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HISTORICA

RESEARCH
LIMITED

61 Lonsdale Drive, London, Ontario N6G 1T4 (519)657-1851 Fax (519)473-4620

Roger du Toit

March 9, 1994

Roger du Toit Architects Limited

50 Park Road
Toronto, Ontario
M4W 2N5

Re: Gooderham & Worts Industrial Heritage Survey

Dear Mr. du Toit:

The following report represents the work undertaken by our firm in
association with David Nasby and Associates for the industrial heritage
assessment of the Gooderham & Worts property. It combines a process history
with building descriptions indicating the historically significant aspects of the
property. The report also includes an outline for an interpretive program for the

property.

I trust this information will assist in evaluating heritage planning issues
associated with the redevelopment of the Gooderham & Worts property.

Yours sincerely,

Chriétophcr Andreae,
President

cc. David Nasby, David Nasby and Associates
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SECTIONA Process Descriptions: Beverage Alcohol

1 BEVERAGEALCOHOL
11 Mashing

Starchy material such aswheat and corn must first be convertedinto asugar that
can befermented. The usud processisto mash the grainwith an enzyme,
commonly malt, tofirst convert thestarchinto sugar. Yeastisthenaddedto a
wort composed of thismash and water and the resulting fermentation produces a
beer ofhabout 6% to 10% acohol. Thisisdistilledto the desired alcoholic
strength.

111 Grain Storage
Process

Grainand cornwas received at the plant by rail and, in the 19th century, by water.
The Grand Trunk completed araillway south of the G & W sitein1856. Thus
when the distillery was rebuilt in 1859-1860 a rail siding was constructed
adjacent to the mill (building #3). Grain was dumped into a hopper besidethe
building and elevated into bins abovethe mills.

Grainand cornwas elevated to the top of themill, cleaned, and dumped
into one of six bins. From the bins, the grain was moved by gravity to the mills.

Themill buildingwasoriginaly built in 1859/1860 with six binsof 2,500
bushelsor atotal capacity of 15,000 bushels. By 1900 the mill had grainstorage
capacity of 23,000 bushels. Although six binsarestill found in1990in the
building, thelarger binswere likely constructed after the 1869 fire. Workingat
maximum production, the storage bins contained a one week supply of grain.

Although constructing the bins over the milling equipment took advantage
of gravity feed, thelocation o the binswas unusual. In most merchant grist and
flour mil Isstoragfe binswere located beside the millingequipment. Distilleries,
however, typically placed their binsover the millingfloor. Inthe G & W mill, the
building had to be stronger to support theweight of the grain and the buildingwas
taller than if the binswerelocated to oneside.

A separategrain elevator was built onthe G & W wharf at thefoot of
Trinity Street. Asby 1885 G & W was consuming 400,000 bushelsaof grain
annually additional storagewas necessary. Grain was brought from the elevator
tothemill by carts.

On Site Resources

See Section B: Stone Didtillery = Mill Building #3

Historica Research Limited Page5



SECTIONA Process Descriptions: Beverage Alcohol

POWER CAR PULLER.

Our Car Puller is driven with tight and loose pulleys, the belt shifter being
conveniently placed. Other details are shown clearly in the cut above. It isvery
substantial and durable, and is easily operated. The ropeis not included with the
puller, but we are prepared to furnish it, together with grooved guide wheels,
pulley blocks, hooks, etc.

FI GUREA-1

Railway car puller in which a cablewas used to haul carsinto position for

unloading. A similar systemislocated in 1994 in Building#3.

Source: Nordyke & Marmon Company, Catalogue #48: Flour Milling
Equipment

Historica Research Limited Page 6



SECTIONA Process Descriptions: Beverage Alcohol

The Coker-Metcalf Power Qrain Shovel In Use.

This Power Grain Shovel in operation isentirely automatic, enabling one man
to unload acar of s bushelsd grain in about fifteen minutes. it goesin gear at
any point in the car where the man stops, and draws the shovel with grain to the
door. It occupies littlespace and iseasily installed. ' \Where grain in quantity is
handled, this shovel iSa great convenicnce and a labor-saving device.

FI GUREA-2

Grain plough used to unload grainfrom railway cars. A haulagesystem and

ploughsaof similar design arelocated in 1994 in Building#3.

Source: Nordyke & Marmon Company, Catalogue #48: Flour Milling
Equipment

HistoricaResearch Limited Page 7
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SECTIONA Process Descriptions: Beverage Alcohol

1.1.2 Milling
Process

The mill building is part of the 1859 building. Although the building was
damaged in the 1869 fire, the interior appears to have been rebuilt along similar
designs to the original plan. Much of the milling equipment survived the fire
because the grain stored above fell onto the equipment and preserved it.

As originally built the mill contained a hursting mill consisting of eight
run, or pairs, of 54 inch French burr stones. Only five run of stone were generally
in use at one time. The other three were being dressed. [Figure A-3] Milling
exposed the kernels to successive grindings that first remove the bran and then
reduce the endosperm to a flour. The meal was sifted after each grinding to
remove bran and produce various grades of flour. Until the 1870s grinding was
undertaken by millstones. Grinding grain by millstones could not provide a good
separation of bran from the endosperm. Usually grain could only be passed twice
through millstones as further grinding produced too much fine bran in the flour.
Stone grinding produced a product known as middlings which consisted of a
mixéurc of bran and endosperm. It had no human market and was sold as animal
food.

Later, probably during the 1880s, milling was augmented by ten steel
rolls, nine inch in diameter and 30 inches long were installed used for bran and
coarse middlings. During the 1870s the first practical roller mills were developed.
These mills provided far greater control over the process and several grindings
could be undertaken to reduce the flour. [Figure A-4] The power requirements
were the same as for stone mills and the same quantity of flour were produced.
Roller mills were also less labour intensive as a millstone had to be dressed every
10 to 15 days to ensure a good grinding surface. When roller mills first appeared,
millers began to substitute the second grinding by millstones with roller mills.

After World War One the stone hursting mill was removed and replaced
by a hammer mill, a third type of mill that came into use in the late 19th century.
These were high speed grinders that could produce a coarse meal in a one stage
reduction.

In overall design, the G & W mill was typical of a well designed grist mill.
The mill was located adjacent to the engine room that provided power for all the
equipment.

Sifting, scalping and grain cleaning equipment was located in the two
floors between the grain bins and outside walls. Sifters, scalpers and reels were
used to remove coarse refuse in grain such as straw and rocks, to separate bran
and germ from the endosperm, and to produce various grades of flour. In the
milling trade sifting is known as bolting. By world war one bolting was done by
five gyrating scalpers and one round reel. Narrow four foot passages extend
along the north and south sides of the bins. Along the other two walls the
distance from the bin to the wall is about 12 feet. After the grain was ground it
was transported to bins in the mashing room.

Historica Research Limited Page 8



SECTIONA Process Descriptions: Beverage Alcohol

FIGURE A-3
The milling floor in Building 3, Nov 12, 1918. Thefloor, some chutes, power

transmission shaftsand equipment remain in 1994 but evidence the stone mills

has vanished.
Source: G&W/British Acetones photograph #71.

Historica Research Limited Page 9



SECTIONA Process Descriptions: Beverage Alcohol

FIGURE A-4

Three high roller mill, powered from a line shaft below thefloor, used by G&W

around the turn o the century; in 1994 two almost identical millsare located in

Building#3.

Source: Nordyke & Marmon Company, Catalogue#48: Flour Milling
Equipment

Historica Research Limited Page 10



SECTIONA Process Descriptions: Beverage Alcohol

All machinery except the hursting millswere belt driven by a steam
enginelocated in a separate room adjacent to the mill building (building #2A).
[FiguresA-14, 15] The hursting mill was driven by shaftsand gears and the
main gear train wassituated on a brick platform on the ground floor. The mill
equipment was steam powered until at least 1918. Line shafting on the ceiling of
the ground floor powered both the el evating machinery and the millson floor 1.

No evidence could be seen for how power was brought to the equipment
on thescalpingfloors. Some belt connectionsmust have been provided in the
19th century. After thefirst world war the equipment was converted to electric
power. Thegrainelevator was still operated by beltsand pulleys but powered by
an electric motor. The beltsand shaftsfor al milling equipment was removed.

During the first world war the mill worked 24 hours a day, six daysa week
and had an average daily capacity of 4,000 bushels. The G & W mill had a
capacity similar to amedium sized grist mill. A small grist mill had a production
of about 100 barrels per day whilealarge onewould be about 6,000 barrels. G &
W had a capacity of about 800 to 900 barrels.

Millingis presumed to have ended when grain alcohol production ceased
a G &Win1957.

On Ste Resources

See Section B: Stone Digtillery — Mill Building#3; Engine Room #2A

1.1.3 Malting
Process

Malt isan enzyme created during the germination of barley. The enzymewas
essential in the manufactureof grain alcohol asit converted the starchy matter of
grainintosugar. Inthe19th century thiswasreferred to as a diastaticferment.
Nineteenth century whisky grist contained generally 25% or more malted barley.
The balanceconsisted of corn mixed with malted and unmalted rye, oats and
whest. It appearsthat G&W used no more than 10% malt.

Until the 20th century malt was the only economic way of converting
starchinto sugar. In theearly 20th century anew process was devel oped that
used fungal amylase.

When malt was used only as an enzyme, 19th century distillerscommonly
employed the so called "long" malt process. Thisconsisted of steeping the barley
in water for 48 to 70 hours and then leaving thegrain to a prolonged "flooring” at
amoderatetemperature. This produced the maximum amount of enzyme. A
short mat period was considered seven to ten dayswhilealong malt processwas
about 20 days.

When the barley was taken out of the steep, thefirst stepin "flooring" was
to place the grain in acouch, or hegp, to germinatefor 12 to 24 hours. The hegp

Historica Research Limited Page 11



SECTIONA Process Descriptions: BeverageAlcohol

retained the heat of germination and speed up the process. After germination had
occurred, the grain was plowed, or turned over, twice a day for two or three days.
On thefifth day of flooring, the malt wassprinkled, if necessary, with two to five
gallonsdf water per quarter of grain (8 bushels).

Malting floorswere constructed of cement, tiles, or slate, of whichtiles
and cement were considered the best material.

Germinated barley, called green malt, contained the maximum amount of
enzymeand was preferred by distillersthat used malt for itsdiastatic
characteristics. Kilning of malt restricteditsenzyme power. Whenadistiller
cogfld neoé use green malt, amalt kilned at alow temperature was sometimes
preferred.

When germination has reached the correct stage, the grainwas transferred
into a malt kiln. Kilning terminated the germination process and drying the malt
enabled it to be stored and to prevent any mold growth. Kilning took about four
dayswhileflooring took ten to 20 days. Thus, theflooring time determined the
capacity of amalt house.

Two typesof kilnswere used. In British designsthe combustion gases
passed through the malt. [Figure A-5] This produced thedistinctive "peat” taste
of scotchwhisky. On the continent the kilnsused hot air separatedfrom the fuel.
After kilning, therootlets were removed by screeningthe dried malt.

Not all distillers produced their own malt. Malt could be purchasedfrom
brewers and companiesthat specializedin malting. By 1900 anew process,
called pneumatic malting, began to supersede the flooring method. Thiswasa
largeindustrial process usualy undertaken by specialized companies.

Intheearly yearsof G & W, mat was purchased from local brewers. Itis
not known if G & W produced malt prior to completion of a malt house in 1863.
Although G & W manufacturedits own malt until thefirst worldwar, the
company continued to purchase malt.from brewersand malt companies.

The G & W malt house seems to have represented the current practicein
malt house design. Barley wasstored in theattic (floor 3). The twofloors
directly below, floors 1 and 2, were used as malt floors. This arrangement
continued until malting ended. Althoughthe ground floor was designed for
malting, it does not seem to have been used for this purpose.

Contemporary descriptionsgive the capacity of the malt house as 40,000
bushels per year. In reality the capacity was probably closer to haf that amount.
Each floor of the G&W malt houseis 6,690 ft? and therefore would have a
capacity of 268 bushels per floor or 536 bushelsfor thetwo floors. If flooring
timeisoptimistically given as10 days then there would be 36 possible maltings
per year or 19,000 bushels per year.

HistoricaResearch Limited Page 12



SECTIONA Process Descriptions: Beverage Alcohol
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FIGUREA-5

Longitudinal sectionof a200 quarter (1,600 bushel) malt house at Mortlake,
Scotland. By theend of the 19th century, the recommending that optimal floor
coveragewas 8 bu/quarter (200 ft?). The capacity of this building was about three
timesthat of the G&W malt house but the design dements are very similar those
that still exist in 1994 in Buildings#35/36.

Source: EncyclopediaBritannica, 11th edition, (1911), vol 17, p.503.
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SECTIONA Process Descriptions: Beverage Alcohol

No evidence of astegpingtank wasnoted in1994. Good designs called
for thesteeping cisternsto belocated a the top of the malt house. Thiswould
have been on the second floor and the floor at the south end was of timber unlike
the concrete covering over therest.

Asoriginaly built barley seemsto have entered the malt house by means
d aninclined elevator. Thelocation of the elevator may account for thefact that
thereare no doors on thefirst and secondfloor as they would haveinterferedwith
the loading hopper on the ground. The ground floor door was offset to the north.
The elevator was powered by a steam engine on the third floor and connected by
line shafting in the roof trusses. No evidence of the elevator, engineor line
shaftingremained in 1994. Only a portion o a chimney suggeststhat the system
was actualy ingaled.

In addition to the elevator, loading doors opened on the front o the
building from the second and third floors. A hand operated hoist wasstill in place
IN1994 on thethird floor. Trap doorsseem to have been used to movethe barley
from thetop floor to the mat floorsbelow. Several trap doorsarestill visible.

Doorsentered into the malt kilnsfrom floor 3 (attic), floor 1, and the
ground floor. Nokiln floorsremain. The number of doorsinto the'kilnsuggest
that therewere oncefour floors per kiln. Signson the doorson floor 3 state "#1
Madt Kiln Area149,477 cubicinches' and "#2 Mdt Kiln Area149,477 cubic
inches" Themat capacity of each floor is estimated a 268 bushels. The
capacity of each "malt kilnared" isapproximately 67 bushels. (one bushel equals
2218 cubicinches) If oneassumesthat each kiln served one malt floor, then four
floorswould have been necessary in each kiln. The remainsof four floorscan be
seen in building #36A.

TheG & W kilns appear to havefollowed British design. Contemporary
lans depict two furnacesin the basement in locations that agree with the existing
urnacesin1994. They rested on heavy stonewalls, suggesting that the extra
stonewall inthe east kilnisalater addition.

G & W reduced their mdt production over the yearsas more was
purchased from outside suppliers. The buildingsweregradually converted into
other uses. By 1890 the eatt kiln (building#36B) isindicated as for mdt storage.
All of thewindows and a doorway to Mill Street were bricked in.

Kiln #36A was used up until World War One. During the war, and
probably afterwards, theattic of the malt house was used for bran storage from
themill. TheReport d British Acetones (Photo #167) showsatall ventilator on
top of building#36A whileaglass cupolaissituated on Building#36B. Fire
plansfor 1915 indicate that it was still akiln. The malt house (building #35) was

-later used asarack warehouseand at closure, in 1990, for lumber storage. The
kilns (building#36) were usad for storageand as an engineer's office.

(" Site Resources

The malt processissurprisingly well representedat G & W.
See Section B: Maltings - Buildings#35 & #36

Historica Research Limited Page 14



SECTIONA Process Descriptions: Beverage Alcohol

114 Mashing
Process

Grain mashing converted starch into sugar and produced aliquid known asawort.
Distillery mashingwassimilar to the processemployedin brewing. However
distillersattempted to convert the starch as compl etely as possible into alcohol
yieldingmaterial.

A grist of malted and unmalted grains was mixed with hot water (66° to
77° C) and agitated for severa hours. Throughout most d the19th century
mashing was donein large wooden tanks or tunsfitted with mechanical agitators.
Typically these mash tunswere about 18 feet in diameter and eight feet deep.

By theend of the century mashinga preliminary cooking a high
temperaturewas undertakenin horizontal cylinders or convertorsknown as
"Steels Mashers." Mash produced by the convertor was more rapidly broken
down by enzymereactionsd themalt. The mash was pumped into mash tunsto
continuethe process.

After the starch material had been converted into sugar the liquid was
pumped through a cooler before entering the fermenting tuns.

Some contemporary sourcesindicate that the entiremash including the
grain passed through the fermenting process and was pumped into the still.
Othersindicatethat the spent grainstfrom the mashing processwere known as
"draff" and used as cattle food.

In the 1860s mashing a G&W was donein four copper lined mash tuns.
A pre—fire description indicated that the ground meal wasstored in binsover the
mash tuns.

By 1900 mashing was undertakenin four Cypruswood tuns16feet in
diameter and 5'6" deep. Each tun was heated with four steam heating coilsand
fitted with mixing rakesdriven from below through mortised wheels and shafts
from the mill engine. The grist was conveyed by spoutsto hopper cars from
storage binslocated on thetop floor of the mash building. The meal binshasa
storage capacity of oneday's productiond the mill. The hopper cars measured
the grist and conveyed it to the proper mash tun. After mashing the wort was
pumped through six inch copper pipesto the fermenting room.

After World War One, two cylindrical mash cookerswere installed that
appear to be "Steels Mashers." Installationdf these cookersresulted in
considerablechanges to thedesign of theground floor. These grain mashersare
still located in 1994 on the ground floor d Building#5.

On Site Resources

SeeStone Distillery — Building #5

Historica Research Limited Page 15



SECTIONA Process Descriptions: Beverage Alcohol

FI QUREA-6
A late 19th century distillery mashing area that was likely typical of that used at
G&W. Thedrum type"SteelsMasher" that isin Building#5 in 1994 isa 20th

century development. _ _ _
Sour ce: Chemistry, Theoretical, Practical and Analytical asapplied to the Arts

and Manufacturers, 1882, p.70.

Historica Research Limited Page 16



SECTIONA Process Descriptions: Beverage Alcohol

12 MolassssMash
Process

Mol asses mash was used to manufacture rum and industria alcohol. As molasses
wasaready asugar, no special mash processwas needed. Molasseswas diluted
with water and ready for fermentation.

Although rum could have been produced a G & W during the 19th
century, thereis no material or documentary evidence of the use of molassesin
the plant until the 20th century. About 1902 the compan%/ began to molassesto
produceindustrial acohol. The processis described 1n the industrial alcohol
section of this report.

Sometimeafter 1918, perhaps1920, G & W began to produce rum. After
1957 only rum was being produced and both grainand industrial alcohol
production ceased.

Onh Ste Resources

See Section B: Stone Didtillery - Buildings#8 & #9 [1Jsed for industrial aswell
as beveragealcohal].

13 Fermentation
131 Yeas
Process

Y east was prepared in such a manner asto ensurea pure and vigorousculture
which actively attacked the sugar in the mash. A master culture, kept in the
laboratory, was purified through standard biological methodsto eliminate any
possibil g}/ of contamination. The pure yeast culturewas used to inoculateasmall
amount of sterilesugar mediuminatest tube. After about 24 hours, the growth
was transferred to amuch larger container holding a sterile molasses mash. The
procedure was repeated, the culture being transferred to increasingly greater
volumesaf sterile molassesmash until asufficiently large culture is established.
Thisis used to seed the fermentation tanks. The yeast process specifically used at
G&W was not researched.

Oh Ste Resources

SeeSection B: Stone Digtillery : Buildings#6 & #7

Historica Research Umited Page 17



SECTIONA Process Descriptions: Beverage Alcohol

1.3.2 Fermentation
Process

Fermentation began with the additiond yeast to thewort in fermenting tuns. The
resulting reaction converted the mash sugarsinto a 6% to 10% alcohol solution
and carbon dioxide. Fermentation lasted from threeto nine days, depending upon
the season. [Figure A-7] Once the process was completed, the fermented wort
was called a beer or awash.

In order to prevent unwanted bacteria growth, asmall quantity of acid
was often added to the wort in a processknown as souring. The acid created a
better working medium for the yeast.

At the beginning of fermentation the wort temperaturewasabout 60 ° F.
and during the processroseto about 85t088° F. If thetemperature went too
high, thefermentingtunswerefitted with either water jackets or with pipesinside
the tunsknown as "attemperators' through which cold water could be pumped.

Thefermented liquid, or wash, was pumped into a beer well prior to
entering the distillation column.

Fermentationat G&W was hitorically undertaken in largewooden tuns
located in buildings#6,#7,and #8. Fipe connectionswere made on the cover of
the tunsin order to collect the carbon dioxidefrom the fermentation.

Beginning in 1916 the company began to replace thewooden tuns. At
closurein 1990 the tunsweremade o copper and did not have cover connections
to capture carbon dioxide. The tunswere subsequently scrapped.

An 5,996 gallon acid tank was located outside building #6 in 1969.

On Site Resources

See Section B: Stone Distillery - Buildings#6, #7
Pure Spirits Complex - Building #57.

14 Digillation
14.1 ContinuousDistillation
Process

Digtillationis a purificationprocessinwhich the beer, or wash, is separated into
alcohol, water and other componentsby meansof steam. Modem distilleries
contain stills constructed of several columnsinwhich thewash isredistilled on a
continuous basis until the desired strength of acohol isachieved and all undesired
impuritiesareremoved. Until multiple distillation columnswere used, acohol
was purified, or rectified, by redistilling thewash several timesin individual
operationsand filtering out impurities.

