 
per cent of water (based upon 
weight of oil), bring up to 75 ~ C. 
with 250 r.p.m, agitation. Then add 
1 to 2 per cent of 20 ~ Bantu6 caus- 
tic and continue agitation for 30 
minutes. Allow to settle in bath for  
3 hours. (Note :  Our  outline speci- 
fies 1 or 2 per cent of 20 ~ caustic 
in the caustic wash. On dark oils 
we use 2 per cent 20 ~ caustic. The 

Comparison of laboratory results 
using special refining method and 
official method : 

B l e a c h e s :  B 
Re f ine d  color  . . . . . . . . . . . . . . . . . . . . . . . . . . . . .  35 ye l low-7 .4  red  
6% E n g .  E a r t h  . . . . . . . . . . . . . . . . . . . . . . . . . . . .  20 yel low-3.5  r e d  
4% Act .  E a r t h  . . . . . . . . . . . . . . . . . . . . . . . . . . . .  20 ye l low-3 .4  red  
3.35 Act .  E a r t h  .65 B l a c k  . . . . . . . . . . . . . . . . .  20 ye l low-2 .3  r$d 

S a m p l e s :  No. 1 No. 2 
4% E n g .  -~- .5 b l a c k  . . . . . . . . . . . . . .  20 yel low-2.9  r ed  3.0 red  
4% Act .  q- .5 b l a c k  . . . . . . . . . . . . . .  20 ye l low-2 .4  red  2.6 r ed  

R e f i n i n g  

No. S a m p l e s  F.  1~. A. Spec. 

6 A v e r a g ~  2,08 5.58 

Sample (A) 2.7 $.3 

Color of Ret~ned and Bleached 
Oils--As pointed out above, the 

The slightly musty or seedy flavor 
is found in the refined and bleached 
oils, so it is a little more difficult to 
deodorize English oil than Amer- 
ican oil. 

Laboratory Reining Methods for 
English Cottonseed Oil The appa- 
ratus and general method used fol- 
lows closely those of the official 
methods, but the following differ- 
ences are important: 

a. Caustic Solution--It has been 

Ref.  Color  B l e a c h  Color  

35 yel low-12.4 red  20 ye l low-3 .1  red  

35 ye l l ow-  5.5 ned 20 Yel low- l .4  red  

35 y e l l o w -  7.6 r ed  20 y e l l o w - l . 9 2  red  

found that 20 ~ Baum6 caustic solu- 
tion gives best results on English 
crude cottonseed oil. 

C 
35 yel low-5.5 r ed  
20 yel low-2.5 re~  
20 yel low-2.4 recI 
20 yel low-1.5 r e d  

No. 3 No. 4 
3.5 red  3.2 r e d  
2.8 red  2.3 rer 

L o s e  Ref ined  Color  
Spec. Off. 

Official  

6.58 7.5 r ed  8.9 red  

10.2 6.5 7.2 

From the free fatty acid content 
calculate the actual amount of caus- 

water wash after caustic wash is 
very important in the laboratory. 
Traces of soap left in the oil affect 
the bleach.) Pour off washed oil 
into tared cup, separate last por- 
tions of oil from caustic wash with 
a pipette. Weigh oil and calculate 
total refining loss. (Note:  The re- 
fined oil may be cloudy due to traces 
of moisture and soap. Before bleach- 
ing wash oil with 20 per cent of 
water at 75* C., 250 r.p.m., for 20 
minutes. Let settle 30 minutes and 
pour off clear oil for bleaching.) 

Plant refining methods are sim- 
ilar to the laboratory methods, in- 
cluding the caustic wash. In prac- 
tice we find that the foots may be 
drawn from the bottom of the kettle 
without disturbing the oil, so that 
the caustic refining and the washing 
may be done in the same kettle. 

Summary 
From the above data it will be 

seen that the English crude cotton- 
seed oil which we have handled is 
not equal to American crude oil in 
flavor or in bleaching quality. 

However, with the use of acti- 
vated earth and carbon black the oil 
can be brought to the proper color 
for use in shortening and in cooking 
and salad oils. �9 
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