HistoricaResearch Limited Page 18



SECTIONA Process Descripti ons: Beverage A cohol

FIGURE A-7

Fermentation tunsin Buildings6 or 7, Nov 19,1918. Thesewooden tuns were
later replaced with copper tanks. In 1991 these copper tanks were removed,
leaving concrete bases to indicate thesize and pattern of tanksin these buildings.
Source: G&W/British Acetones photograph #87.

Historica Research Limited Page19



SECTIONA Process Descriptions: Beverage Alcohol

Thefirst distillationof a beer produced a product known as"low wines'
that yielded between 45%and 75%al cohol and contained impurities. These
impuritiesimparted distinct odorsand tasteswhich were objectionablein
beverage alcohol. Redistillation df acohol removed theimpuritiesand increased
the alcoholic content. Historically, alcohol was purified, or rectified, by
redistillingthewash several timesin pot stillsand filteringout impurities.

In the early 19th century Aeneas Coffey invented a still that bearshis
name in which the rectification was undertaken in one continuousoperation.
Coffey'sstill economized on time, fuel, and materia aswell asobtaining aspirit
of higher purity than could be obtained by apot still. The earliest Coffey stills
were a doublestill consisting of two adjacent columnstermed the analyzer and the
rectifier. Both columnsworked on essentially the same method. Later, additional
columnswere added to the system to produce better z;l) uality alcohol. Until the late
19th century the Coffey still was not considered suitable for whisky manufacture.
The product was considered too pure aspirit, devoid of taste and suitableonly for
industrial acohol. Pot or batch distillation was seen asthe only suitable process.
By 20th century all formsof beveragea cohol could be madein the stills.

The processof distillation began when the beer was pumped from the beer
well into the analyzer column. Thiscolumn was aso known asthe beer column
or wash still. The columnsare divided into anumber of chambers by perforated
copper plates. Each compartmentis connected to the next by meansd adrop
pipestanding slightly abovethelevel of plate and passing downwardsinto a cup
whichformsaseal. Each compartment also contained asafety valvein casethe
plateswere choked or the pressurein the still rose excessively.

Steam from the base of the analyzer passed upwards and thento the
bottom of therectifier. Wash was pumped into the column near itsmiddle. The
upward pressure of steam kept the wash from passing through the perforationsin
the copper plate until itsleve reached the top of thefirst drop pipe. Thewash
then into the cup on the plate below and so on to the next plate. In this
way, the wash flowed from compartment to compartment of the analyzer until it
reached the bottom and passed out of the analyzer by means of aspent wash
siphon. The spent wash was used as a cattlefeed.

The steam on its upward passage through the analyzer carried the
alcoholicvaporsand other volatilematter o thewash. The a cohol O|oaz~:.sed from
thetop of the analyzer to the bottom of the rectifier and then upward through the
rectifier from compartment to compartment.

At aspecificlocation in the upper part of the rectifier, the bottom of the
compartment was formed of a heavy copper sheet, known as the spirit plate. It
was placed so that alcohol vaporscondense either on or immediately abovethe
plate. The alcohol passed out of thestill from the spirit plate chamber to be
cooled and collected. Vaporswith alower boiling point than acohol, such asthe
aldehydes, passed out the top of the rectifier and were collected separately. Less
volatile componentsof the wash were termed fusel oil and passed out the base of
therectifier to be cooled and gathered in a separatevessdl.

The original 1837 Gooderham distillery was described as awooden
distillery. All vessals, pipesand stillsweremade of pine. The pipeswere 9"

Historica Research Limited Page 20



SECTIONA Process Descriptions: Beverage Alcohol

squarewith aboringof 21/2" in diameter. Thedistillery contained equipment for
filtering the spiritsthrough charcod. A descriptionof acontemporary wooden
distillery "near Toronto" isgivenin Chemistry, Theoretical, Practical and
Analytical (pp. 104-104).

G & W probably relied on pot stillsalthough thereisareferencethat by
1850 G & W wasusing a "patent still" (continuous still) to produce 50 over proof

(o.p.) spirits.

The 1859 plant was constructed with a continuousstill. The main column
was 40 feet tall and was located on thethird and fourth floors of the distillery.
The original still equipment was constructed by Booth and Son in Toronto.

By 1872 the company operated six stills. Thereisno indicationif al were
continuous of if some werepot stills. Somewere probably used for primary
distillationand othersfor rectification.

In the 19th century most distilling in Canada was carried out between
October and May. Traditionally,the water supply in summer monthswas of poor
quality and unsuitablefor mashing. Aswell, unrefrigerated water was used asthe
coolant in the condensers and warm summer water was less efficient as cold
winter water. The G & W plant wastypical in that it operated from October 15 to
June 15 each yesr.

Secondary digtillation, or rectification could be undertaken throughout the
year. In order to providestock for rectificationin the summer, acohol from the
primary distillation was stored in vaults under the malt house.

When the plant closed in 1990 the company was using afive column still
consistingof afour column till and one column of asecond unit. Didtillation
was.carried out with 10 poundsd steam. Most of thedistillation equipment in
1994 in building #5 was built by the E. B. Badger and Sons Company, Boston and
the Vulcan Copper Supply Company of Cincinnati.

Distillation commonly producestwo gradesof acohol — #1 acohol and #2
alcohol. #2 alcohol was extensively by vinegar manufacturers. Distillery
by-products included fusel oilsand distillery dop. -

(n Site Resources

See Section B: Stone Didtillery - Building #5
Pure Spirits Complex - Buildings#55 & #56
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FI GUREA-8

Schematicdiagram of beveragealcohol distillationin
Building #5 in ¢.1938. A smilar layout existsin the
buildingin 1994 although some equipment hasbeen
replaced and additional columnshave been added.
Source: Alcohdl in Industry, Gooderham & Worts,
1938.
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1.4.2 Redigillation
Process

Thefirst product of distillation - the"low wines' = wererdatively low in
alcoholiccontent and contained numerousimpurities. The Coffey still
automatically continued the distillation of thelow winesto increase the a cohol
and removed impurities. Prior to the advent of thisstill and in the manufacture of
certain beveragealcohol, the alcohol was redistilled in discreet operationsin a pot
still in order to obtain thedesired spirit.

Redistillation separated the low winesinto three components = foreshots,
clean spirit and feints. Foreshotshad the lowest boiling point and were thefirst
liquid removed from the still. Feintswerethe last part of theredistillation of the
low wines. Feints contain fusel oilsthat had some commercid vaueasa by-
product. Some of the foreshotsand feintswere added back to the low winesto
Increasethe efficiency of the reditillation process.”

After Gooderham & Wortsclosed their windmill for milling purposes, a
distilling columnwas constructedin the building to rectify spirits. Alcohol was
piped from the charcoal rectifiersand redistilledin two copper pot stillsto 60 o.p.

Althoughthefirst distillation was not done in the summer, redistillation
could be undertaken throughout the year. Alcohol from thefirst distillationwas
stored in vaults bel ow the malt house (building#35) until they were redistilled.

A feint storageand tank shed waslocated on Trinity Street in 1880.The
reason for storing feintsis not known.

The rectifyingstillswere moved into a new building, caled the pure
spirits buildingin 1873. The buildingwas constructed to manufacture neutral
spiritsfor use asa base in gin, vodka, cordia s and blended whisky.

Althoughthe building contained four sdf contained areas, by thefirst
world war the building only contained three stillsin buildings#54, 55 and 56. In
1880 building#53 wascalled a"spirit house" By 1909 the building may have
been usad to producespecia beverages asit had water tanks on the 2nd and 3rd
floor and syrup barrelson the 3rd floor. By 1943 it was astill house.

Buildings#54~-56 contained the threeworking stills. Still # 1.had a
capacity of 4,000 galonswhile#2 and #3 stills had capacitiesof 7,000 gallons.
Number 2 and number 3 stills were usad for the manufactured whisky. The
purposed #1 still isunknown. Thelinesfrom thetail boxeswent directly into
the #2 tank house (building #61) which contained 16 9,000 gallon tanks.During
thefirst world war, the pure spirits buildingwas used for butyl alcohol
rectification. Building#57 wasalso part of the pure spirits complex but used to
store acohol and fusel oil.

By 1969 the pure spirits buildingwas no longer used asadistillery.
Building#53 seemsto have been usad as an excise office and asan entranceinto
mixingroom #61. Building#54 contained a denatured tank while#55, 56, and 57
were usd for "anti—freeze drumming.”
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FIGURE A-9

Theinterior of the"Pure Spirits’ Building 53, 54, 55 or 56, November 1918. The
mezzanine level at the back of the photo and the corbeled brick to support afloor
can still beseenin most o these buildingsin 1994 but the exact building cannot
be determined from this photo dueto the extensiveremodelingdf the interior at
various times during the 20th century.

Source: G&W/British Acetones photograph#103.
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On Site Resources

See Section B: Madltings— Building 35
Pure Spirits Complex — Buildings53 to 56

1.4.3 Filtering
Process

Imﬂuritiescould be removed by filtering the spiritsthrough charcoal. The
techniquewas very smple but was not as effectiveasredistillationand did not
increase the alcoholic content of thespirit. A charcoa column was commonly
sevento 30feet tall and threefeet in diameter. In most casesspiritswere filtered
prior toredistillation and therefore were part of alarger rectification process.

By 1838, and probably sincethe still openedin 1837, G & W used
charcoal tofilter their spirits. This product was filtered through tall wooden
rectifying vats containing charcoal and poured into barrelsfor aging. Thistyped
alcoféloll was called "common whisky". It isnot certainif the spirit was redistilled
aswell.

The Gooderham Company used charcoal filtering until thelate 19th
century. After the new distillery was completed, charcod filteringtook place on
third and fourth floorsd building#5. The charcoal filtering equipment consisted
of 42800 gallon tanks.

The company operated a charcoal burning shed to supply charcoal. By
1890 the building had been replaced by a copper shop (buildings#71and 72).
The land is now the vacant areawest of building#75. Thissuggeststhat the
company purchased it charcoal from outside suppliers.

Industrial dcohol was asofiltered and in theearly 20th century the
Generd Distilling Co had arectificationhousein its molasses distillery.
On Site Resources

Noneidentified.

1.5 Mixing/Distribution
Process
Mixi n%BuiIdin s#61land 62 werelast used tofill barrelsand as acentral area

through which dmost al of the product pipesin the complex passed. Filling
barrel swith spirits, bothfor aging and for sale, wasthe older of thetwo functions.
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FIGUREA-10
Racking of butyl alcohol in Buildi ng 61or 62, Nov 13,1918. Thelayout of tanks,

?um ps and associated equipment and pipes was Iargely unchanged until the
acility was scrapped in 1991; the wooden tank platform remainsin 1994.

Source: G&W/British Acetones photograph #10:
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IN1880 the "racking of spirits' into barrelsoccurred in building #34. By
1915 no buildingwasidentified for that function; building#34 having been
converted into a paint shop. It may bethat one of the tank storagewarehouses
was used for racking. By 1918 "mixing" or "racking" was probably undertakenin
tank houses now called building#61 or 62.

Theterm "mixing room" was not used until after thefirst world war when
the name was applied to aformer tank house (building #61). The former
cooperageand tank house, Building#62, was amixing room by 1969. The
mixing rooms came to play a central part in the operation of thedistillery.
Virtually al liquidsused in the complex passed through the mixing rooms by
pipe. Themixing roomswere connected by pipesto:

* Spirit receivingtanksin building#5

* Rall tank carsat building #60
Denatured warehouse building#47
Tank houses# 48, 49 and 50.

* Truck connectionsoutside #61.

As G & W manufactured both beverageand industria acohol, the
different productshad to be handled in separate systems. Pipeswere colour coded
to ensure tha improper connections were avoided.

On Site Resources

See Section B: Pure Spirits Complex = Buildings#61 & #62

16 Aging
Process

Theaging o alcohol involvesa seriesdf chemical reactions producing changesin
the original distillatethat improve thearomaand taste o thefinal product.

Prior t0 1885 G & W acohol wasfiltered through charcoa and then aged
for between two monthsand one year and sold as commonwhisky. In 1880
buildings#31, 32, 33 wereused for the storagedf spirits, probably in barrels.
Additional warehousingwas doneintanksin buildings#61, 62, and 63.
Buildings#58 and 59 werefor the storage of"spirits and whiskey," suggesting this
was for bottleand barrel storage.

In 1885, an aging law was introduced whereby spiritshad to be aged for
two years before being sold. All whisky referred to as rye whisky was stored in
barrels. The spiritsrequired for chemical and mechanica useswerekept intin
and copper tanks. Thisacohol had to be kept whiteand clean, otherwise the
druggistscould not useit if it had any colour.

Asaresult o theaging law that required two years of storage, the
company had to increase the manufacturingas well asstorage capacity.
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SECTION A Process Descriptions: Beverage Alcohol

By 1915 only building #42 was a rack warehouse; all other storage,
including the east half of building #58 was in tanks. The building #59 and the rest
of building #58 were a bonded warehouse and spirit storage. By 1943 #58 and
#59 were converted to an antifreeze canning operation.

Most of the warehouses were specifically built for spirit storage. However
some buildings were converted to rack storage. By 1918 the malt house (building
#35) was used for general stores and by 1943 all four floors had been converted
into a rack warehouse. Building #34 was used as a rack house by 1943.

For some years, around the 1940s two rack warehouse, #43 and 44 were
used as general warehouse of the Howell Forwarding Co.

On Site Resources

See Section B: Buildings #42 #43 #44, #64, 65, #66, #75: barrel warechouses
Building #48, 49, and 50: tank storage.
Maltings: Building #35 [later used as rack house]

1.7 Blending, Packaging and Shipping
Process

Various batches of alcohol were blended together to produce a standard product.
This was then poured into bottles or barrels for sale. No research was undertaken
on blending or packaging history.

Little evidence of blending operations were noted on the G & W property.
The principle survivors in 1994 were the tank bases and barrel dump trough in
Building #61. The process of bottling was not researched for the property. A
bottle storage warehouse was located south of the tracks in 1915 but was removed
by 1943.

No bottling was done at the plant by the 1980s. Products produced at
other plants were warehoused on the property. By 1943, after building #58 and
#59 were converted into an anti-freeze line, beverage bottling was undertaken in
the former laboratory (building #25).

In 1880 a small shipping warehouse was located near the railway tracks
and connected by a "raised tramway" to building #62. A shorter tram was used
after the "long room" building #62A was completed in 1883. The shipping
warehouse disappeared when warehouse #74 was completed on that site in 1927.

By 1943 the former east boiler house (building #46) had also been
converted into bonded storage.

Building #62A ("Long Room") was constructed in 1883 and used for bulk
shipping. This was a long, low building used as a barrel transfer warehouse. This
area was used to hold stock material awaiting shipment. There were five lines of
rails for barrels.
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The conveyor system from the canning plant, third floor, entered into room
62A. Therewas alsoa narrow loading bay between 62A and the packaging
building. Thishad acovered roof and alarge chuteinit. Thisseemsto have been
agarbage drop for extramaterial from the packaging department.

(O Site Resources

See Section B: Pure Spirits Complex - Buildings#58 & #59
Case GoodsWarehouse - Building #74
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2 INDUSTRIAL ALCOHOL
21 Manufacture
Process

The Generd Digtilling Company was organized by theownersof G & W to
produce industrial, non—potable acohol from molasses. No reasonfor the
constructionof the plant wasfound. G & W may have beenlookingfor new
products. Aswell, molasses dcohol could be madein the summer which would
complement thewinter distillation d beverageacohoal.

The plant was completed in 1902 and operated virtualy independently of
theG & W didtillery. The complex was constructed on thesite of twoformer G
& W tank housesat the comer o Mill and Parliament Streets. The company
converted 100 tons of molasses into 10,000 gallons of acohol per day. The
distillery operated in the summer for about six to ten weeksor until all the
molasseswas used up.

Thedistillery needed alarge storagefacility for molasses. By 1915a
1,250,000 gallon molassestank had been constructed where the present large
glycol tank stands. By 1918 the tank had been converted to butyl storage but was
back to molasses by 1943. A smaller outside molassestank seemsto have been
constructed after 1918.

In general, the processfor manufacturingindustrial acohol wasidentical
to beveragealcohol. The main object .wasto produceas high ayield of alcohol as
possible. Tasteand flavour wered secondary considerationand only important
wr:%w the acohol was employed for some purposes such as pharmaceutical
products.

Industrial alcohol wasfiltered and redistilled like beverageacohol. The
Genera Distillingcharcod filter room was 123 feet by 29 feet and located
between the distillery and boiler house It contained 32 cast iron rectifying filters
using charcod.

During thefirst world war the industrial acohol complex was converted
into an acetone plant. Although the buildings o the Generd Distilling Co were
newer than the original G & W plant, they were demolished sometime after the
first world war. They may have been too expensive to reconvert to al cohol
productionafter thewar.

Large scaleindustria acohol productionended with theremoval of the
Generd Distilling plant. G & W produced some industria acohal inits
originally digtillery after thisdate. In the 1920s, the company began to produce
anhydrousacohal intheorigina distillery building.

Possibly thelargest singleuse d acohol in Canada, in the 1930s, wasas
an antifreeze. G & W developed anew product called "Hot Shot" as a blend of
denatured a cohol, certain oilsand other ingredientswhich produce a non-
corrosive solution. The demand for "Hot Shot" enabled the company to change
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from shipping the product in only steel drums to producing sealed gallon and
guart cans of the antifreeze.

Ethyleneglycol was stored in tanks at thewest end of the property and
brought by pipesto the canning department in building #58/59. The businesswas
so important that by the 1940s the former bottling linein the building had been
moved and replaced with the anti—freezeline.

Until closure o the plant, G & W continued to import industrial alcohol to
the plant to supply theindustrial needs of Toronto.

On Site Resources

See Section B: The vacant areaalong Mill Street isall that remainsof the Genera
Distilling Company plant.
Pure Spirits Complex — Buildings#58 & #59.

2.2 Denatured Alcohol
Process

Since an excise duty was collected on ﬁure spirits, most industrial acohol was
sold asdenatured alcohol. G & W in the 1930s carried over 100,000 gallons of
variousgrades of industrial alcohol in stock for immediatedelivery. Thisrequired
alarge denaturing department for both the storage and movement of drums.

Themost common denaturent was methanol. A methanol line ran from
pump in building#74 to denaturing building#47. The pipe ran through #62A but
did not enter mixing rooms#61 and 62. A second pipe ran from pump house #60
through mixing room to#47

The denatured a cohol buildingwas builtin 1887 as a tank house and
convertedto its current use before1943.

Building#47 contained 12 large alcohol tanksthat are used to mix
denatured alcohol. Denaturing chemicalswere stored in small metal tanks of five
to ten gallons and then mixed with ethyl alcohol. Compressedair was used to mix
the chemicals. By the1980s, G & W no longer manufactured industrial alcohol at
their plant as the company'sdistilling process had become too expensive. Instead,
G & W bought ethyl acohol from Montreal and denatured it in Toronto so that
they could supply the local markets.

On $te Resources

See Section B: Denatured Building#47
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23 AnhydrousAlcohol
Process

Ditillation inacontinuousstill can produce a cohol that isabout 95% pure, the
remaining consistingmodtly of water. For most commercia uses, acohol of this
strength or wesker isused. Consequently, alcohol isstored at that strength.

It was only during the 1920s thet the large scale commercia production of
anhydrousethyl a cohol became financialy viable. Ordinary acohol is95%
acohol and 5% water. Ordinary distillation methodswill not removethe
remaining 5% of water because it isthe natured ethyl acohol to hang on tightly
to thisremaining water.

Several processesmay be used in the manufacture of absolute or
anhydrousalcohol. A "few yearsago" G & W ingtalled a process by which the
vapor of boiling alcohol was bubbled through ethyleneglycol running down the
column from plateto plate. Thischemica had aremarkable affinity for water and
asit descended, it carried avay water remainingin the alcohol. The product was
condensed and collected as absolute acohol that was 99.98% pure. The product
was piped from thestill in building #5 to the mixing room #61. The still wasnot
in use by 1969.

On Site Resources

See Section B: Stone Distillery — Building#5 [anhydrousalcohol still]
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3 ACETONE
Process

Acetonewasasolvent in production of cordite - an explosiveusedin
great quantities by the British in the First World War. By theearly 20th century,
the British Ordnance Committee had standardized the formulato consist of 65%
gun cotton, 30% nitroglycerin,and 5% minera jdly (Vasdline). Acetonewasthe
solvent to reduce the nitroglycerinand gun cotton intoa jelly. Onepint of
acetonewas sufficient to make one pound of cordite.

The British Acetones Toronto Limited wasformed early in 1916 to
manufactureacetonefiom corn by the, then, newly discovered Weizmann
process. G & W converted their industrial alcohol plant operated by the General
Distilling Co. into an acetone plant for the duration of thewar. Thefirst
agreement with British Acetones wasthat only the property of the General
Distilling Company would be used. The G & W facility would only provide
milling and mashi n?facmtles Then, "through the patriotism of Gooderham and
Worts the entire plant was gradual Iy converted to the production of acetoneby
theend of thewar. The plant produced 2,850 tonsof acetoneduring its operating
history from August, 1916 to November, 1918,

Acetone could be produced by several methods. One process used before
the War consisted of converting alcohol into acetic acid, theacetic acid into
calcium acetate, and finally calcium acetate into acetone. Acetonewas also
extracted from seaweed and this became an important source during the War. But
all methods had production limitationsand war demands forced the devel opment
o new technologies.

British Acetonesadopted the Weizmann processat the G & W plant. This
was a bacteriol ogical process analogousto the manufactureof alcohol. A starch
solution, either grainor corn, wasinoculated with a " culture" and the ensuing
fermentation produced a beer of acetone (0.7%), butyl acohol (1.4%), ethyl
acohol (0.08%), carbon dioxide and hydrogen.

The Weizmann process produced large quantitiesof butyl acohol -
product for which therewas limited commercial or military demand duringthe
war. Therefore, in 1917 British Acetonesbegan constructing aplant to convert
the alcohol by means of acatalytic processinto methyl-ethyl-keytone(MEK), a
solvent with similar characteristicsto acetone. Only asmall quantity of MEK was
shipped before the war ended.

On Ste Resources

After thewar, most of the former General Distilling Co. plant was demolished.
The only remaining buildingis aformer still house constructed on Mill Street
sometime between 1916 and 1918. Thisbuildingisnot owned by G & W.

An iron cooler still remainsin Building#6. [Figure B-16; further
researchshould be undertakento confirm if thiswas an acetone mash cooler]
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SECTION A Process Descriptions: Distillery By—Products

4. DISTILLERY BY-PRODUCTS
4.1 Mill By-Products

Bran, the outer covering of a grain of wheat, was removed from the grain during
milling and separated from the meal by means of scalpers.

The method of handling bran at G & W in the 19th century is unknown.
By the early 20th century the bran was blown from the ground floor of the mill
(building #3) through a 12 inch galvanized pipe to an 82 inch cyclone separator in
the attic of the malt house (building #35). Here the bran was sacked and sold.

Middlings were another mill by—product. In the 19th century middlings
were a poor grade of flour produced by mill stones and that contained a high level
of bran. It was only suitable for animal feed. With improvements in flour
purification and milling techniques, the term middlings came to be applied to a
high grade intermediate flour and to a finished product used as animal feed after
the flour has been extracted. No documentation on the use of middlings from the
G & W mill could be located.

On Site Resources

None identified.

4.2 Fermentation/Distillation By-Products
4.2.1 Mash Grains and Distillery Slop
Process

The residue from mashing and distillation could be used for cattle food. The
spent grains from the mashing process were sometimes known as "draff" while
the residue from the still was known as distillery slop. Distillery slop could also
be concentration as a thick syrup and bumed in a furnace. The ash, containing
about 35% potash, was a valuable fertilizer while gases from the furnace could be
washed with water to recover ammonia. This process was not used at G & W.

In the 1830s no ready market existed for distillery slop in Toronto.
Therefore, Gooderham expanded into a dairy operation in order to use the by—
product. In 1843, the firm purchased 22 cows and by 1850 the herd had expanded
to 108 cows. By the early 1860s G & W had sold the cattle business to William
Lumbers. Distillery slop was piped under Trinity Street and sold to Lumbers'
operation.

By the early 1870s G & W had reestablished itself in the cattle business
and opened a large farm on the east side of the Don River, about 3/4 mile from the
distillery. In the mid 1880s, the company was feeding 2,500 head of cattle from
distillery slop. The slop was pumped through a six inch copper pipe directly from
the distillery to the farm. The pipe crossed the Don on the south side of the Grand
Trunk Railway bridge. The farm and pipeline were still in operation in 1911.
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By the 1880sthreedop vatswere located near the railway in the vicinity
d building#60 perhgpsto supply theretail trade. By 1915 two large s op tanks
werelocated a thewest end o the property on thesited thesmall glycol tank
today. One wasremoved by 1918.

Thereseemsto have been aswitchfrom liquid doptodried Slopin the
early 20th century. By 1915 dop dryingwas undertaken on thefirst floor of
building#4. By 1918, atwo story, wooden louvered shed on top of the mill boiler
house (building #2) was probably associated with dop drying. 101994 Building
#4 still contained adlop drying rack and storage hopper. Theareawasstill used
for drying in 1943.

(n Ste Resources
See Section B: Stone Didtillery = Buildings#4 & #5.

422 CarbonDioxide
Process

Carbon dioxide from fermentation could be collected, purified, and stored in
cylindersto besold or utilized for the production of dry ice. By the1940sthe
Liquid Carbonic Company had afactory at the northwest corner of the G & W
property. This probably wasthe firm that used the carbon dioxidefrom the
fermentation. Theformer Liquid Carbonic plant isnow a vacant field.

(n Site Resources

None identified.

4.2.3 ' Digtillation By-Products

Digtillation yieldssmall quantitiesof by—products, primarily in theform of
aldehydesand fus oils. Only thefusal oilshad any commercid valueas
solvents. Fusel oil are an undesirable impurity in ethyl dcohol and are removed
by filtering and redistillation. Fusel oilsconsst of several alcoholssuch asamyl,
propyl, and butyl alcohol. Amyl acohol cameinto demand because of itshigh
boiling solvent and its use in nitrocellulose pladtics, filmsand lacquers. Butyl
alcohol found use as a solvent in many applications. G & W had afusel ail tank
in building #57 from at least 1880 until a least the 1940s. When the plant closed
in 1990 fusel oil wastill collected and storedin Building #5. At the early part of
the 20th century aldehydeshad no particular-use asthey weretoo reactiveto be
used assolvents.

(O Ste Resources

See Section B: Building5
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SECTION A Process Descriptions: Auxiliary Systems

5. AUXILIARY SYSTEMS
5.1 Fire and Explosion Protection

Explosion:

Protection from explosions was very important in the production of volatile
alcohol. Preventative measures included ventilation slats in the flooring of the
distillation building #5. All switches, lights and telephones were enclosed in
explosive proof electrical boxes.

Buildings #53 to #56, the "Pure Spirits Building," has a distinctive glass
front and the four distilling areas were separated by brick walls. The west wall of
each floor is composed of glass doors that was designed to blow outwards if the
distillery blew up. [Figure A-11]

Many doors through the complex were constructed of heavy metal that
seemed to be explosion proof as well as fire proof. They separated buildings such
as between the mashing in building #5 and the grain elevators in building #3.
Another set were the doors from building #53 into building 61. This double door
with a timber door on the east side and a metal door on the west side of the wall
for fire protection.

Steam engines and pumps may have been retained at G & W longer after
electric motors became practical in order to minimize the threat of sparks
prevalent in motors.

Fire

Virtually all buildings were of masonry construction to reduce the fire hazard.
The spacing between the buildings, especially the rack warehouses may have also
been designed to reduce the risk of fire spreading from building to building.

Fire protection by the 1880s was limited to six pumps located through the
property. About 1895 a fire pump house was constructed to hold a boiler room
and two 1,000 gallon per minute fire pumps. Steam was always kept in one boiler
and the second boiler was always ready for use. Steam was provided by two 85
horsepower Babcock and Wilcox boilers. Fire protection water was brought from
the bay. In 1927 a large water reservoir was constructed under the case goods
warehouse #74 to provide an assured supply of water for the pumps.

Sprinkling of the buildings did not occur until after 1915. This seems
rather late for such a vulnerable complex. Good sprinkler systems had been
developed in the late 19th century. In 1915 only the boiler room for the fire
pumps in building #60 was sprinkled. All buildings were sprinkled by 1943.
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FIGURE A-11

The MEK still house used in the manufacturedf acetonein1917-18. The glass

walls indicate the three baysfor still columns. Each isseparated by thick brick

wallsto deflect the blast of an explosion out onto Mill Street rather than into the

adjacent equipment. The buildingstill standsin 1994 at the northwest corner of

Mill and Trinity Street. The buildingis owned by the City o Toronto and is not
o the redevelopment scheme.

Source: G&W/British Acetones photograph#131
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5.2 Material Handling
521 Vertical Haulage

Hoists: A non—functional hoist servesall floorson the outside of the north side of
Building#5. Ontheground, totheright side o the building, wasan "eye"
through which acable passed and was pulled by horses. A hand operated winch
isfoundintheatticof the malt house. (Building#35) Small hoistswere foundin
several buildingsincluding the dop drying areas (Building #4) and the mat kiln
(Building #36).

Bucket Elevators: The malt houseis assumed to have once contained an elevator
to carry barley tothetopfloor. No evidenced the hoist remains. The mill
building contained bucket elevatorstypically found in grist millsfor the
movement of grain. A coal hoist waslocated in the boiler room to load an
overhead coal bunker.

Gravity Slidesand Chutes: Warehouse buildings#59 and #74 have spiral slides
to movecasegoods. Chutes, or spouts, were used in the mill building as gravity
feed for themills. Trapdoorsin the malt house were used to bring material from
the upper floors.

Pneumatic: Bran was once moved from the mill buildingto theattic of the malt
house by air. Noevidenceof thissystem existstoday.

Freight and Barrd Elevators. The mat house (building #35) contains an electric
freight elevator installed after the buildingwas completed. It served the basement
and all floors except the fourth (attic). The electrically powered hoisting
equipment was situated on the top floor. The cables have been removed and the
carriageis sSituated in the basement. Rack warehouse #42 contained a freight
elevator and evidence of aropehoistin 1994. Portable barrel hoistswere used in
thesmaller rack houses. Case goods building#74 had an elevator.

5.2.2 Horizontal Haulage

Belt Conveyors: In 1994 various conveyors, both belt and roller, could beseenin
buildings#58 and #59 for the movement of casegoods. Conveyorsalso carried
packagesto other buildings. Other buildingsmay have once had conveyors but
the evidence has been removed.

Screw Conveyors: Screw conveyorsexist in the mill building and mash cookersto
movegrain. No evidenceof other screw conveyorswere noted.

Tramways:. In 1880 asmall shippingwarehouse was located near the railway
tracksand connected by a "raised tramway" to building#62. After the"Long
Room" (building #62A) was completed in 1883, ashorter tram ran from this
building to therailway. The shippingwarehouse disappeared when warehouse
#74 was completed on that sitein 1927. The"Long Room" (building #62A) had
barrel railsand platesin the shippingarea. A movable barrel runway connected
the drum reconditioning building #63 with the denatured alcohol building#47.
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523 Liquid Transport: Pipesand Pumps

A characteristicaf theG & W complex are the large number of overhead bridges
used to carry steam pipes and product lines between the buildings. Because
alcohol does not freeze, it can be taken through above ground pipes. The
principal products pumped through pipesincluded:

Molassesfrom dock to storage tanks

Molassesfrom storage tanksto fermenting tuns,

Raw beveragespirits from distillery to mixing room;
Spiritsfrom mixing room to denaturing room and tank storage;
Beverage/industrial acohol fromrail cars/tanker trucksto mixing room;
Ethylene glycol from storage tanksto anti—freeze canning;
Methanol from rail cars to denaturing room;

Denaturing line from railway to building#54;
Anhydrousalcohol from distillery to mixing room;

Beer wdll to distillation column;

Distillery dop to farm.

® & & @ & @& & & o © @

In addition to fixed piperoutes, flexible hoses were used with portable
pumpsto empty and fill fermentingtunsand pump thewash to the beer well.

Several duplex and smplex steam pumpswere located throughout the
property but none seemed to have been in use when the plant closed in1990. At
thetimeof closure the main molasses pump, amodern eectric pump from West
Germany, was located i n building#8. Alcohol pumpsused for unloadingrail cars
and tank truckswerelocated in Building#60.

A slop pipeline was used to connect with the Don farms. The pipelinewas
3/4 milelong and operated from about 1872 until the early 20th century. Portions
ofgst)hls pipe arestill buried adjacent to the stone distillery and were identified in
1994.

524 Compressed Air

In the early 20th century compressed air was used to moveacidsin the MEK
plant, to handlethe butyl and for pneumatic construction tools. Two air
compressorsarelocated in Building# 2A. Compressed air was used to clean
pipesaf fluids after the pumping operationis over and to mix productsin the
denaturing room. Inthe early 20th century two air compressorswerelocated on
the "stonefloor" o the mashingarea. The principal compressor was operated by
steam. A smaller compressor was operating by a belt drive only used when
demand was heavy.

53 Waeghing

A wagon scale house stood outside the mill (building #3) from the 1880s until at
least 1943, A variety of scaleswerefound throughout the complex. A flour scale
was |ocated in the mash house (building #5). A track scalewas |located on the
ground floor of the mill building.
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Weighing wasa very important component of record keepingfor excise
requirementsand to keep track of productionyields. Threelargetank scaesare
located in aloft in Building #61. Tank scalesfor spiritswere noted in the still
area, mixing rooms and the pure spirits building. Barrel scaleswere noted in
ge\_/%ral location such as the mixing room (building#62) and the denaturing

uilding.

Dormant Warehouse Scal es, wth Two Iron Pillars
and Jiding Poi se Beam.

i - . -
¢ No. 1, Capacity, 5,000 1be...... Platform, 48x48in.. ..... each, §

| No. 4, Capacity, 3,5001bs...... Platform, 41x43 in....... “
FIGURE A- 12

A Fairbankswarehousescaledf ¢.1865. Scaesd similar desgn arestill located

withthe G&W complex in 1994. Thelargest and most distinctiveare three

immense tank scalesin theloft of Building #61.

Source: llustrated Catalogue of American Hardware of the Russell and Irwin
Manufacturing Company, 1865.
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54 Barrd and DO umManufacturing

Initially a cooperagefor repairingand cleaning barrelswaslocated in building#5.

Thisareawas later converted into additional fermenting rooms. By 1880 a cooper

waslocated in building #28 and by 1890 had expanded to include building#32.

ﬁs well alargebarrel (wash?) house had been built on the west side of the malt
OUSE.

Until at least 1890, a cooperagefor new barrelswaslocated at Cherry and
Front Street, a haf mileto the north. By 1943 theformer tank house, building
#62, was used as a cooperage and continued in thisfunction until at least 1969.
Thereisno cooperage on the property today.

In 1915 building #8 was afermentationroom but by 1918 it had been
converted to a drum washing room. By the 1930s the spacewas called adrum
room for the manufacture of steel drums. This required presses, rolls and other
meta working machinery to produce these steel containers. No evidence of drum
making equipment existed by the 1980s.

Building#63 was constructed as atank house in 1879. By 1943t hed
been convertedinto a paint shop and may have been used to paint drums. By
1969 it was called a drum paint shop and the shop continued to recondition steel
barrelsuntil the plant closed. Alcohol hassuch an affinity for water that it will be
drawninto the barrel and cause rust and barrel sreturned from customershad to be
cleaned. The barrel reconditioningunit had two barrel rollers. Chainswere put
into the barrel and the machine rotated the barrel until all rust was removed.
Barrelswere also painted. None d this equipment was evident in 1994.

55 Cooling

Coolingwas needed in the both fermentationand distillation. Asearly as1850 an
ice house was constructed by G & W to provide cooling for the condensers. From
a least 1880 until the early 1920s an ice housewas located where building#75
was built in 1927. No mechanical refrigeration equi pment seemsto have been
built in the complex. By the 1890s the company had an intake pipe from the
harbour. Whenin operation, Building#2A contained two electricwater pumpsto
bring water from the harbour for cooling. The intake pipe had awater filter and
thelinewas periodically back washed to removesediments. The pumpswerestill
in placein 1994.

56  Utilities

Gas: Thedistillery received gaslightingin 1841. Thiswasthetimewhen
municipa gaswereinstalled throughout the city. Gas jetswere noted in Malt
House#35 and riser pipesfor gaswere observed in Mill Building#3.

Electricity: ThedatewhenG & W received hydro is unknown. The origina
sarvicewas 550 voltsat 25cycles. It was brought into the Trinity Street
pumphouseand metered therefor distributionto the plant. Asdemand grew, a
new switchboard was established on the Genera Distilleries property. 1n1890a
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building north of the fermentation buildingwascalled "electriclight”. The
purposeof the buildingis unknown.

Water: Thedistillery obtained city water from watermains on Trinity Street and
Mill Street. By the 1890s the company had awater intake pipe extendinginto the
harbour that provided cooling water and a supply for the fire protection system.
The intake began 3,200 feet from theshoredf Torontoldland and was 79 feet
below water level. Thetemperatured thewater ranged from 35° Fin winter to
58° Fin summer.

Sewage: No information on sewage systemswas located.

57 Trangportation
571 Railways

Railwayswere an important meansd both importing raw materials and exporting
finished products. Theorigina routed the 1856 Grand Tr unk ran alongthe
south side of the ditillery building. The buildingwasserved by arailway sding.
In the 1920s a new grade separation scheme relocated the mainlinefurther south
over what had formerly been harbour. G & W becameinterestedin railwaysas a
natural extension of their milling activities. The Gooderham family wasinvolved
in the promotion of both the Toronto, Grey & Bruce Raillway and Toronto &
Nipissing Railway.

572 Water

The original shoreline of Toronto harbour is delineated by the railway siding.
Gooderham'sfirst wharf and windmill hed been established at thefoot of Trinity
Street in the late 1830s. The origina wooden wharf and store housewas replaced
by a longer, sturdier structure and alarge grain elevator as busness expanded. By
the 1860s, G&W owned schoonerson the Great Lakes.

Thefirgt filling of the harbour around G & W occurred inthe 1890sasa
result of the tripartiteagreement. Much o the areawasfilled with raillway yards.
By 1906, G & W wasisolated from the harbour by awide belt of raillway tracks.
The tracks must have created problemstrying to transfer goods from the
company'swharf to the distillery. The problemwould have been alleviatedwith
the grade separation project o the1920s. However, the Gooderham wharf and
grainelevator were removed for the project - thus ending the company's presence
on thewaterfront.

By the early 20th century the marine loading equipment hed long since
been dismantled from the former what elevator. All grain and corn arrived by
rail. Theelevator was seldom used except when excess corn and grain could not
be handled at the mill.

G & W maintained adip a thefoot of Parliament Street in order to
receive bargesof molasses brought in from Hamilton. A pipeline connected the
dlip to the storage tanks at the distillery.
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FIGURE A-13
The Mill Building (Stone Digtillery) November, 1918 showingthe Grand Trunk
Railway mainline and company sidingson theleft. The grain unloading hopper is
visiblea the comer of the Mill Building. A weigh houseissituated between the
two automobilesand was used to receive goodsdelivered by road. Thelouvered
\Cllvai_l of the Mill Buildingbehind the weigh house was associated with grain

rying.
Source: G&W/British Acetones photograph 68.
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5.7.3 Road

G & W used road vehiclesto move commodities among its buildings and to ship
products. For example, grainwas transported from the elevator to the mill by
carts. Duringthefirst world war acetone was taken by motor truck in the summer
monthsto thewharf and shipped by water. By the early 20th century, G & W
operated an assortment of road vehicles. A few resourcesof early road transport
still exist. Thered paving bricks used on Trinity Street isa 19th century road
surface, now uncommon. Building#52 was constructedfor stablesin 1877-1880.
By 1918 it was a coach house and garageand later only a garage. The building
wasstill a garagein 1969 but was subsequently converted into officesfor G & W.

58 ProcessSeam

Steam was used for mashing, operating the stills, dop drying, heating buildings,
and to provide power for pumpsand engines. In addition to the boiler houses,
pipeswere necessary to carry steam to various buildingsand equipment. Large
Iron pipe bracketsare located in Building #61.

5.8.1 Boiler Houses

Mill Boilers: Buildings#2 and #4 wereoriginally builtin 1859-1860 and rebuilt
after the1869fire. [Figure A-141 It wasaonestory building and contained six
boilerswith atotal capacity of 600 h.p. An "economizer" wasinstalled in early
1870s and was still in usein1918. Economizers pre-hegt boiler water from the
flue gases prior to entering the chimney.

The boiler house was extensively modified in 1889 when four boilerswere
installed by the John Abell Company. These boilersare no longer in place
indicating that the existing boiler was constructed after 1918. By 1918 the boilers
wereremoved from #4 and the area used for lop drying. The floorsabovethe
boiler buildingswere used for this purpose.

The mill boilerswere no longer in use by 1918 but wereretained in
serviceablecondition. The boiler room contained four 100 horsepower horizontal
return tube boilersthat worked on 70 pounds of steam. They used a Jones
underfeed stoker. A forced draft was provided by a30foot diameter fan.

In 1994 the mill boiler room contained threegasfired boilersand provided
ggam heet for the buildings. These boilerswere probably installed within the last
years.

East Boiler House: The east boiler house (building #46) was completed in 1886
and contained eight 100 h.p. boilersthat worked under 60 pounds of steam. By
1943 the building had been converted into a bonded warehouse.

West Boiler House: This boiler house had been constructed near the intersection
o Mill and Parliament Streetsto providesteam for the General Distilling
Company plant. The boiler house was subsequently demolished.
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FIGURE A-14

Boilers, likely in Building#4, November, 191.8. In 1994 a Taylor cod fired boiler
still remainsin Building#2 but hasbeen out of service since the early 1970s.
Source: G&W/British Acetones photograph 77.
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These three boiler houses were interconnected but the operationwas
complex becausethewest boiler house operated under 125 poundsof steam.
Generally, the "60 pounds system” was provided by the east boiler housefor the
Trinity Still Building, mill engine, mash equipment, and mash pumps.

Unidentified Boiler House: In 1880 asmall, two boiler buildingwasin operation
west of #47 and south of #46. The areais vacant today and the complex was
replaced by the east boiler house.

Building #GQﬁ;iler}iouse: The stack and ash doors associated with this boiler
still exist. ~ oy

5.8.2 Coal and Ash Handling

In 1880 coal storage was|ocated at the west end of property. The plant consumed
7,000 t0 8,000 tonsof slack coa annually. Cod wasreceived only by rail. By
1915 coal storagewas south of the tracks. Cod was brought by carts from the
storageareato the boiler rooms. Today steam is producedin gasfired boilers.
During the 1870s, the considerablequantity of ash produced by the boilerswas
used to build roadsin low lying areas surrounding the distillery.

59 Industrial Power
59.1 Steam Engines

When the mill was constructed in 1859, a centrally located engine house
(Building#2A) was designed to power all equipment. [Figure A-15] The
building was so arranged that the major power userswerelocated on either side of
thesteam engine. On the east side wasthe mill that required power for grinding,
elevatingand cleaninggrain. On the west side was the mashing operation that
required power to operateagitators.

The enginewas manufactured by Bartley and Gildert and survived the
1869 fire. It wasavertical beam engine, turning a 26 foot flywhee and with a
nominal 40 h.p but capable of working at 100 h.p. The company was proud of its
motive power asthe engine room was described as being carpeted and having the
feel of a"ladiesparlor.” By 1880 the enginewas rated as150 h.p.

In 1882 the engine had been replaced with a ThomasWorswick 28" by
60" single cylinder horizontal steam enginewith Brown vave gear that worked on
60 pounds of steam and produced 400 (later 500 horsepower) at 60 rpm. [Figure
A-161 Theflywheel ran within awooden housing and thelocation of the housing
can still beseen today. Theenginewas scrapped in1957.

Power was transmitted by shaftsand gearsto the stonemills. Belt drives
were used to operate the mill equipment.

Theformer engine room #2A still existsalthoughadl the equipment has
been removed.
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FIGURE A-15

The engineer'sfloor of the 1859 Bartley and Gilbert deam enginein 1863. The
layout of theformer engineroom asseen in 1994 was deter mined by theneed to
housethisengine.

Source: Canadi an Illustrated News, April 23,1863.
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3 r

Ne7&
MILL ENGINE
Nov 21 1918.

FIGURE A-16 o
Theengineer's floor of the 1882 Thomas Worswick steam engine in November,

1918. Piaster marks on the engine room wall in 1994 indicate thelocation of the
wooden flywheel housing shown in this photo; see Figure B-2.
Source: G&W/British Acetones photograph #78.
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5.9.2 Other Forms of Power

Wind: For two years in the 1830s G & W relied on a windmill for power.
Although it became a landmark structure on the harbour shore, wind was not a
reliable source of power and the mill was only able to grind 50 barrels of flour per
week. After the second year of use, a 16 h.p steam engine was installed and from
then on G & W relied on steam power.

Electricity: The date when electric motors came into use is not known. Small
horsepower motors are now used throughout the plant. Two gasoline engines are
used to power the fire protection water pumps.

5.10 Plant Maintenance

A small paint storage and tool house was in existence in 1918 on site of building
#74. A paint shop located in buildings #27 and #34 in 1915. Building #8 was
still used in 1994 as a machine shop for site maintenance. All of the machines are
driven by overhead line shafting driven from an electric motor. Down the middle
of the floor is a truck driveway. In the northwest corner is a shop for metal
working. It contains mainly modern tools. A large sheet metal shear was
manufactured by the Excelsior Tool and Machine Company of St. Louis, Illinois.
It is also a belt driven machine.

Building #45 was completed in 1887 as a carpentry and plumbers
shop.This building has continued in use for the same purpose to the present day.
The west half of the building is used as a workshop. All of the equipment is
relatively typical and modern woodworking equipment. There is a few remnants
of former belt drive pulleys on the ceiling. There appears to be nothing special
about the equipment or function of this area. The east half of #45 is used as a
steam pipe fitting shop. The equipment in it is modern and of no particular
importance. :

Much of the distillation equipment was manufactured of copper. In 1880
a copper shop was located on the site of the present building #74. By 1890 the
former charcoal house had been converted into a copper shop and the old copper
shop converted into a paint and storage area. Enlarged over the years, the new
copper shop continued in that use until at least 1969. It was know as building #71
and #72. The area is now vacant and some of the equipment may have been
removed to Building #2.

5.11 Employee Facilities

In 1885 the company employed 150 men. The number of employees at the time
of closure was not determined for this study. By the 1980s there were three main
employee areas. Building #45A, although referred to as the First Aid building
seems to be used as a lunch room. It was described in that function in 1915. By
1943 it had become a time room but after 1969 reverted back to a lunch room.

Other employee areas are provided throughout the complex. Lockers for
employees were located on floor 1 of building #5. At one time floor 2 contained

%
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an abandoned washroom area. It had alarge industria sink, a shower and two
toilets. A coverdl list on thewall wasdated October 19,1955. An employee
lunch room and showersisin the southwest corner of building#8. Lunch
rooms/change roomswere aso located in Buildings#74 and #75.

512 Laboratoriesand Offices

By the 20th century laboratoriesplayed an important role on the quality o the
product. British Acetonesmaintained two labsduring thefirst world war. A
bacteriological lab waslocated over the G & W offices (building #25) whilea
chemical lab waslocated in a Generd Digtilling Company building. Building #25
was later converted into a bottling plant and today is offices. It isconnected by a
pedestrian bridgeto the fermentingbuilding.

A modem laboratory islocated onfloor 2 of building#6 andis
constructed within the framing of the ceiling. Thereisa bridge connection
between thisfloor and the officebuilding across the lane.

Onfloor 2 of building#7 isan old autoclave made by the Bramhall Deane
gompany of New York. It wasarather attractivecopper barrel about 2feet in
iameter.

By 1880 officeswerelocated on the second floor o #31, and #33and
have continued in that function to the present day. Throughout the years, other
offices have been located throughout the property. The second floor of the former
boiler room o buildigg#ﬁo hed been converted into offices but is now vacant.
The office was reached by an inside Saircase adjacent to the doorway to the
a corﬁ)l pump house. Apparently thiswasthe origina saes officefor McGinnis
Didtilleries.

In the 1980s buildings #25,27,28,31,32,33,and 34 were used by Hiram
Walker as officeswhile G & W usad Building #52.
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FIGURE A-17

The terilization room (location unknown) November 1918. In 1994, the copper
autoclavein this photo, or another one of identical design, isstill located in the
mezzanine of Building#7. . .

Source: G&W/British Acetones photograph #2
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6. OBSERVATIONS

y Major modernizationsof the complex was undertakenin the 1920sand
1940s. After the second world war, thesmall size o the plant did not
encourage further modernization.

y In the 20th century therewas a transition from grain to molassesal cohol.
This evolution began in the early 20th century when the production of
industrial acohol from molassesbegan. Grain acohol production ended
In 1957 and only molasseswas undertaken at closure.

¢ Theimportanceof industria alcohol increased during the 2uth century.
Anhydrousal cohol was introduced as a product line in the 1920s and
antifreeze by the1930s. Asindustrial alcohol distilling could not keep up
with demand, increasingamounts of acohol were transported to thesite
and the plant used asa distribution centrefor th to market.

* Acetone productionwas undertaken for a very short wuwe in 1917/18. The
process had no on changing the product linesdof the company as
acetone product ed with the war.

* Distillationisthe distinctive processd the spirit industry. Theexisting
distillation columns probably date from no earlier than the 1930s.
Although the processis distinctive, the equipment is modern.

¢ Industrial acohol becameamagor G & W product by the early 20th
century. G & W wasaso an early producer of anhydrousalcohol in
Canada.

y Large quantitiesof processsteam were necessary to power enginesand

pumps, dry slop, hest buildings, and operatethe distillation columns.
Even after electrical power replaced steam enginesin the mid 20th
century, process steam wasstill necessary and is used today.
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INTRODUCTION

Thefollowing building descriptionsdescribe the spaces and equipment that are of
industrial interest.

All buildingsare numbered by the system used by G&W and adopted in
the Roger du Toit Architects plansfor redevelopment. In order for thisreport to
highlight the importanceof the former steam engine, the unnumbered engine
room inthe Stone Didtillery iscaled #2A.

Several buildingswere not described in thisstudy because any industrial
significanceappears to have been removed in subsequent renovations. The
following buildingshave not been described in this report:

BuildingsNumbers. 25, 27, 28, 31-34, 52
The American connection of the Gooderham & Worts operation can be

seen in usage of theterm "rack warehouse." British terminology, and the one
commonly used in Canadawas "barrel warehouse."
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Rack House "D’ Rack House T Rack House'H'

MILL STREET i
Denaturing Tank Houses48,49,50
Room

TRINITY STREET

i
[
| =1
H 1
’ Rack Houses '
74 : 64,65
FIGUREB-1 )
L ocationof buildingsdescribed in Section B
of thisreport.
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STONE DISTILLERY
1 BACKGROUND

For much of the 19th century, alcohol production at the Stone Distillery
(Buildings#2-9, built 1859-60) waslinked with the operationsof the malt house
(Building #35-36, built 1863—-64) and the Pure Spirits Complex (Buildings#53-
59, 61-62A; built 1873/83). Therelationship of the Stone Distillery to these
buildings, Trinity Street and the railway linesouthd the complex helped to
dictate the operation of the plant.

Buildings#2-7 wererebuilt after afirein 1869 and are the oldest standing
structureson theproperty. Buildings#8-9 werecompleted in 1877-80.
Numerousstructural changesand modificationsto thedistilling processeshave
occurred throughout the complex over time. For examplethreetfloorswere
subsequently added to Building#4. Inamost al o the buildings, rearrangement
of equipment has created changes in room size and floor configurations.

Process activity seemsto have ended in Building#3 in the 1950s and since
then has been used for storage. Buildings#2, 4-9 werein use whenthe distillery
closed in 1990 athough process activitiesin Buildings#4 and #9 seem to have
virtually ceased by thistime.

Asthe complexity of the Gooderham & Wortsproperty increased, the
Stone Didtillery became more inter—linked with the operations on the rest of the
property. For example, in 1886 Building#46 was constructed asa second boiler
house to augment the production o the Stone Didtillery. After the coppershop
near Building#74 was demolished, some of the coppersmithingequipment was
relocatedin Building#2. For anumber of yearssted drumswere manufactured
in building #8; thiswas later relocated in building #63.

Since 1990, when the first inventory associated with the redevelopment
was undertaken, significant quantitiesof equipment have been removed. The
sn_:rapaPi ng of thefermentingtunsin Buildings6 and 7 significantly diminished the
visual impact of these spacesand reduced this areds interpretation potential .

Equi prgdent stored in variousrooms throughout the Stone Distillery has also been
removed.

2. DESCRIPTION
21 Building#2 (Boiler Room)
A processdescriptionisfound in Section A, Part 5.8.

At theshut down of operationsin 1990 thiswasthe plant's main boiler
room. Steam s provided by threegasfired boilers; they were probably installed
withinthelast 20 to 30 years.

Alongthe southwall isalargecod fired boiler manufactured by the

Taylor Company. The boiler ssemsto have been out of service for many years.
No date of constructionwas noted. It seemsto bea3 drum, bent tube design and
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stands about 20 feet tall and fired by an automatic stoker made by Combustion
Engineeringof Montreal. Thefirebox wasin awell, several feet below thefloor
level of the boiler room. An early 20th century reinforced concrete coa bunker is
located over the boiler room and connected to thefire box by a conveyor. The
original brick chimney istill inservice. The basedf the chimney comesinto the
room and isfree standing a the middle towardsthewest end.

Two large pieces of equipment in thisroom are a bending break and aroll and
were moved therefrom the former coppershop. The equipment isunlikely to
have been used in this new location.

West of the chimney isasmall, two story service area. The ground floor
containsmodem, boiler water treatment equipment. Near the entrance to thisarea
Isadesk containing boiler operating manuas. The second floor appears to have
been used asa staff room and hasa small shower. It isreached by astaircase
alongtheside of the chimney.

A. Equipment Typical/Unique to Ditillery Operations
* Noneobserved

B. General Equipment
*  Sheet metal equipment: 8ft. geared sheet roller, Maker Robins, ¢1900; 8
ft. sheet metal break, Maker unknown, ¢1900.
* Maintenancedesk containing quantity of operating manualsrelated to
boiler function.
* Taylor boiler, associated coa bunker, stokingequipment, brick chimney
* Seealso equipment register

2.2 Building#2A (Power House)
A processdescriptionisfound in Section A, Part 59.

Theroom is connected to Building#2 by two small, thick walled brick and
stone rooms. The functionsof these rooms could not be determined. One
contained a water treatment tank. [Figure B-2]

The narrow room is three stories high with windows on the south wall.
High up in the room thewallsare braced with steel "1" beams. They seemsto be
reinforcements put in after the building was completed. Abovethe"l" beamsthe
stonewall becomestimber. Theceilingd thisroom isthe 4th floor of Building
#5. The engine room isadramaticarchitectural space even without the former
beam engine.

Thisroom once contained a beam steam engine. Onthe east wall are
patternsin the plaster of the removed housing of two largefly wheels. These
were apparently the fly wheelsfrom the original ¢.1860 powerhouse. The outline
of alargefly wheel can beseen onthewall on the east sde. Another indication
that this was once a powerhouse are the heavy iron framesbuilt into the east and
west walls. Theseframesonce supported the fly wheel shafting. Iron tierods
extend downthe side of thewall to hold theframesin place. Ontheeast wall isa
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FIGURE B-2

Building 2A showing electric water pump and two early Ingersoll Rand air
compressors iN background. Building 3isan left and Building5isonright. See
also Figure A-16.

Source: Historica Research Limited, November, 1993
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large bricked in archin the centre of thelarger fly wheel casing. These heavy iron
fittingsare also visiblein Buildings#3 and #5.

Plaster work starts at about 14 feet above the ground. Thiswasthe origina
operator's floor when the beam enginewasin operation. A timber bridge along
the north wall providesawakway between Buildings#2 and #5. Origindly this
may have been the entrances to the engineer'sfloor.

In 1993 the floor of the room contained two e ectric water pumps and two
early 20th century Canadian Ingersoll Rand air compressors.

A. Equipment Typical/Unique to Ditillery Operations
*  Noneobsaved

B. General Equipment

Large duplex steam water pump, C1900-30.

2 horizontal air compressors, C1930.

Embedded cast iron yokesand stabilizingiron tie barsin east and west
walls, associated with earlier steam engine operations.

Marksd flywheel housing and engineer'sfloor level inwall plaster.
Tall, narrow proportionsaf room.

*  Seealsoequipment register

23 BuildingNumber #3 (Granary)

A processdescriptionisfoundin Section A, Part 1.2. Thismulti floored building
was contained agrain elevator and mill. The extent equipment and arrangement
of Irlna(;hi nery and storagefacilitiesis generally common to the operationof a grist
mill.

Floor 1

The ground floor is entered from engine room #2A, Trinity Street, and aloading
door along therailway tracks. Adjacent to thetrack entranceisa Fairbankstrack
scale(Type T, 75ton capacity) for weighingrailway cars. The weightsand
measures certificateindicatesit was last serviced in 1968. The track platform
outside has been removed.

Power for equipment in thisroom was probably originally transmitted
from Building 2A by line shafting attached to the ceiling. Some line shaftingstill
existsthat once operated a car puller and grain shovels. [FigureB-3, A-1,2] A
vertically mounted windlasswas used asa "wildcat” for pulling hand grain
ploughsfor unloading boxcarson the railway siding. A second, lower unit
featuresa large horizontal capstan that was used to spot railway carsover a
hopper on the adjacent railway siding. The pulling gear exited the building
through a holein the adjacent wall leading to a double turning block mounted on
the exterior wall. Both unitslate 19th or early 20th century and have been
identified as made by the Nordyke & Marmon Co. Althoughthisgrain handling
equipment was once common to grist mill operations, thisequipmentislikely a
uniquesurvival for grist millsassociated with a distillery.
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Adjacent to thewindlasswas a bucket eevator to lift unmilledgrain to
floor 5. A grain hopper was located outside the building but hassince been
removed. The bucketsare housed in wooden chutes. The floor around the
elevator is of wood in order to servicethe bottom of the elevator — therest of the
room isa concretefloor. A second eevator for milled grainislocated near the
west wall. Three wooden chutes extend from the mills on the floor above to
connect with the bucket elevator. The elevator hoisted grain back to floor 5.

On the west wall are acomplex series of blocked openingsand cast iron
bracketsthat relatetothe iron frames that can be seenin Building 2A. [Figure B-
4] A massivecast iron bracket supportsan "1" beam that seemsto support part of
thecealling. The columnssupporting the room aremade out of cast iron with large
cast capitals. A wooden staircaseat the northwest corner goesto the milling
room.

A small frame officein the northeast comer contains electrical _
switchboxes. Stored in the room are 13 grain shovels, a Gooderham & Wortssign
and miscellaneous equipment and stores.

A. Equipment Typical/Unique to Distillery Operations
* Noneobsarved

B. General Equipment

* Large Fairbanksrailway car beam scale, incomplete.
Line shaftingon undersided ceilingwith appropriate pillow blocks,
pulleys, clutch gear for rail car spottingand grain ploughs.
About 13 wooden grain ploughsfor unloading grain from rail cars.

* Granreceving hopper attached to eevatorsfor transportinggrain to the
upper floors.

*  Outboardendsof thetwo built-in yokesand tie bars to support axle
bearingsas described in the Engine Room.

* Largecastiron bracket attachedto west wal (approximately 5'x 3)
See d so equipment register

Floor 2 = Milling Floor

Two 3 pair high, 6 roller Nordyke and Marmon Company millshave been moved
from thecentre of theroom to storage on the southwest wall. [Figures A-4, B-5]
The patent date on these millswas May, 1883. The original location of the two
millsisclear from thefoundationson the floor. Six rollerswerelying on the floor
and al seemed to be 2feet by 81/2 inch rollers. Catalogue plansindicatethat the
millswere powered by beltingfrom below thefloor. All grain chutes seem to be
in place and end in mid air-were the millswereformerly located. Two,
approximately 12" diameter, metd pipeslead to thewindowsfrom the millsand
had probably been installed in the mid 20th century for dust control. A small
frame officein the southeast comer contained wax and toolsfor repairing belts.
Thereisnosign of lineshaftsor beltingintheroom. A cupboard onthe north
wall seemsat one time, to have been awindow in an exterior wall, facing over the
boiler room. It was convertedinto a cupboard after thewall was brickedin on the
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boiler room side. Thewallsin thisroom have been parged and cut to look like
large stone blocksabout 18 inchestall and 2 feet long. The beams supportingthe
floor above are supported on unusual stone bracketsthat look like roughly dressed
stone. A staircase at the southwest wall climbsto the bottom of the grain binson
floor 3. A door behind the staircase leads acrossan enclosed bridge through the
powerhouseroom (#2A) into Building#5. Theceilingisformed by the base of
thegrain binsand issupported by 6 iron columns. The base of thebinsare
supported on large timber beamsand held in place with largeiron platesand tie
rb(_)ds_ The;le arethree bins, each with oneinternal division, providing 6 storage
insintotal.

A. Equipment Typical/Unique to Distillery Operations
* Noneobserved

B. General Equipment
* 2Nordyke & Marmon Co mills, c1883, generally good condition; brass
hinges on inspection doorsremoved; spare set of rollers.

*  Mill beds, mill feed spouts from storage binsonefloor.
* Elaborate woodwork comprisingthe "V" bottomsaf the grain storage bins.
* bt toolsand related supplies.
* storagecupboard in former window.
*  Seealsoequipment register
Floor 3

Thisfloor containsthe lower half of thegrain bins. The binsare constructed of
exterior braced 12" x 4" timberson roughly 14" centres. The designand
construction of the binsistypical of 19th century granary construction. The bins
do not occupy the entire availablefloor space. On the east Sde, the distancefrom
the bin tothewall isabout 10 feet while on the west side the spaceis somewhat
wider. Theseareas once contained grain cleaning ecL uipment. Today the spaces
1c::ontg n ;]he g;lalm elevators. On the north and south the bins come W|th about 4
eet o thew

A. Equipment Typical/Unique to Distillery Operations
* Noneobserved

B. General Equipment
* Wooden grain bins.

Floor 4

Thisfloor issimilar in design to FHoor 3. The wooden sides onthe east end of the
grain bins have been left to weather naturally, al other surfacesof the bins have
been painted with silver paint. An unusual featureisthat araised floor and
dropped celling installed at the northwest comer. Thereisalow staircaseon to
thisplatform. The function of this platform could not be determined but may
have been the location of grain cleaning equipment.
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FIGURE B-3
Electricmotor, beltsand pulleysthat once operated arail car puller and gain

shovels. Grain hoist was housed in the two wooden conduitsin centre of photo.

Source: Historica Researchl mted, November, 2993
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FIGUREB-4
Cadt iron bracket supporting a celling "I" beam. Behind areiron brackets built

into masonry wall that wereassociated with power transmission from Building

2A on theother sde.
Source: Historica Research Limited, November, 1993
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FIGURE B-5 R .
Two 3 pair high, 6 roller Nordyke and Marmon Company millsrelocated from the

centre o floor 2, Building 3, to storage on-thesouthwest wall.

Seealso FigureA-4.
Source: Historica Research Limited, November, 1993
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The stonewalls have been plastered and cut to form ablock pattern. All
surfaces have been painted with asilver paint except for the section on the east
end. Herethe original woodwork and plaster work is evident.

A. Equipment Typical/Unique to Distillery Operations
* Noneobserved
B. General Equipment
* Wooden grain bins; especially original finisheson east end.

Floor 5

Thisattic floor containsthetop o the elevating hoist and the distributi S
tothestorage bins. Thereisadust collectingsystem on the north side of the

floor. The binswere covered withwooden trap doors. Thetwo bucket elevators
wereelectrically operated by motorson thisfloor. The variousdistribution chutes
went to thetopsdf the bins. At the very top of the milled elevator a chute dumped
milled grain on to an augur that passed through thewall into Building #5.

A. Equipment Typical/Unique to Distillery Operations
*  Noneobserved

B. General Equipment

Tops of thesix grain binsana hatches.

wooden trusses system supporting the roof.

former lineshafting.

grain elevators; hopper, auger to transport (milled) grainto Building 5.
large 20th century cyclone blower, maker B.E. Sturtevant Number 6.

24 Building#4 (Boiler Room; Mash Drying)
A processdescriptionisfound in Section A, Part 4.2.
Floor |

The room contains a Babcock-Wilcox/Goldie~McCulloch boiler that seemsto
have been abandoned for several years. The boiler control panel includesa "John
Inglis Company" pressure gauge that is much older than the control panel and has
probably been added from a previoushboiler installation. Thefluefor the boiler
passed horizontally across the room and through a brick wall into the brick
chimney in Building#2. Thefluepipeisabout 4 feet in diameter. The room
contained a large hot water tank o 7,175 gallons. The ceiling has been removed
on thewest end. An opening extends up to the 3rd floor. The only internal
connection on thisfloor isto Building#2. Thereisan external door on the north
sde. Thereisno staircaseto the upper floors.

A. Equipment Typical/Unique to Distillery Operations
* Noneobserved
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B. General Equipment
*  Babcock-Wilcox/Goldie-McCulloch boiler and associated control panel
with John Inglis Company gauge.
*  Openingin cellingto upper floors
*  Seealso equipment register

Floor 2

Thisroom was entered from floor 2 of building #5 by climbing up 4 steps and
passing through ametal double, firedoor. A largesteel chimney passed from
floor 1, through asmall frame room on thisfloor, and through the upper floorsto
theroof. The interior of the box was lined with metal and may have been part of a
mash drying operation. Thefloor isempty of equipment except for a small metal
tank in the southeast corner. Thewest half of thistloor has been partitioned off
withanew timber wall. Theflooron thewest hdf isremoved.

A. Equipment Typical/Unique to Distillery Operations
*  Steel chimney and small room for masn drying?

B. General Equipment
* Riveted sheet iron firedoors
*  Smal riveted storagetank

Floor 3

Thisroom isentered by stairsfrom floor 2 and by climbing onestep up from floor
3of Building#5. Mog of the room wasfilled with alargeinclined screen built
on awaterproof surfacecontainingadrain. [Figure B-6] Thereisevidence of
considerable humidity in thisroom. A large metd stack risesthrough the
northeast comer o thisfloor. Adjacent to thescreen wasalarge metal "V"
hopper suspended over an opening to thefloor below. Thesewere probably part

o amash drying operation. The equipment suggeststhat this part of the complex
functioned as a"Dry House" and istherefore directly associated with the distillery
operation. Thisfloor was divided by atemporary plywoodwall that partitioned of
the section that had the floor removed.

A. Equipment Typical/Unique to Distillery Operations
* Largehopper; large diameter ducting from hopper
* Inclined rack mechanism, riveted iron construction; waterproof floor finish
beneath mechanism.

B. General Equipment
* Noneobserved

Floor 4

Thisroom was entered by stairsfrom the floor below and without a step from
floor 4 of Building5. Floor 4 contains a cyclone fan that seemsto have been used
to draw dried mash from Floor 3 and blow it into the hopper also on Floor 3. A
second pipe leading to the roof could not be determined for itsfunction. The
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FIGURE B-6
A largeinclined screen on Boor 3df Buildi ng 4, assumed to be a mash dryer.

Source: Historica Research Limited, Now , 1993
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rest of the room wasvacant. A two ton travellinghoist manufactured by
Provincia Engineering Limited, Niagara Fals, is suspended from the ceiling and
extendsover alargeholein thefloor. Onthe next floor below wasa trap door
that could be opened so that the crane could lift from the ground floor to the top.

A. Equipment Typical/Unique to Distillery Operations
*  Small hopper and runs of ducting probably associated with mash drying.

B. General Equipment
¢ 2tontravellingcrane.

25 Building#s (Mashing)

A processdescriptionisfoundin Section A, Part 1.1.4. Mashing occurred inthe
east end of this building.

Floor 1

Thefloor isdominated by two large riveted steel steam mash cooker drums with
mixerspowered by achain drive to an electric motor. The cookersappear to have
been out of servicefor many years. Between oned the cookersand the east wall
iIsaduplex pump. The mashing areais separated from the distillingside by a
frame wall, probably built in the early 20th century. An excise cage extends
alongthe northwall. It isdivided into two sections; one containing the base of
two tanks, the other containing the base of a Fairbanksscale tank. The tankshad
been removed after the distillery closed in 1990. A trough i ssuspended from the
ceiling near the southwest comer of theroom. It seemsto have run from Floor 2
(above) to therailway tracks. Althoughlongout o serviceit may have been
used for digtillery slop (A processdescriptionisfoundin Section A, Part 4.2.1)

A.. Equipment Typical/Unique to Distillery Operations

Two horizontal "Mash Cookers' of stedl riveted constructionwith interna
mixersdrivenviachain drivefrom one central € ectric motor.

« [FiguresB-7, 8]

. Largeduplex steam pump, ¢1930.
Excise cagesand scaletank.

* Sloptrough _

*  Seealsoequipmentregister

B. General Equipment
*  Noneobserved

Floor 2

Staircasesat the east end connected this room to thefloors aboveand below. In
addition, a corridor extended over Room 2A to the Mill Building#3 and afire
door provides accessto Building#4. Themashingareaisarbitrarily separated
from thedistillingside by alightly built frame wall, probably built in the 1950s.
The celling issupported by four rows of riveted "I" beams. Thecentreof the
floor isopen to the tops of the mash cookersbelow. An auger was suspended
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FIGURE B-7

Onedf two large riveted steel steam mash cooker drums showing the chain drive
and electric motor. The wooden frame of an excise cageisin the background.
Notetheriveted "I" beams supported by cast iron columns.

Source: Historica Research Limited, November, 1993
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FIGURE B-8

Centre of floor 2, building 5 showing opening to tops o mash cookersbelow and
auger to load grain into the cookers.

Source: Historica Research Limited, Novenmber, 1993
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FIGURE B-9

Control panel for an abandoned anhydrousalcohol still on floor 2, building 5.
The equipment appearsto have been installed c1929-31.

Source: Historica Research Limited; November, 1993
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FIGURE B-10
Wooden binson floor 5, building 5, used to store milled grain and malt

transported by conveyor from the mill (building#3).
Source: Historica Researchli nt ed, November, 1993
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over the opening to load graininto the cookers. The control panel, manufactured
by Badger, and still columnsan anhydrousalcohal still fill thewest end of the
floor. A process descriptionfor anhydrousalcohol isfound in Section A, Part 2.3.

A. Equipment Typical/Unique to Digtillery Operations
*  Hoppersand piping associatedwith mash cookers [Figure B-8]
Anhydrousal cohol still columnsand control panel, c1930 [Figure B-9]
*  Seealso equipment register
B. Genera Equipment
* Riveted"I" beam constructiond ceiling supports.

Floor 3

Thisfloor contained the chutes connecting the grain hoppersto the cookers and
remainsd the anhydrousalcohol still columns. Along the east wall was a wheat
scale that measured grain beforeit was added to the cooker. It isconnected by
ductsto binson the floor above. All floors have an open space between each of
the planks, probably to alow for ventilation of heat, steam and alcohol vapours.
Ason thefloor below and above, thefloor is made of 2"x4" laid with agap of
about %" between them. The east end contains the base of a tank and various
pipes used in the mashing process. Thereis onestep up into Building#4 from
thislevel. Thestonewall endson theeast side at about threefeet abovethefloor.
Therest of thewall isframe to the celling. Thewall issupported by iron columns
and large timber beam. The other Side d the wall is Engine Room #2A.

A. Equipment Typical/Unique to Didtillery Operations
*  Anhydrousalcohol distilling column and associated equipment passing
through from floor below.
*  Mashingequipment.
S wood floor construction.

B. General Equipment
"automatic wheat scale", ¢1900, surrounded by wooden cage.
change from stone to wood on wall with building 2A.
*  Seealso equipment register

Floor 4

Thisfloor extendsover building#2A. A row of pillarssupporting the celling
indicate the location of thewest wall for the engineroom. A firedoor leads into
building#4. The base and five chutesdf the hoppersthat contained milled grain
iIsonthisfloor. A 450 gallon glycol supply tank was probably associated with the
productionaf anhydrousalcohol.

A. Equipment Typical/Unique to Distillery Operations
*  Glycol tank
* Satted wood floor construction.

B. Genera Equipment
* Granhins
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Floor 5

Thisfloor containsfive wooden binsthat were used to store milled grainand malt
transported by conveyor from Floor 5d the mill (building #3). [Figure B-10] A
heavy metal fire door provides an entranceinto themill. Themashingend of
Building#5 isseparated fiom the distillingend by atimber wall and from the
mill, building#3, by abrick wall. The prominent pediment of the engineroom is
visibleat theeast end of thisfloor.

A. Equipment Typical/Unique to Digtillery Operations
*  Noneobserved

B. General Equipment
*  Grainbins; conveying equipment
* Firedoor

26 Building#5 (Distillation)

A process description isfound in Section A, Parts1.4 and 42.3. Distilling
occurredin thewest end d this building.

Floor 1

Thefloor is dominated by the base sections of the column stills and associated
pipingand pumps. [FiguresA-8, B-11] The areaaso contained an excise cage
with two spirit scale tanksand a second cage contained a fusel oil scaletank. The
iron support columnsfor thefloor above support timber beams on thewest side
and ariveted iron/steel beam on theright side.

A. Equipment Typical/Unique to Digtillery Operations
+ Basesectionsof columnstillsand associated pi Ei ngand pumps.
Two "excise cages' containing copper scale tanks, one scaletank has been
maintained in polished conditionand rests on agood condition Fairbanks
60,0001b beam scaleretaining much of itsc1900 decoration.
[Figure B-12]
* Seealsoequipmentregister

B. General Equipment
*  Noneobserved.

Floor 2

Thefloor contained the control pand and operator'sstation for thestill. The
control panel, manufactured by Vulcan Copper & Supply Co, Cincinnati, Ohio,
appearsto have been installed in the 1950s. Thefloor also contained the base of
two pure spirit tanks (tanks removed after 1990) and an employeeslocker room
(c1950s?). Theceiling issupported by one row of steel beams and two rows of
timber beams; beamsrest on postsand capitals of thesame design. However, the
steel beams seem to rest on cast iron pads on the capitalswhereas the wooden
beams are on timber pads.
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FIGURE B-11

Basesections o the column stillsand associated piping and pumpson floor 1,
Building 5, and used until 1990.

Source: Historica Research Limited, November, 1993
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FIGUREB-12 .
Excisecage with one spirit scaetank on floor 1, Building5.
Source: Historica Research Limited, November, 7993
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- Sgig LAVIDN - [A))

FIGURE B-13

Control panel and operator's station on floor 2, Building5. The panel appearsto
have been ingtaled In the 1950s.

Source Historica Researchl nnted, November, 1993
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FIGURE B-14 .
Tops d distillation columnsonfloor 5, building 5.
Source:  Historica Research Limited, November, 1993
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A. Equipment Typical/Unique to Distillery Operations

*  Stll control panel completewith tail boxes and instrumentation; small
control panel for regulation of air/water/steam(?); both c1950
[Figure B-13].

* small bank o tail boxes, apparently by Badger, C1930 oup of flow
spoutswith glassbowlsd thesmilar date and manufacture.

* Timber base of two removed spirit tanks.

*  Seealso equipment register

B. General Equipment
* Riveted "I" beam construction of ceiling supports.

Floor 3

Thisfloor contained a change house containing alargeindustrial sink, ashower
and two toilets. Thisareaisseparated by a frame wall probably 40-50 yearsold
- from therest of Building#5. Therest of thefloor contained sections of the
distillationcolumns. On the north wall isafreight door to the outside.

A. Equipment Typical/Unique to Distillery Operations
Distilling columns passing through to the upper floors.
* Slatted wood floor construction.
*  Seealso equipment register

B. General Equipment
*  Change housewith wash-up facilities.

Floor 4

Thisfloor contained sections of the distillation columns; most equipment
identified as E. B. Badger and Sons Company, Boston. Therewere two large,
whitefiberglasstanks of unknown purpose on thefloor.

A. Equipment Typical/Unique to Distillery Operation
* Distilling columns passing through to the upper floors.
* Slatted wood floor construction.

B. General Equipment
*  Noneobserved.

Floor 5

Thewest end of thisfloor containsthe tops of thedistillation columns. Several of
the pipeshave flash arrestorson them. The north end of the building containsa
riveted steel water tank known as City Water Tank #1, 8,129 gdlons. Therewas
spacein thisareafor a second tank but thereisno sign of itslocation. Thereisa
hand operated hoist on thisfloor. The cable extendsto a trap door with a pulley
system near the junction between the milling bins.
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A.. Equipment Typical/Unique to Distillery Operations
Topsd distilling columns and associated condens ng equi pment
. [FigureB-14].
Numerous ventsexit the roof, characterized by heavy cast steel flame
arrestors.
*  Seealso equipment register

B. General Equipment
. Rivetedsted "City Water" tank of 8129 gallons.
Small cast iron geared hand winch.

2.7 Building#6 (Fermentation)
A processdescriptionisfoundin Section A, Parts1.2 and 1.3.
Floor 1

Thisfloor containsraised concretebasesfor fermentingtuns. Tankswere
removed after 1990 and the room iseffectively empty of equipment. A steel beer
well (Beer well #1, capacity of 69,740 litres) islocated at the south east part of the
building. A duplex steam pump stands beside the beer well. A castiron cooleris
on the northwest comer and may date from the daysin which acetone was
roduced although drawing #49-9 (June, 1949) describesit asa "hot water
eater."

A. Equipment Typical/Unique to Distillery Operations
*  Small duplex steam pump; welded steel beer well tank; mash cooler
[Figure B-16; uniqueto G & W acetone production?]; concrete bases of
fermentingtuns[Figure B-15]
*  Seealso equipment register

B. General Equipment
* Noneobserved

M ezzanine

Thisgted catwalk floor once provided accessto the tops of the; now removed
fermentation tuns.

A. Equipment Typical/Unique to Digtillery Operations

* Signage for tun capacity
B. Genera Equipment

* None observed.
Floor 2

Thisfloor isin theatticand contained atimber catwak and aformer production
laboratory; a processdescriptionisfound in Section A, Part 5.12. The floor also
containsa yeast culture tun and a platform with ascaletank. Inthe1940sa
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FIGURE B-15

Thisfloor contains the raised concretebases of fermenting tunsin building#6.
Note the channel in the basethat once accommodated pipe connections. Tanks
wereremoved after 1990 and the room is effectively empty of equipment. See
also Figure A-7.

Source: Historica Research Limited, November, 1993
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FIGUREB-16
Cast iron cooler in building 6 that may have been used to cool mash used in the

production of acetone. See Section A, Part 3.
Source Historica ResearchLi mted, November, 1993
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carbon dioxide gas scrubber and flow meter were located on thisfloor. A foot
bridge provides connection between thisfloor and the former office building #25
acrossthelane. Thetimber framing for the roof is quite remarkable. It doesnot
seem to form any conventiond framing. There are numerous steel or metal
splice plates holding timberstogether. Shimsare used to adjust the location of the
purloins. Thiswasdoneto correct asagin theroof inthelast 10-20 years. The
shimming of the roof has exposed mortise and tenonsin the original beamsthat
held the structure in place.

A Equipment Typical/Unique to Distillery Operations
* Scaletank (Marked #1, 11030 litres) Fairbanksbeam scale, C1930;
®  Processlab containing minima lab equipment, ¢1950;
*  Seealsoequipmentregister

B. General Equipment
®  Roof trusssystem.
2.8 Building #7
A process description isfound in Section A, Parts 1.2, 1.3 and 5.12.
Fioor i
This le'vd was functionally the same as Building#6.
Mezzanine
Thisfloor issmilar 1o Building#6.
Floor 2
Thisfloor containsthe yeast cultureareas. Therewerethree yeast tankson the
top floor and ascale tank (Number 2, capacity 126,000 litres). A copper
autoclaveisadsointhisarea [See Figure A-171
A. Equipment Typical/Unique to Digtillery Operations
* Scaletank restingon a C1910 beam scalewith cast fluted columns.
Threeriveted copper yeast tubs.
* A smal copper autoclave on stand, C1930.
See also equipment register

B. Genera Equipment
*  Noneobserved

Penthouse/Cupola Floor
A 640 litre yeast Donor tub (Tub #D)islocated in asmall cupolain the roof over

Building#7. Theroomiswdl lit withwindowson threesides. Theroom is
reached by a staircase from Building#7.
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A. Equipment Typical/Unique to Distillery Operations
*  Yeastdonortub.
* Designof penthouse.
*  Seealso equipment register

B. General Equipment
* Noneobserved

29  Building #8 (Maintenance)

A processdescriptionisfound in Section A, Parts1.2 and 5.10 Building#8is
constructed of brick and attached to thewest end of thestonedistillery and was
used asa machineshop when thedistillery closed. A large molassestank is
located in the southeast comer of the room. Adlj acent to themolassestank isa
duplex steam pump that may have been the molassespump. Much of the building
Isamachineshop and all machinesare driven by overhead pulley systems from
two electric motors. The equipment includes an engine lathe, shaper, vertical
millingmachineand adrill press. The machineshop isnoteworthy inthatitisin
such unusually good working order, still powered by line shafting and belting,
evocative of atumn of the century small manufacturing facility. One would expect
to find a maintenance/ millwright shop associated with adistillery, but the scal e of
thisshopis appropriateto thewholeof the G&W operationrather than strictly
associated to thestonedistillery. Theroom aso containsa carpentry and metal
working area equipped primarily with modem toolsand alargesheet metal shear.
An employeelunch room and showersis in the southwest comer. Thereisa
loadingdoor on the south sidefor the railway tracks. The roof issupported by
timber posts. Thereisa garage door on the north side with a concrete ramp
leading down to theworkingtloor.

A. Equipment Typical/Unique to Distillery Operations
*  Molassestank _
*  Seealso equipment register

B. Genera Equipment
* linesnhaftingwith pillow blocks, pulleysand clutch gear;
welding/forge/casting areawith related equipment; bank of wooden
cupboards (locked, contentsunknown), ¢1880; combination
desk/cupboard (locked, contents unknown), c1880.
*  Seealsoequipment register

210 Building#9 (Molasses Tank)

A process descriptionisfound in Section A, Part 1.2. The building provided an
enclosed hested spacefor the bottom half of alarge riveted steel mol asses tank
(Tank #2). The upper half of the metal tank extendsabovetheroof. [Figure B-
17] The buildingwas heated with steam radiators. The roof issupported on
timber posts on roughly 12—-14 foot centres around the tank. The posts carry the
roof and the tank isstructurally independent of the building. Thereisatrack
loading door on the south side. Drawing #39-5-A, dated March, 1939, isa
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framing plan for thetank and roof, suggesting the tank wasinstalledin the
buildingat thistime. The areaaround the tank contained storage for sheet metal
equipment, cablesand pipesupplies. Thereareanumber of steam pumps of
which one still appearsto be connected to steam. At thewest end of the building
wasasmall scaletank of perhapsafew hundred gallons. It was not used for lega
measurements. Alongthe northside of the buildingwas araised level that seems
to have been for chemical storage antifreeze blending and handling.

A. Equipment Typical/Unique to Digtillery Operations
*  Largeduplex steam pump evidently used for the unloadingand
transporting molasses; two unidentified pieces o (fire protection)
equipment in red enamel; Molassestank
*  Seealsoequipmentregister

B. General Equipment
*  Quantity of materials handling and hoisting equipment, slings of various
types; hand tools.
*  Seealsoequipmentregister
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FIGURE B-17
Molasses Storage Tank No. 2 contained in building#9.
Source: Historica Research Limited, Novenier , 1993
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PURE SPIRITS
1 BACKGROUND

Buildings53 - 57 Built: 1873 [Figure A-9L
A processdescriptionisfound in Section A, Parts1.4.2 and 51
Original Function:

Rectification (redistilling) of acohol to removeimpuritiesand increase
alcoholiccontent.

Subsequent Function:

During First World War, complex used for butyl alcohol rectification;
N 1940s/50s Buildings#55-57 used by James Barclay Company Limited
asadistillery

Building 54 in 1924 contained i gin still; in 1944 ground floor used as
excise office

Buildings 54, 55, 56: by First World War stills in buildings produced
whisky; linesfrom still tail boxeswent directly into "No. 2 Tank House"
(Building 61); in 1969 buildingsused for "anti—freeze drumming;"
Building53: cdled a"spirit house' (1880); still house (1943); by 1969
building unused except as entrance into Building 61,

Building 54: in 1969 contained a denatured tank;

Building 57: in 20th century used to store a cohol and fusel oil.

Buildings 58-59 built: 1873; later addition of Floors 3 and 4.
A processdescriptionisfound in Section A, Parts1.7 and 2.1.
Original Function:

Case goods storage.

Subsequent Function:

Bottling line added latter;

By 1915 east hdf of Bundmg 58 wasin tanks; rest of building and
Building 59 were bonded warehouse and spirit storage;

By 1943 Buildings 58/59 were convertedto an antifreeze canning
operation; (beverage bottling transferred to former laboratory — Building
25).

Buildings 61 - 62 Built: 1873 [Figure A-101
A processdescriptionisfound in Section A, Part 1.5.
Origina Function:

Tank warehouses1.and 2.

Subsequent Functions:

By 1918 "mixing" or "racki ng" was probably undertakenin tank house
Building61 or 62. (In 1880 "racking o spirits' into barrelsoccurredin
Building 34);

Term "mixing room" not used until after First World War when name
applied to former tank house (Building 61);

Former cooperage and tank house (Building 62) was amixing room by
19609.

Last use beforeclosure: fill drumsand barrels, mixing and as a central
areathrough which amogt all product pipesin complex pass;, mixing
rooms played central part in operation of distillery.

Building 61 called " Canadian Government Excise Bonded Warehouse#2."
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2. DESCRIPTION

21 Building 53

Floor |
Empty of equipment; entrance into Building 61 (double door - timber door on the
east sde, metal door on west side of wall); high ceiling;

Floor 2
Empty except for piping; largecircular openingin ceiling that once held large
water tank, interconnecting door to Building 54 bricked in;

Floor 3
Low ceiling; containsalarge copper drum of 449 galons; circular holein floor
for former water tank;

Floor 4

Two water demineralizingunits (National Bottler's Suppl)é Company of C_hic?o:
"Polar Water Still"); interconnecting door to Building54 bricked in; function
door to the second floor of Building 61.

22  Building54

Floor |

Empty of equipment except for platform scale; staircase removed and accessto
upper floors from bacony entrance from Building 53; floor has been raised on
timber deck abovethe Trinity Street grade; large copper roof drain along wall;
variety o pipingwithinand crossing the floor; interconnecting doorway to
Building55is bricked in.

Floors2-5

Entranceis from exterior balcony; denaturingtank of 1,997 gallonsin place
(welded tank, probably not more than 30-40 yearsold); interconnecting doorway
to Buildings53 and 55is brickedin.

Floors3-5

Brick corbeling in wallsindicates|ocationsof floors3,4,5; most of thesefloors
have been removed and exist only as mezzanines; floor 3 has been largely
removed to accommodatetall equipment; floor 4 isrelatively complete except for
large hole for equipment passage; floor 5 doesnot exist except for brick corbeling
and two "I" beamsthat probably were put in to keep the wallsstable;
Interconnecting doorway to Buildings53 and 55 onfloor 4 is bricked in.

23 Building55

Floor |

| nterconnectingdoorway to Buildings54 bricked in but doorway to Building56is
open; relatively modem overhead crane running the length of the building with a
half ton capacity; no equipment on the ground floor; steam heat radiator and
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miscellaneouspipes; copper roof drain oom&sthrou?h the buildi n%eco%)er sink
on thewall adjoining Building54; concrete cgp on floor that may bewell cover;

Floor 2

Floor isdatted for ventilation; floor isa alower levd than the origina brick
corbeling (according to blueprints, tank floor was put in 1940s about 4 feet lower
than original floor) two identical weigh scale tanks, manufactured o riveted
copper (capacitiesof 1,257 galons); inter connectingdoorsto Buildings54 and
56 are bricked in; last welghts and measures certificateis 1959; scaleswere built
by the Gurney Company; floor was called the closed recelver weigh room,
number of valve handles on long shaftsto pipesthat are high off thefloor
(probably designed to be reached from origina second floor was higher).

[Figure B-18]

Floor 3
Small mezzanineat rear o building; low ceiling; no equipment on thisfloor;

Floor 4
Empty of equipment; interconnecting doorway to Building 54 bricked in but open
into Building56; large doubleleafed trap door on floor;

Floor 5
Congistsof stedl "I beams spanning the building; no actud floor but brick
corbelingonwalls;

24 Building56

Floor 1

Containsdistillationequipment probably used by the Barclay Distillery to
produce brandy; small platform scale; small sseam pump [Figure B-19]; floor is
concrete with floor drain; interconnecting doorsinto Buildings 55 and 57;

Floor 2

Contained the topsof awinestill (2,628 gallons) and a beer column; yeast tub
(340 gallons); 1950s control panel o indicator lights; two tail boxes|[Figure B-
21]; interconnectingdoorway to Building 55 brickedin,

Floor 3
Short platform a rear of building;

Floor 4
Containstwo condenser rectifyingstill columns; interconnectingdoorway to
Building 55 isametal firedoor; smal trap door infloor;

Floor 5

Floor iscompletein thisbuilding and rests on thesame style of "I" beam joistsas
in Buildi ng?]55; contains the top sectionsof distilling column ﬁDephIegmator -
copper with capacity of 44 gallons; doubler rye still - 110 gdlons) [Figure B-20];
small trap door infloor; roof accesstrap door; roof ventson Buildings 54, 55 and
56 that are operated by stringsfrom the top floor.
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FIGUREB~18
Valve handleson long shaftson Floor Two, Building 55.

Source: Historica Research Limited, August, 7993
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FIGUREB-19
Steam pump on Hoor One, Building 56.
Source: Historica Research Limited, August, 1993
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FIGURE B-20 _ _ o
Dephlegmator and doubler ryestill, Floor Five, Building S6.
Source: Historica Research Limited, August, 1993
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FIGURE B-21 o
Alcohol tail boxeson Hoor Two, Building 56.
Source: Historica Research Limited, August, 1993
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25  Building57

Floor 1

Singlestory buildingonce containing three mash tuns (removed after 1990); tuns
removed but |ocationindicated by circular concrete bases; interconnecting door to
Building 56;

R e Bridge

Pipe bridge from the " Pure Spirits Complex" to thedistillery held water lines,
glycol lines, alcohol lines and steam lines; two acohol lineshang down from the
pipebridge and were used for bulk filling of trucks, bottom d the two lineswasa
plasticline and camefrom the scaletanks on top of Building59. [Figure B-40]

26 Building58

Floor 1

Separated from Building 59 by brick fire wall; originally case goods storage;
present use asarchive and small artifact storage; front end o building contained
parts stores; conveyor runs aong south wall; celling supported on iron postswith
timber beams; connecting openings to Building 59;

Floor 2
Originally case goods storage; three connecting doorwaysto Building59 and four
openingsfor case goodsand conveyors,

Floor 3

Functioned as singlelarge room with Building59; contained a canning linefor
antifreeze, windshield washer fluid, transmissonfluid and engine oil; threerows
o timber posts support roof; bridge connectionto Building 74 (case goods
warehouse); conveyor system runs down middle of floor, endsin an inclinethat
takes case goods to aloading dock on east wal d Building 62A; washroom on
north side of floor (toilet tank in men'swashroom is made of wood; double sink
with ornate support brackets); most of floor vacant but partsd a canninglineat
west end; fire escape on the south wall; fire escape added in late 1980s on the
northwall (leadsto theroof of Building 61); on southwest Sideis glassed office
for themanager, officereached by two steps up from main floor; floor of roomis
covered with aasphalt type materia that apparently stopped |eakage to floor

bel ow when breakage occurred;

Floor 4

Small structurerunning the width of the building but only about 20 feet deep;
contained one scaletank and four mixing tanks; [ Figure B-22] tanks have been
removed (after 1990) but weigh bridgeistill in place asisthemotors for two of
the mixing tanks; antifreeze was brought into thisarea and mixed with dyein
mixing tanks and then pumped into the scal e tank before either going to the
canningline or direct by gravity feed to the tank carsor road tankers; accessto
roof of third floor; walls are brick on the north, south and west side and timber on
the east side; copper pipe runs along the ceiling and brou 3ht bulk ethyleneglycol
from bulk storage; the pipe passed over thefive tanksand theliquid could be
regulated into each.
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FIGURE B-22

1I__\)/I{3i/xi ng unit and wooden tank base; copper tank removed, Floor 4, Building
59.

Source: Historica Research Limited, August, 1993
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FIGURE B- 23 _
Case goods conveyor franFloor 3, Building 58/59 to railway siding.
Source: Historica Resear ch Li mted, August, 1993
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FI GUREB-24
Ca=goodsdlide, Floor 1, Building 59.
Source: Historica Research Limited, August, 1993
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2.7  Building59

Floor 1

Spira dlide for case goodsfrom floors2 and 3[FigureB-23]; two other spiral
didestofloor 2only (Building 74 also hasspira slidesto move case goods); four
loading dock doors along south wall; spacedivided with temporary partitionwalls
(at time of plant closure areawas used for liquor salesmen supplies);

Floor 2

Compl etely open without partitions; exterior fire escape; one loading door on the
south side of room; case goods conveyor on east wall; southeast comer of is brick
shaft that may have been for an elevator (now removed);

Floors3-4
See Building 58;

Case Goods Bridge

On southeast comer to connect with Building 74 and therefore built after the
original building; areaof bricked in window can be seen; bridge constructed on
three"l" beamswith timber floor and wallsand clad in sheet metal;

Case Goods Track Conveyor

From floor 3 connectingto railway siding [Figure B-24]; plastic pipeon
conveyor that connected scaletanks to tank carsfor bulk shipments; constructed
o wood joistsand wooden Sides resti n%on stedl piles; two sliding doors at the
lower level adjacent to tracksthat may have been used for unloadinginto trucks,

Alcohal Pipes/Bridges

Alcohol linesrun along thewest side of Buildings58/59 to arailway loading

facility attached to the pumphouse. There appear to be threealcohol lines, one

red fire protection lineand ayelow line. Thereisasoablack pipethat comesto

?l\ll_al veand bracket on thesde of the pumphouse that was probably used for truck
illing.

Garbage Chute:

Narrow loading bay between Buildings 59 and 62A; small truck bay containinga
meta chute from third floor cannery line; used to remove paper packaging waste
for dumping into atruck. The bay isquite narrow, perhaps 7 feet wideand 25
feet deep; obviously designed for smaller trucksthan in use today; bay has been
carved out d Building 62A; roof istimber beams with metd flashing; roof for
garbage chutecuts acrossthe two windowson the second floor Building 59.

28  Building 61

Floor 1

Until 1990 contained 21 spirit tanksto receive unmatured al cohol from distillery
(Building 5? only one tank |eft after scrap mg %16a capacity of 2,350 litres);
mogt of facility was used to drum mdustrl ol off the premises; ‘alcohol was
received in tanks from scaletanks on floor 2
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FIGURE B-25
Scale Loft in Building 61, showing threescaletanks of 25,210 litres manufactured

by Fairbanks Company. o
Source: Historica Research Limited, August, 1993
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Tank Floor

Tankswere removed after plant closed downin 1990, only the timber floor bases
remained; tankswere built on brick wallsabout 6 feet above grade, brick walls
provided a dyke system presumably for containing accidents; raised tanks enabled
piping and pumpingfacilitiesunderneath the tanks; two steam operated pumpsfor
bulk handling o industrial acohol and one electricstainlesssteel pump for
beverage alcohol; small e ectric portable standby pump; four lead filtersinwhich
acohol wasfiltered to removelead that might have been picked up from storage
tanks (2filters are large apparatus on stands, 2 are smaller unitson thefloor); not
inusefor many yearsand replaced by stainlessstedl filter still in place; copper
catch basin liesbeside thefilter; partially disassembled steam pump; pure spirits
foreman's officeonce located on top of former tank at the southeast corner; no
evidence of officetoday except for paint lineson the brick wall and an opening
through the wall that provided accessto tanksin Building 62; sprinkler system
under tank platform aswell asin ceiling;

Main Floor

Long dump trough used for emptying barrelsof beveragea cohol for weighing
and storage; fascia boardsaong tank platform contained holesfor former
manifolds used tofill barrelsand shdf for bung storage [Figure A-101; platform
scalefor measuring barrelsafter filling from spirit tanks; threesmall trap doorsin
wall that are used for pipesto goto bulk ddivery. On thewalls above the north
sideare heavy iron bracketsthat a one time, supported large diameter low
pressure steam pipesto heat thefacilities,

Floor 2 (Scaeloaft)

narrow room runningwidth o #61 [Figure B-41]; east wall islight frame
construction, clad in sheet metal; (South Room) contains 3 scaletanks (25,210
litres) produced by Fairbanks Company [Fia?ureB—ZS]; tanks were used for
measuring beverage or unmatured industrial a cohol; acohol came to tanksfrom
tank houses 4, 9 and 10 or by bulk delivery from truck; an e ectric pump on this
level could be used to both fill and empty the tanks; the threetanksare
constructed on a platform with pipe connections underneath; stair case divided
north and south rooms; provided accessto ground floor; removed during
scrapping of ground floor tanks after 1990; (North Room) contains two flavouring
tanks made of copper (471 galons); used to mix caramel into the rum beverage;
floor made of lead with a gutter down the middle; north Sde has a mezzanine
level containing awater demineralizerto provide soft, purewater for diluting the
beverage alcohols.

Alcohol Pipes/Bridges
On north wall of Building 61isan acohol linewith avalvefor bulk shipment; an
overhead pipe bridge connects to adjacent building across thelane. [Figure B~41]

29 Building 62

Floor I

Brick wall divides Buildings 61 and 62; contains4 spirit tanks, 3 demineralized
water tanks, rest of floor empty in1993; barrdl scale; demineraizingunit
consistingof threelarge sealed tanks, room used for barrel and can storage prior
tofilling from the spirit tanks; three small trap doorsin wall that are used for

Historica Research Limited Page 100



SECTIONB Building Descriptions: Pure Spirits (#53-59,61-62A)

pipesto go to bulk delivery; onwall abovethe north side are heavy iron brackets
that a one time, supported large diameter low pressure steam pipesto hesat the
facilities; employeelocker room areanow only indicated by paint on east wall.

210 Building 624, "ThelLong Room"
A process descriptionisfound in Section A, Part 1.7.

Built: 1883; Long, low building used as a barrel warehouseto transfer stock
material to rack houses or for shipment ; received barrelsfor fillingin Building
#61. [Figure B-26]

Fiverall linesfor barrel storage; steel drums received from paint shop
(Building 63) acrosslane; small door connectedto Building 62; after the barrels
had been weighed, filled, stenciled and weighed again, they would be rolled back
into thisroom and stored on thefive barrd tracksfor shipment; handled both
barrelsand 45 galon steel drums; steel drums were reconditioned in the adjacent
shop whereas barrelswere used in aturnaround process of filling, to storage, and
returning; barrelsat theend of the runway were moved to theloading dock by
rolling on steel plates. The conveyor system from the cannery crossing down
through the longroom to the east wall. Thereisa barrel scale and a dismantled
steam pump at the south end of thelong room; at south end of thelongroomisa
hydraulictruck lift and most barrelsand drums were shipped from the south end
door; conveyor systemfrom third floor of Building 59 passed through Building
62A;

Alcohol Pipe Bridge connectsto Buildings47 and 63. [Figure B-42]
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FIGURE B-26
Barrel railsin Building 624, "Long Room."
Source: Historica Research Limited, August, 1993
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THE MALTINGS
1 BACKGROUND

A processdescriptionisfound in Section A, Part 1.3. The malt houseand kilns
were constructed in 1863-4. Thecellar was built to store alcohol for
redistillation. The mat kilnswere enlarged, apparently sometime between 1877-
84 and achieved their present appearance.

Malt was apparently manufactured using thewest kiln until the early 20th
century. The east kiln was converted to other uses a an earlier date. Thewest
kiln still conveystheimpression of akilnwhereasthe east kiln has been
significantly altered. By 1924, the east mdt kiln had been converted into nine
malt storage bins. Thewest kiln and the malt house were used for spirit storage.
For atimein the 20th century, the Mat House was known as the "' Canadian
Government Excise Bonding Warehouse F Annex" and that it was used by the
Barclay Didtillers.

By thetime o closurein 1990, the ground floor of the Mat Housewas
used for temporary lumber storiage and the kiln was used as an engineer'soffice.

2. DESCRIPTION
21 Malt House
Cdlar

Plansindicatea seriesdf brick archesor vaultsthat were once used to store
alcohol (See Section A, Part 4.2). Only the eastern vault can be reached through
the freight elevator shaft. Theonly unusua featureisa brick chamber built into
this vault and entered by alarge trap door adjacent to the front door on Floor 1.
The purposedf the tank is unknownbut it is not parged and does not appear to
have been watertight.

Floor 1

The exterior door is separated from the malt floor by two steps. The malt floor is
separated by awoodenfence from awalkway between the front door and the
staircase. Apparently, thisfence was added to provide accessto the upper floors
after the buildingwas convertedinto arack warehouse. (See Section A, Part 1.6)
A height elevator has been constructed in the southeast comer of the floor and
served the cellar and floors1-3. Theceiling height is very low - to the bottoms
o the beamsit isonly about 5feet whileto the joists thefreight isabout 6'2".
Severd %asj etswere noted with protective metal platesfastened to the joiststo

deflect the heat. The brick wall separatingthe malt house from thekiln once
contained several Oﬁenl ng but all are now brickedin. Theformer entranceinto
the kiln appears to have been at thewest end of thewall. Two former openings
were very narrow, perhaps two feet wide and began about threefeet from the
floor. These may originally have been similar to the doors on Floor 2
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Thefloor iscoated with concrete to provide a water tight floor. At one
timethe floor was completely ringed by aconcrete gutter and curb along the edge
of thewall. Much of the gutter has beenfilled with concrete a a later date to
provideaflat floor. At thenorthwest cornerisashort sectionof gutter onthe
northwall. Infact, most d the gutter on thewest wall has beenfilledin.
Vestigesof aformer drainage and water supply system remain alongthe east and
west walls. Three 4 inch drain pipesfrom Floor 2 extend into the gutter. The
pipes appear to be galvanized iron, heavily painted. Suspended from abeam near
the southwest comer are two downspoutsthat have been removed and placed in
storage.

Thewindowson dl the floorsare interesting in that the upper sash is
fixed. Thereisawindow on either sde of awooden shutter that can be raised
upwardsfor ventilation. All windowsfloors have been protected with iron bars.
These seem to have beenfitted in at alater date than theoriginal constructionand
may date from the 1920swhen thiswas convertedinto an excise area.

Thesouth wall has been affected by construction of a newer building
against thewall. All windowshave been blocked in and largetie platesinserted
intothe brick wall. All floorshavefiresprinklers. Attachedtothe elevator wall
on the southeast side wasaswingingiron bracket used to hold afirehose. A
similar system is located on the ground floor of Rack House D (Building #42).
Thefloor islittered with constructiontimber and was apparently last used for
lumber storage. At least one trap door in the ceiling on the north end could be
seen.

Equipment Typical/Unique to Distillery Operation _
* concretefloors, down spouts, gutters, low ceiling, former doorsleading to
kiln; See also equipment register

General Equipment
gas |ets, freight elevator

Floor 2

The ceilingissomewhat higher on thisfloor than on floor 1; the bottom of the
_bear?wsare about 5 feet 6 incheswhilethe height to thejoistsis about 6feet 6
inches.

Thewall separatingthe malt floor from the kiln contains both bricked in
openings and former doorsto the kiln. Two blocked doors begin part way up the
wall and extend into Floor 3. The former west door has been partialy brickedin,
leavinga small entrancethat onceled to thekiln. The hardware and paint scheme
areidentica tothe doorsonthefourthfloor. The doorsareamost like window
shutters starting about 3' from the ground and only going up to the 6 level.
Although the doors work on the malt side, thewall has been bricked in on thekiln
sde. Severa gas jetswere noted with protective meta platesfastened to thejoists
to deflect the heat. Thereisatrap door opening in the ceiling leading to Floor 3.
Directly below it isasimilar trap door through the concretefloor leading to Floor
One.
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FIGURE B- 27
Floor 1.of Malt House, showing low ceiling, heavy timber framing and concrete

floor.
Source:  Historica Research Limited, December, 7993
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FIGURE 3-28
Gas jet fixture and hesat plate, Malt House
Source: Historica Research Limited December, 1993
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FIGURE B- 29
Concrete gutter, curb and drain pipeon west wall d Foor 1.
Source: Historica Research Limited, December, 1993
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FIGURE B-30 .

Former doorsconnecting Floor 2 of Malt House to the west Kiln. The entrance
behind these doors hasbeen bricked in.

Source: Historica ResearchLi mted, December, 1993
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FIGURE B-31
Lookinginto the west kiln of Building#36 from Floor 4 of Building#35.
Source: Historica Research i mted, December, 7993
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FIGURE B-32

Kiln furnace, manufactured in Chicago by "Fred W. Wolf," in basement of
Building #36.

Source: Historica Research Limited, December, 1993
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Four iron tie rodswere attached to the beams paralldl to the north wall and
therods passed through the brick wall into thetwokilns. Therods areanchored
by adecorativeloop and "eye" attached to the post. It ishard to imagine how
thesetie rods could haveworked. Onewould assumethat they would smply pull
the beam off the cap of the column. Thereisalittle bit of movement but not
enoughto suggest 130 yearsd tenson.

Therewasno exterior freight door openingon theeast wall. Thefloor has
aconcrete finishfor waterproofing built on topd awood joist and floor base.
Thefreight elevator has been added at alater date since the back o the elevator
shaft hasawindow in it and the east Sde of theshaft isabout two feet from the
wall that produces a uselessspacewith awindow. Thesouthwall has been
protected with wooden hoardingto agpproximately waist height. The hoarding
waslikely alater addition from when thefloor was used asa barrel warehouse.

Equipment Typical/Unique to Digtillery Operation
* concrete floors, low ceiling, former doorsleading to kiln, trap doors, See
also equipment register

General Equipment
* gasjes, freight elevator

Third Floor

Theceiling height to the base of the beamsisabout 7 feet while to the bottom of
the joistswasabout 8feet. Thefloor has awaterproof concretesurfaced similar
congtruction to Floor 22 An "L" shaped sectiond floor on the east and south side
isof timber and dightly higher than the concretefinish. Theceiling o floor two
shows no sign o modificationsthereforesuggesting that thewood I1salater
replacement d the concrete with wood.

A chutein the celling near the northeast comer appearsto have been a
grain chutefrom Floor 4. No confirmed |location trap doorsfrom Foor 4 were
noted although several floor trap doorswere noticed that led to Floor 2. However,
severa changesin the celling framing suggested that therewere once openingsto
Hoor 4. Thejoistshave been modifiedin various places. In some cases, atrap
door seemsto have been cut into the ceiling. In alarge section near the south end,
awholeseriesd new joists have been put in that have asmaller section than the
original heavier joists. Theoriginal joists appear to be 2' X 12" whereasthe later
onesseemto be2' x 10".

Therewas no kiln entrancefloor from thisfloor. However, the tops of
brickedin arches can be seen. Therewas an exterior freight door on the east wall.
The door, and that in Foor 4, above, are offset from the main entranceon Foor 1.
Thereare windowsin three sdes o the buildingand only the kiln sideis blank.
Iron rods hang down from the ceiling to support asecond layer of barrel racks.
Although theiron rods arein place, the barrd runwayson the floor for the lower
level of storage have been removed. Attached to the celling on the west side
about half way along the buildingisa pillow block that probably once contained
limeshafting. A hole has been drilled through abeam on the oppositeside d the
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bay and the shaft would have continued through to the second bay to the south.
Severa gas jetswere noted with protective metd platesfastened to the joiststo
deflect the heat. The same system o four iron tierods noted on Floor 2 were
noted on thisfloor. Therods passed through the brick wall into the two kilns.

Attachedtothefirst beam south from thenorth wall were iron hooks that
could hinge down to approximately waist height. Three of them were noticed on
thenorth side of this beam and one on the southside. Thiswasthe only location
inthekilnto havethisfeature. The hookswere held up against the beam by
resting on square nails hammered in the timber.

Equipment Typical/Unique to Ditillery Operation
* concretefloors, low ceiling, trap doors, iron hooks?; See also equipment
register

General Equipment
* (gasjets, freight elevator

Floor 4

Thefloor is constructed of wood and the ceiling isopen to therafters. The room
Isvery tall astheroof hasasteep pitch. Theframing isaqueen post trussand
dormer windows providelight into thisareaa approximately the 10 foot level.
Thefloor has been modifiedto include barrel rallsfor storage.

A staircaseat the north end leadsinto a mezzaninelevel and to a cupola
over Building#36B. The purposecf the mezzanineis unknown but it may have
been awater storagetank for steeping grain. It islit on threesideswith small
windowsinaskylight. The staircase showssignsof heavy use. Theframing of
the mezzanineis quite remarkable. It consistsof heavy timbersin both anorth-
south and east—west direction. Thetimbers have been heavily modified with
additionsand removal sto the wood.

The brick wall separatingthe malt housefrom the kiln has been
extensively modified. Directly below the mezzanineplatform isa bricked in arch
that would have been a very narrow persondoor. There are holesin the brick
wall where other timberswere once placed.

The staircase into the cupola led to adoor for former #Z MdtKiln witha
capacity of 149,477 cubic inches. Theorigina paint finish seemsto beon the
doors. On the mainfloor, was another entranceinto #2 Malt Kiln with acapacity
of 149,477 cubic inches.

Therewas an exterior freight door on theeast wall. A hand operated
winch, similar to the one on thetop floor of Building #S was used to haul goods
up tothislevel. The cable passed through the brick wall in a purposebuilt iron
casting. A dormer over the roof in thevicinity of the freight room provided high
caling accessintotheloft. Thefront wall wastied back into the timber framing
withiron tierods on either sded the freight door.
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Suspended from theraftersin front of thefreight door was awood and
steel trough with ahopper and copper fittingsand avalveattachedtoit. Thetop
o afreight devator isat the southeast comer. The hoist mechanismisin place
athough the cables have been removed. It gppearsto datefrom the 1920s.

Thereisevidenced abrick chimney on the south wall. It ended above
tgg_wi ndow but thereis no evidence of theflue. Thefloor was heated withiron
radiators.

A gas jet wasattached to the pillar adjacent to thefreight doorway. The
actua jet has been removed but the gas pipe iscomplete up to that point.

Onesmall trap door was noted besidethe hoist door. Other trap doors
may have been boarded over.

Equipment Typical/Unique to Distillery Operation
*  barrel dump trough; See a'so equipment register

General Equipment
* winch

22 Building Number 36 (Malt Kilns)
East Kiln

Thiskiln has been heavily atered sinceits original use and was converted from a
malt kiln much earlier than the west kiln. Theexterior entranceto thekilnsis
from theeast wall. Thisisnot theorigina entranceinto the building. Thefloor
ramps up to thekilnfloor. In the basement, it can be seen that the original
entrancewasa the level of the exterior grade. Thisentrance was bricked, raised
and converted into the existing ramp. Likely stairsoriginaly onceled down to
the basement and up to thekilnfloor. Thereareonly twofloorsinthiskiln. The
main floor is mill construction (2x6 laid on end), of unknown age. Judging by the
basement walls and timber joists, the original floor height wassimilar to the
existing floor. Theroom once had windows but they are bricked in. Half way up
thewall isthe indication of aformer floor that would havelined up with the large
door openings noted on Foor 2 o the Mat House. The existingfloor probably
date from the 20th century and have nothing to do with the kiln operation. The
floor aboveisaso of wood and unknown ageand like the main floor probably
had nothing to do with the kiln operation. The spaceabovethesetwofloorsisa
vad open void. All windowshave been brickedin. Thewadlsin thisareaindicate
that several floorsonce existed. Thelocationd thelowest of thesefloorswas
indicated in thewadl plaster and joist holesin the brick wall. A second, higher
floor abovewas also noted by joist holes in thewalls. Theremay have been a
third floor asindicated by a brick ledgethat may have supported joists. The
building once had as many windowsas building 36A but they have all been
bricked in. A doorway once lead to Mill Street but it has adso been bricked in; the
evidence can be seen in the basement wall.

Historica Research Limited Page 113



SECTIONB Building Descriptions: The Maltings {#35/36)

West Kiln

Thekilnisentered by adoor from the east kilnthrough abrick wall. Thekiln has
the same existingfloor arrangements. Thereisevidencein thewallsdf three
former kilnfloorsin the void above the upper floor. "1" beamshave been

inserted, perhaps to support thewals. Thewallshave been plastered. Themiddle
o theformer floorswas in alignment with Floor 4 of the Malt House (Building
#35). A set of double doors separated the two buildings, wooden doors were on
the malt houseside and metal doorson thekilnside. The kiln waswerelater used
for barrdl storageand last as an engineering's office. A hole hasbeen cut inthe
bottom floor and ahoist installed. Stepslead down to a door facing onto Mill
Street. Further steps continue down to the basement.

Basement

Thewest hdf of the basement containsthefurnaces. The east haf has been
subdivided into three, massively supported narrow rooms. 1t does not appear that
afurnacewasever constructed in the eastern hdf of the building. The furnace
consistsd two fireboxes both manufactured by "Fred W. Wolf* of Chicago,
lllinois. Each hasafire door and ash door. It appearsthat the furnaceworked by
heatingthe mass of air in the basement rather than specific ducts. Thereare
numerousopeningsaround the brick work that would have allowed for
considerableair circulation. Thefurnaceis rather decorative asthe centre of the
brick arches separating the two furnacesis supported by iron pillars. Apparently
thisdlowed air to circulate between the two fireboxes. Thefurnaceis
symmetrical in that it could befired from bothends. However, the doors on the
west end weresingle unitsfor thefirebox and ash box rather than separateason
theeast sde. Therewas no makersmark on thewest doors. Stacked aong the
northwall of the furnaceroom areflooring gratesthat probably camefromkiln
flooring. There are also some rather unusua rakesthat may have been used for
malting or perhapsfor the furnaces. However, with four of them, that seemstoo
many for the furnaceand they may have something to dowith the malt. The
framing for the staircase to the basement is newer than therest of the building.

Cupola

A staircaseat the north end of Building 35Ieadsintoa cupolaover theeast kiln.
Thecupolaareaisseparated from the malt house by a brick wall. The attic space
o thekiln has been floored and the cupolacan be reached by ladder. Thekilnis
tied together with tie rods running north and south. The interesting feature about
thekilnisthat a cupolaexists on the east side but has been removed from the
operating, west side.

Equipment Typical/Unique to Distillery Operation
* furnace, iron grates, floor marksin wall, door openingsto Building #35;
See al so equipment register

General Equipment
* nonenoted
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RACK HOUSES42, 4

3, 44, 64, 65, 75
TANK HOUSES 48, 49,50

1 BACKGROUND
A process descriptionisfound in Section A, Part 1.6.

Rack House D (Building #42): constructed in 1890

Rack House | (Building #43): constructed in 1891

Rack House H (Building #44): congtructed in 1891

These buildings continued to function as origindly built until the end of alcohol
aging on the property.

Tank House No. 4 (Building #48): constructed 1884; enlarged 1887
Tank House No. 9 (Building#49): constructed 1889
Tank House No. 10 (Building #50): constructed 1889

Rack House G (Building #64): constructed as Tank House#12 in 1889
Rack House J (Building #65): constructed as Tank House#11 in 1889

Rack House M (Building #75): constructed 1927
Theroofsof al rack warehousesare supported independently of thewalls. The
rack supports have their own footingsdirectly onto the ground. Thefootingsfor
the brick wall are quiteindependent.

2. DESCRIPTION
21  Building Number 42 (Rack House D)

By 1990 the buildingwas no longer used because of regulatory problemswith the
freight elevator.

Floor 1

Onthe ground floor beside thefreight elevator wasafirehosebasket ona
swinging bracket. A freight door waslocated in the southwall directly opposite
theelevator. Thefootingaof the rack columnsare large stone blocks.

Floors2-4

A wakway floor extends around dl four walls. Thefloor on thewest wall is
fairly wide, about 18. The wakway around the other three sidesis about 6-8
wide. The racksare3 high. The buildingis sprinkled and has explosion proof
Iiggti ngand electrical outlets. Theracks could be loaded from the east or west
end.
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Floor5

Thelayout of thisfloor wassimilar to floors2-4. In additionwasarope hoist
attached to the brick wall a& thewest end of thefloor. Half o the sheave
protruded up into Floor 6. Directly below the sheaveare holesin thefloor boards
onall floorsto the ground to enable arope to run from Floor 1.to thesheave. The
sheaveisattached to an axlethat extendsacrossthe walkway to the racks.
Adjacent to theracksis arope take up that powered a hoist to thefloor above.

Floor 6

Theroof hasavery gentlepitch. On thewest wall, half way between Floor 6 and
Sisalargeiron sheave, about 6-7 indiameter. Anironlever ontheleftsideisa
foot operated brake. Trap doorsarelocated in thefloor at the endsdof each row o
racks. A timber brace ran thelength of thewa kway,dparallel totheracks. Large
diameter holesin this brace, directly aboveeach trap door seemed to suggest that
therewere once pulleysthat were used to lower barrelsto Floor 5. The pulleys
could have been powered by aropefiom theaxleon Foor 5. Thesystemwas
probably used until the freight elevator wasingtaled. Thereisasimilar
arrangement o braces and trap doorswas a so observed on thefloor at the east
end. However, thelarge sheavewasmissing.

A staircase extends from Floor 6 up toaman hatchintheroof. The
staircaseto Floor 6 isnew, probably inthe last 20-30 years.

Equipment Typical/Unique to Distillery Operation
* timber racks; See also equi pment register

General Equipment
* ironsheaveand hoist

22  BuildingNumbers43 & 44 (Rack Houses |, H)

Building Number 43 (Rack House)

Thisbuildingisaseven high rack warehouse. Thereisawoodenwakway down
the middle and the racksare supported on stone footings. The only piece of
equipment isabarrel lifter sitting in the main walkway. Freight doorwaysare
located at either end of thewalkway. The north end of thiswarehousewas
adjacentto arailway line. 1t may haverail loading facilities which were not
observed. Inthewellson either sidedf the entrance to the south door, were heat
exchangersor radiators. Thesewerefinned pipesabout 12 long. The heating
system was aong the central wakway and along the perimeter of the building.
The footingsrun north and south so the heating was only along the east and west
walls. The rack warehousehad chimney ventson either sde and they protrude
abovetheroof about 18 inches.

Building Number 44
Thisbuildingisidentical Building#43.
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Equipment Typical/Unique to Didlillery Operation
* timber racks; See also equipment register

General Equipment
* nonenoted

23  Building Number 75 (Rack House M)
Floor 1

Thefreight elevator is on the ground floor and not operating and had a capacity o
2,000 |bs. It appearsto have been inddled at thetime df construction o the rack
warehouse. The centred thefloor isconcrete. Theracks, themselves, rest on
concretefootings but thefloor itself isearth. There are doublefreight doorsat
each end of the centre wakway. The earth floor seems to contain miscellaneous
thingsthat have fallen down over the years. Therearewindowsat every floor
level but they have metal shutters over them so the building has no natural light.
On the east wall behind the elevator were two steam pressure gauges. Onthe
ground floor were two el ectric barrd lifters. A barrel scalecompletewithits
weights and other fixtureswasset up in the walkway. The door on the north end,
which appearsto be similar to that a the south end consisted of a heavy wooden
interior door with ariveted steel security door on the outside.

Floor 2

An employee change house islocated on floor 2 between the staircaseand the
west wall (See Section A, Part 5.11). It hasawooden ceiling to protect it from
the open space above. The change room contained stedl lockersfor clothing, a
drinking fountain, cast iron sink, coopersanvil, severa copper vessals, chair, lap
desk, and a barrdl pad. The change room wasthewidth of two barrd ways

Floors3-7

The staircaseisin themiddled thisbuilding oppositethe freight elevator. The
floorsare lit with explosion proof lighting and outlets and switches. Wooden
chocksrest ontherailsfor the barrels. The building isempty except for the racks.
The building is sprinkled from the ceiling and with perimeter sprinklers. There
arewalkways between every second row of racksfor access. Thereare no barrel
racksin the area between the staircase and the side wall sincethereis no barrel
accesstothisarea. Thevoidin theframeisfilled with diagona wood bracing
from floor to celling. A similar design is used between the elevator and side wall.

Floor 8

Generally thefloor issimilar to the previous floors. Theroof isdf mill
construction. Thefreight eevator ends at thisfloor and the hoist house ison the
roof. A recordingthermometer ison the staircase heading opposite the elevator.
Theroof appearsto betied with steel rods attached to the vertical pods.
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FIGURE B-33

Ground floor of Rack House M (Building #75) showing empty timber racksfor
barrel storage.

Source: Historica Researchli nited, December, 7993
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Equipment Typical/Unique to Didtillery Operation
* timber racks; See dso equipment register

General Equipment
* nonenoted

24  Buildings Number 48/49/50 (Tank Warehouses)
Building Numb -~ “°©

All of the tank; have been removed. Thisbuildingwasidentical to Building#49
with the evidence or tne catwalk downthe middle, 32 tanksin four bays, resting
on stonefootingswith atimber base. The only differenceisthat wereno
windowsontheeast side. A portable pump wasin the equipment areaon the
south side. Thereare secondary walkwaysa ahigher level between the outer
rowsof posts. The base d the tanks has been cut into thewalkways. Thedoors
on all of the warehouseswere doublelocked.

Building 49

Thiswas tank warehousethat contained 28 tanks. Thesewere built up on stone
platformsabout 3 high. Thetopsaf the foundationswerelaid with timber planks
approximately 12" x 4". Thetanks themselves have been removed since1990. A
catwalk once ran thelength of the buildingfrom north to south. This has been
removed except for asmall sectionat thesouth end. Thefloor isearth. The roof
issupported by threerowsadf columnsproducingfour bays. Windowsran along
the east and west wall at about the 10" height. Therewere no windowson the
north sidefacing Mill Street but three windows and a door entrance on the south
side. Anareaabout 12' wideremains a the south end as an entranceway and
workspacearea. At the north end, the tanks came right up to thewall. Two small
brick chimneyswere located on the east and west wall presumably for ventilation.

Building Number 50

This buildingwas identical to Building #49 with threerows of columnsproducing
four bays, each with seven tanksfor atota of 28tanks; the tanks have been
removed. Unlike Building #49, thetank baseswere of concrete. Therewere
concrete platforms on each side d the building and then awide doublewidth
concrete platformthat held two rows of tanksin the middle. Therewasno
evidenceof acatwak downthemiddled thethisbuilding. The ventsin the brick
wall on the east and west sidewere noted. Therewerewindows on thewest wall
and southwall. A barrel dump trough waslocated in thework areaat the south
side. Thisseemsrelatively late, probably from the 1950s. It ishard tosay when
thetanks were removed. In Building #49 were dust masks and cutting blades. In
this buildingthere was no evidence that cuttingwas done, suggesting the tanks
had been removed sometime ago.
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FIGUREB-34
Tank house (Building #49) showing stone bases on which the tanks rested.
Source: Historica Research Limited, December, 1993
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Equipment Typical/Unique to Digtillery Operation
* none noted

General Equipment
* nonenoted

25  Building Numbers64 & 65 (Rack Warehouses)
Building Number 64

Building#64 was aseven high barrel warehouse. It has metal exterior doors and
dlidingwood and glassinterior doors. A barrel rail ran down the centre walkway.
Thefloor is earth and the columnsrest on stone or brick footings. Thefloor down
the middleis of timber. Theonly piece of equipment wasa barrd lifter. Doors
werelocated at the north and southend of the building. The piersare constructed
of stone.

Building Number 65

This building wasidentical to Building#64. The only differencewas the absence
of abarrel raill down the centrewakway.

Equipment Typical/Unique to Didtillery Operation
* Seeequipment register

General Equipment
* nonenoted
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DENATURING ROOM
BUILDING NUMBER 47

1. BACKGROUND

A processdescriptionisfound in Section A, Part 2.2. Built in1887 as Tank
House#7; converted a& some later date, likely early 20th century, into industrial
alcohol denaturing room.

2. DESCRIPTION
Main Floor

Architecturaly, the buildingissimilar to Buildings48-50. The building appears
to have originally been a tank warehouse judging by the configuration of the
pillarsand the shallow pitch of the roof. It has been converted intoa mixing
building. The basesof tankswerelocated along the east and west wall. Large
skylightshave been constructed into the roof. The buildingis very bright because
o the skylights. The mixing mezzanineisreached by astéel ladderandan .
Intermediate walkway that ran at the topsof the storage tanks. Thewalkway is
suspended from theceiling by steel rods hooked over beams. The buildingalso
contained several steam pumps and an early, riveted copper kettle ("Number 19
Mix Kettle"). A closure in 1990, the building contained 12 large alcohol tanks
used to mix denatured alcohol. Thesetanks have been removed. The denaturing
chemicalswere stored in small metal tanksdf 5 to 10 gallons and then mixed with
ethyl alcohol asit comes from thetill. Since G&W did not manufacture
industrial alcohol at the end - their ditillery was too expensive - they bought
ethyl acohol from Montreal and denatured to supply the local markets.

Mixing Mezzanine

A mezzanineleve was raised about 12 feet in the air so material could befed by
gravity into the appropriatetank. Therewere pipe connectionsto each of the
tanks. The mezzaninecontained scale tank Number 17 (capacity 6,100 litres).
Therewere 9 alcohol connectionson the east and west sidefor the movement of
liquidsto varioustanksand different buildings. Included on the stencilswere
tank truck and tank car pipes. The centred the building has a concretefloor.
The ed%%, wheretheraised tanks are, have brick piers on earth floors. Gutters
arein the concretefloor, not for barrel emptying but for wash water.

Office Mezzanine

Onthesouthwall is an officeon a mezzaninelevel withasmall pipestorageares,
known as Denatured Store#6. The office mezzanineconsisted of two small
roomswith windowsoverlooking the productionfloor. Staircasesentered the
room from both the east and west side.

Equipment Typical/Unique to Distillery Operation
* mezzanine;, See al so equipment register

General Equipment _
*  Seeequipment register
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FIGURE B-3

Main floor of DenaturingBuilding (Building#47) looking towards the mixing
mezzanine.

Source: Historica Research Limited, December, 7993
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PAINT SHOP/DRUM RECONDITIONING
BUILDING NUMBER 63

1. BACKGROUND
A processdescriptionisfound in Section A, Part 54.

Builtin 1879 as Tank House 3 and convertedin 20th century into a shop
to reconditionsteel barrels. Steel barrelsreturned from customershed to be
cleaned of rust and painted.

2. DESCRIPTION
The buildinglast contained orumrollersfor cleaning the scale out of drums. In
theraftersisabelt drivenair compressor. Therewas asmall workshop officein

the southwest comer. The ceiling hasfour skylights built into it Smilar to the
denaturing building.

Equipment Typical/Unique to Ditillery Operation
* nonenoted

General Equipment _
*  Seeequipmentregister
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1. BACKGROUND

A processdescriptionisfound in Section A, Pat 5.8 Built in 1886 asa boiler
house; used in 20th century for antifreeze canning, mezzanine on north side used
for glycol storage. At thetimeof closurein 1990 a largeamount of machinery
was stored including bottling equipment, fan bladesand scales.

2. DESCRIPTION

Thewest wall of thisbuildinghad boilersinit. The chimney baseisstill in place.
It isabout 15 square. The "clean out" for the chimney ison the east sideand the
openingisstill there. The meta door does not have any identificationmarks. On
the south sideisabrickedinflue. Along thewest wall, near the bottom, are three
low arches. They areabout 12" wideand 2 tall. These probably wereash box
“clean outs" to the outsidewall. [ The layout for the arches and flue on the north
side of the chimney isidentical] Theflue clean outs can be seen on the outside of
thewest brick wall. They havearaised arch surround. The floor containsa
variety of equipment brought into the buildingfor storage. Included aretwo
barrel lifters, the parts of several platform scales, a safe, and adolly. The patent
date on the safeis 1875 and it was manufactured by the Taylor Company of
Toronto. Sitting onadolly in the middle of thefloor isabarrel trough similar to
the oneseen in the rafter of the mdt building. It and its mate came from the pure
spirit buildingand werereplaced. Thetrough is made from roughly 6" X 3" with a
tin or copper lining. Barrd tracksran aong the top athough the track ismissing
from much of oneside. Sitting on thefloorisalarge earthenwarevessd.

Thefloor inthis buildingis made of paving bricks. Thewest end of the
building has been laid with atimber floor ontop of the bricks. Rampslead up to
thewoodenlevel. A conveyor belt ran from aloading dock on theinsdeof the
east wall to amezzanine level over the north half. The mezzanineleve was
empty of any equipment. Parts of the floor seem exceedingly heavily built out of
4" x 4". A row of windowsruns around the upper floor on the north end south
sides. A second floor may have been in thisbuildingin sections of it although
thisisnot evident. Thereisno clear sgn o where a second floor would have
been. The northeast comer of the building shows bricked archesof rather large
windowsor doors. The function of these openings could not be determined. It is
very likely that this mezzaninethat exists was put in for storage of can goods.
The ceilingissupportedonagrid o threecolumnshby three columns. Six of the
supportson the east end aretimber. Thethree columnson the west Sde, close to
wherethe boiler was, are df iron. All of the basesare of stone. This buildingwas
not fitted with explosion proof e ectrical fittings. Hanging from the mezzanine
floor wasa coal rake. It consisted of afour pronged, long handled rake.

Equipment Typical/Unique to Distillery Operation
*  See equipment register

General Equipment
See equipment register
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WOODWORKING/PIPEFITTING
BUILDING NUMBERS4S, 45A

1. WOODWORKING/PIPEFITTING, BU LD NG#45

This building was completed in 1887 and wasreferred to as a "fitting shop." A
process descriptionisfound inSection A, Part 5.10. Thewest hdf of the building
Is used asaworkshop. All of the equipment isrelatively typical and modem
woodworkingequipment. Thereisafew remnantsd former belt drive pulleyson
thecelling. There appearsto be nothing special about the equipment or function
of thisarea. Theeast half is used asapipefittingshop. The equipmentinitis
modem and of no particular importance.

Equipment Typical/Unique to Distillery Operation
*  Seeequipment register

General Equipment
* Seeequipment register
2. BuildingNumber 45A

Building45A was completedin the 1920s as alunch room and first aid station. A
processdescription isfound in Section A, Part 5.11.

Thisbuilding has not been recorded becauseit has been compl etely gutted
and modernized insideleaving nothing of historicindustrial significance.
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CASE GOODSWAREHOUSE
BUILDING NUMBER 74

1 BACKGROUND

A processdescription isfound in Section A, Part 1.7. Thisbuildingwas
completed in 1927 as a case goods warehouse and remained in the function until
closureof the plant in1990. The buildingwas heavily used until the 1980swhen
an LCBO warehouse opened in Whitby to handle the retail tradedirectly. The
warehouse waslast used for shippingto duty freestoresand army bases.

2. DESCRIPTION
Reservoir

Beneath Floor Lisawater reservoir for fire purposes (See Section A, Part 1).
]'cll'here isatrap door from floor 1.to the water tank at the northwest comer o the
oor.

Floor 1

Thefloor isvacant of production equipment and is storingdesksand other
material from the other offices. In the centreof thefloor Isaspiral casegoods
dide. [Figure B-36] It made of rollers rather than polished metal. On the north
sideaf the building is afreight devator and the main entrance into the building.
Thecase goodssdlideturnsinto aroller conveyor that leadsto afreight door on the
north side. Just to thewest, or |left side of the main entrance and freight door isa
small, enclosed office. It isdf pand constructionwith windowson the three
interior sides. Thereisawindow on the north wall to the outside. Thefloor is
raised above the concrete of the main floor to have awood or tiled base. The
main staircase and entrance to the exterior on the north centre part of thewall also
has asmall, wooden enclosure on thewest side. Insidethisenclosureisa pipe
from the cistern below. Thisseemsto be the intake pipefrom the reservoir for
both the sprinkler and local fire protection. A large pipecomesout of the
buildingto asprinkler system whereasasmaller diameter pipe goesto afirehose
and hydrant. Therearefour freight doors on the south wal, used for loadinginto
railway box cars. On the southwest comer isasmall employee change room (See
Section A, Part 5.11). It israised up on a concrete pedestal two steps from the
mainfloor. | assumeitisraised to providethe plumbing. Thereisarow o meta
lockersagainst the east wall o the changeroom. The buildingis not squareand
thiscan beseen in the post and beam pattern. The post run in three paralld rows
down the length of the building. The supportsalong the south wall are o variable
distancefrom thewall whereasthe other baysare12-14' wide. The south row of
supports ends about 2/3 of theway to thewest wall as the building becomes
narrow enough to dispensewith thisrow.

Historica Research Limited Page 127



SECTIONB Building Descriptions: Case Goods (#74)

Floor 2

Thisfloor isvacant of al equipment. On the north wall isthehousingfor the
freight elevator and staircase. In themiddleof theroom isthespiral case goods
dide. Ason thefloor below, the supportson the south wall end about 2/3 of the
way aong. The eevator door and stairway door are metal firedoors. The bridge
to Building #58/59 cuts through the staircase and alanding and extension of the
staircaseis required to get to Hoor 3.

Floor 3

Thisfloor ismore or lessidentical to Floor 2. Unlike the previousfloor, however,
thewood and brick wallsare unpainted. Thefreight elevator housing is separated
from the staircase housing by the bridge over to the case goods building. Thereis
atemporary woodenwall about 1/5th of the way from the east wall. The room
hasasign saying "Duty Paid Room". Judging by the paint and wear on thewall,
it probably is 40 or 50 yearsold. Theroom itsdlf isempty. The casegoodsdide
from Floor 4 aboveiswooden. OntheFloor 3 it turnsinto theroller conveyor.

Floor 4

Thisfloor isidentical to the previoustwo. The casegoodsdideisasmal,
wooden extension abovethefloor levdl. Thereisatrap door that coversmog of it
whennot inuse. Thereisasmall excisecage called a Bonding Warehousefor
Consolidated Alcohols Limited. Thisison the north side adjacent to the stairwell.
The stair housing and elevator housing arein the samelocation as the ground
floor and Floor 2. Becausethe staircase terminateshere, the housingis only the
widthd the staircaseand the freight elevator appearsto protrudefurther into the
room. Thewallsand pillarsin thisroom have been painted. Thefloor has been
made d hardwood planks.

Equipment Typical/Unique to Ditillery Operation
*  Seeequipment register

General Equipment
See equipment register
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FIGURE B-36
Case goodsslide on Floor 3 of Building#74.
Source: Historica Research Limited, January, 1993

Historica Research Limited Page 129



SECTIONB Building Descriptions: Pump House (#60)

PUMP HOUSE
DI

BUILDING NUMBER 60

1. BACKGROUND

This pump house was completed in 1895to providefire protectionfor the
distillery (See Section A, Parts5.1 and 5.8). Later, an alcohol pump wasadded to
enablethe bulk transfer of product between the plant and rail tank cars.

2. DESCRIPTION
East Room (Canadian Government Excise Alcohol pump room)

Theground floor d the east side containsthree pumps of which two weresteam
operated. The two steam pumpswere standby pumps. Thereisasmall sliding
door to the track side, that may have once held a connectionfor pipesto tank
trucks. In thewall against the southwest comer isabricked inarch. It may be
that thiswas aclean out for theflue. A eectricpumpwasoriginally used asan
alcohol pump for unloadingrail carsand tank trucks. Thereisarack alongthe
west wall that contains hosing that probably was used to connect with the tank
car. Onthenorthwall isasmall bricked-linedchamber that risesabout 4' off the
floor. A tank of sometypeisburied insand insdethisenclosure. It may bea
gasolinetank for the fire pumps next door.

Equipment Typical/Unique to Digtillery Operation
* acohol pump, hoserack; See al so equipment register

General Equipment _
*  Seeequipment register

West Room

Thisroom is completely open to the roof. It isavery tall space. The building has
only been painted to approximately the 20' line and the brick isunpainted for the
remaining 20 feet to the peask o theroof. The base of theformer chimney isin
the southeast comer. Adjacenttoit isavery narrow door that leads out the south
wall. A window in the south wall has been bricked in, relatively recently with
concrete block. Onthe east wall beside thechimney isasmall office of wood
construction, It hasawindow on the west wal facing into the boiler room. There
Isno door on the room but it once had one. The main entranceison thewest wall
and was alargedoubledoor. It had alight transom aboveit. Three other
windows on the west wall have been bricked in with concrete block. There does
not appear to have been any windowson thenorth wall. Ontheeast wall isa
bricked in arch that led originally to the east hdf room. The room is dominated
by two fire pumps. They both appear to be gasoline rather than diesel engines.
Associated with the two engines are the pipingfor lake water and for fire water
into the building.
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FIGURE B-37 o
Alcohol pump in East Room of Pump House(Bui | di ng #60)
Source:  Historica Research Li mted, January, 7993
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On the north wall are the steam indicatorsfrom the dayswhen the pumps
weresteam powered. Therearetwo water pressure gauges which still work and
register at 85 pounds. The steam pressuregauge and vacuum gauge are not in
sarvice. The gaugeswere manufactured by the Northey Manufacturing Company
Limited of Toronto. A boiler inspection certificateis hangingon the east wall. It
Isdated December 23,1957. The boiler at that timewasa 36" x 10'4 1/2"
Kidwell Water Tube Boiler manufactured by the Taylor Engineering and
Construction Company of Toronto.

The piping leadingfrom them is painted red and has very much thelook of afire
pump house of the19th century. The old steam gaugesarestill mounted on the
wall in a cross pattern of four gauges.

Until the late 1970s the property was protected by two duplex steam
pumps. They were replaced by gasoline pumpswhen the last stationary steam
engineer retired. Oneset of pumps has been donated to the Hamilton Museum of
Steam and Technology. The second set of pumpsisstill owned by Gooderham
and Wortsand may be warehoused at a firm cdled Lackie's.

Equipment Typical/Unique to Distillery Operation
*  Seeequipment register

General Equipment _
*  Seeequipment register

Sales Office

The second floor on the east side had been convertedinto offices. The salesfloor
was reached by an inside staircase adjacent to the doorway to the alcohol pump
house. Apparently thiswasthe origina officefor McGinnis Distillerieswhen
they were starting out.
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EXTERIOR FEATURES

Attached to the exterior of many buildings are pipesand connected to one another
by pipe bridges. Onefoot bridge connected the officewith Building#6. Two
large metal tanksare located at the west end of the property. Scattered throughout
the property are numeroustanks, various pulleysand hoistsfor material handling,
and miscellaneous equipment. A monument to the original windmill islocated
outside Building #31.

ARCHAEOLOGICAL FEATURES

Documentary research suggeststhat buried historic features may have historicor
scientificvalue. Possiblefeaturesassociatedwith the evolution of the G & W
property include:
former shorelinedf Toronto Harbour and associated docks
+ Gooderham mansion
workers housing along Mill Street
* theorigina windmill

In addition, these sitesmay aid in developing Site interpretation options.
For example, exposing the foundationsof the1830sG & W windmill could
contributeto a better understanding of thesite. Other possiblesites of interpretive
valueinclude:
s wagon/truck scale(Building#1)
raillway track scaleand grain hoppers (outside of Building#3)
* former coppershop
* British Acetones plant

A site assessment, that meets municipal and provincial guidelinesfor
archaeol ogi cal assessments, should be undertaken prior to site redevelopment.
This assessment would include an excavation strategy for sites of potential
historic, scientific or interpretive value. Specificstudy objectivesshould be
developed to determine what information could be obtained from an excavation.
If possible, potential sitesshould be tested by means of test pits/trenches, remote
sensing or bore hole samplesto confirm that physical evidence o the historic
resourcestill exists.

During site devel opment, unpredicted archaeological findsmay be
encountered. Although many sites are known from map and documentary
evidence, some unexpected resourcesshould be anticipated. An appropriatelevel
of archaeol ogical monitoringshould be undertaken during construction.

HistoricaResearch Limited Page 133



SECTIONB Exterior/Archaeological Features

FIGURE B-38

L ooking south east towar ds buildings#5-8. Note yeast culture penthouseon
buildings#6-7, foot bridge connecting buildings#6, #25, and varioustanks.
Source: Historica Research Limited, November, 1993
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FIGURE B-39
The north wall of building #4 showing pipesattached to exterior of building.
Source: Historica Research Limited, Novermber, 1993
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FIGURE 3-40

Pipe bridgefrom Building 57 to distillery Building 2 held glycol lines, alcohol
linesandsteam lines.

Source: Historica Research Li it ed, August, 7993

Historica Research Limited Page 136



SECTI ONB Exterior/Archaeological Features

FIGURE B-41
Sheet meta cladding on Scale Loft of Building 61 and roof mounted acohol

pIpes.
Source: Historica Research Limited; August, 1993
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FIGURE B-42

Alcohol pipebridge on roof of Building 624, connecting Building 61 with
Buildings46/63.

Source: Historica Research Limited, August, 7993
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FIGURE B-43

Exterior of Malt house showing ventilatingcupolad the east kiln of building #36
and the connecting mezzanine level above Hoor 4 of building#35

Source: Historica Research Limited, December, 71993
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OBSERVATIONS

*  Most equipment found withinthe G & W distillery wasinstalled between
the1920sand 1950s. Apart fiom alimited number of artifactssuch asthe
car puller, 3 highroller, the scales, scale tanks, and steam pumps, thereis
no evidence of equipment that could date from early periodsd operation.
However, since thedistillation process did not change significantly over
the years, many d the physical resources al so represent processesfrom the
late 19th century. Asadistilling complex, Gooderham & Wortsisthe last
o itstypein Canada

* Themalt houseand kilnsare believed to be a rare survivor of a19th
century process but further researchis necessary to determinethe
building's provincial or national significance. The Maltingsis one of few
survivalsof 19th century purpose-built buildingsassociated with the
beverageal cohol industry in Canada and possibly North America. The
maltingsistheleast altered of the Trinity Street buildings. The building
structureis part of the manufacturing equipment. Although equipment has
been removed, the remai ning space and finishesrel ate to the former
operation.

* The productionof acohol was associatedwith therisk of fireand
explosion. The company maintained afirefighting system after 1895.
Explosion proof switchesand lightsare found throughout the complex.
Buildings#53-57 datesfrom 1873 while most equipment is probably 20th
century. The architectureis of interest becausethe designispart of the
process. blow-out wallswere constructed to minimize damage during an
alcohol explosion.

* Barre warehousesare a distinctivearchitectural form on adistillery and
were constructed in the 1880s and used until the present day for the aging
of acohol toimprovethe quality of the product.

*  Vaeay littleof packagingand shipping equipment remains. Apart from the
dump troughs, thereis virtually no evidence of blending. For thelast 30
yearsdf its operation, G&W produced bulk acohol for blending at other
facilities. Some equipment has been dismantledand placed in storage. Of
the complex, the"long room" (building#62A) has been used continuoudly
for storage and shipping since 1883.

*  Numerous auxiliary systemswererequired that, while not distinctive to
alcohol production, were essentid to the operation of the G & W complex.
For example, systemswere needed to move the considerablequantities of
material and products around the plant, cooling systemswas necessary in
theditillery, and adequate transport facilitieswere essential to bring in
raw materialsand export finished products. O al the systemsassociated
withthe G & W facility those of steam and power generation and fire
protection were the most distinctive systems.
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Wei ]qhi ng was an important and di stinctive operation throughout the
distillery and the processiswell representedwith several scalesand scale
tanks. Thelargest and best preserved arethe scaletanksin the loft above
building#61.

*  Steam engines provided the important source of 19th century industrial
power and were used primarily for milling and mashing until ¢.1920.
These engineswere|ocated in acentra engineroom and althoughthe
equipment has been removed, the remaining spaceand finishes relate to
the operation. Steam wasalso used to operate numerous pumps located
throughout the entire complex.

*  Since1990, when thefirst inventory associatedwith the G&W
redevel opment was undertaken, significant quantitiesd equipment have
been removed. The scrapping of the tanks in the Denaturing Building and
Tank Houses significantly diminished the visual impact of these spaces
and reduced thisarea's interpretation potential.

The mill/granary in Building #3 isawell preserved example of amid-
19th century Ontario grist mill operation.
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SECTION C

INTERPRETIVEPROGRAMME
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1. INTERPRETATION OBJECTIVES

11  Objectivesof Site Interpretation

I Create an environment that will promote an understanding of the history
and significance of .

* theprocess, events, and people associated with Gooderham &
Worts,

* thebuildingsand artifactsand their spatial arrangements.

ii. Providevisitors with entertaining and informativeways to enjoy and
understand the evolutionof the G&W complex.

ii. Ensure the conservation and preservation of historically important material
remainsaf the G&W complex for the knowledge and enjoyment that they
can provideto future generations.

12  ApproachtoInterpretation

A wide variety of themescould - and should - be interpretedwithin the
Gooderham and Wortscomplex. Some possiblethemesinclude:

Industrial History: The production of beverageacohol in Toronto.

Architecture: Anexamination of architects, their styles, and the evolution
o building usage.

CorporateHistory: Businesshistory of Gooderham Family, the economic
growth/impact o firm and the development of government
regulations (excise, weights& measures, €c.)

Social/Labour: \Workingconditions, temperance movements and
prohibition.

This report takes one of thesethemes - interpretationd industria history — and
developsan interpretation framework for the G & W complex. Theinterpretation
framework should be regarded as amode for site development rather than as the
definitiveapproach to siteinterpretation. Thefollowing approach has been taken:

L Thisplan recommendsa Primary Theme of:
The beverage alcohol industry in Toronto, Ontario and Canada
Thistheme providesfor ageneral interpretationdf the beveragea cohol
processwith specific referenceto G&W as appropriate. The Gooderham

& Wortsdistillery wasoriginaly built to produce beverage alcohol -
principally Canadian Whiskey. Early accountsd the distillery describe
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equipment and operations devoted to the production of Canadian Whiskey.
The earliest surviving buildings, The Stone Distillery and the Mat House
were designed to accommodatewhiskey production at the highest level of
technology of the period. The evolution of the complex, and the products
it produced are of national significance to Canadians.

Principle Sub-themesinclude:

Process. Therewill be opportunity to relate changesin productionfrom
product to product through time by means o Corporate history and
descriptionsof building use evolution, but the main thread of
interpretationwill that of the purposesfor which the G & W
Distillery complex was created.

Allied trades/crafts: Thethemesd allied trades/crafts areintimately
related to distillery operations but dueto changesand
redevel opment constraintswill be required to be located in areasin
the complex that are seen as "appropriate” to either thescale of the
chosensite or relationship to allied functions.

A practical Ti n@ Framefor interpretation incdudes:
The eraf r omc1880 to c1930

Distillery technology was virtually unchanged over thistime period. Most
d theimportant buildings date from the 1860-80s. The Gooderham &
Worts family and distillery were at their most distinguishedtime. The
historic involvement of Hiram Walker beginsin thisera Most of the
equipment and plant layout date from the early 20th century.

L ocation of I nter pretive Programme:

I nterpretationwould occur throughout the complex using an interpretive
centre to orient visitorsand in situ preservation of historic resources.

Inter pretation Techniques

The interpretation plan assumes that the primary method by which visitors
will experiencethesite history will be by means of a passive, self guided
tour of permanent installations. ,

* ThisplanisPassive inthat no areas have been set aside for
demonstrationsnor is therea provisionfor guidesto explain
specificareas. Primary meansd interpreting artifacts, buildings
and eventsinclude display panels (text, graphics, photographs),
audio/visual aidsand publications such as mapsand guides.
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* Theinterpretive plan will be Self Guiding by the use of signage
and mapsto guide visitors. For building code reasons, difficulty of
access, and security of artifactsnot all historically interesting areas
may be availableto the genera public. The concept of scheduled
toursor "on demand" access should be considered for these areas.

* Thisstudy assumesthat Permanent Displays will only be changed
for maintenancereasons or to reflect new dataor interpretations of
events. For themost part artifactswill be utilized in "as found"
locations. Sometype of interpretivecentrewill be necessary to
introducevisitorsto the physical characteristics of the site and to
historical themesand issues. The specificfunction, sizeand
location have not been devel oped in thisstudy.

13 Interpretation Techniques

Although thisstudy assumesarelatively modest use of interpretationtechniques,
many additional methods could be added depending upon thetype of visitor,
available budget, physical space and client wishes. Additional techniquescan be
added to enhance the basic concepts and might include:

Recondructions. schematic representations(eg. spaceframes) or researched
recondructionsd missng featuressuch asthe missngsteamenginein
Building2A

Commemoration: such asthe existing "Windmill Cairn”

Demondtrations: eg coppersmithing, barrd making

Models depictionsd the property, buildingsor equipment & historically
Important time periods

Miniaturization of process/ pilot plants: demongtrate processessuch as
digtillation, bottling

Audioguides, video presentations, computer Smulation

Archaeologicd remans exposeruins, display artifacts

Asfound dereliction/decay: eg leave areas of former railway right-of -way to
experiencenaurd regeneration

Guides/living history/volunteers

Sectioningd artifacts

Off gteactivities: vigtsto other museums, walking/driving tours to siteslinked
to the G& W complex

For thesecurity of someartifacts may haveto be displayed under glass.
Wherever possible, artifactsshould be presented in publicspaces. A considerable
number of artifactsmay never be placed on permanent display. Thereforean
"open storage" area should be considered to display artifactsthat do not pertainto
the interpretivethemes.
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2. IMPLEMENTATION ISSUES
21  Impact of Redevelopment

Based on a review of work in progress, the interpretive plan described in this
report can be implemented within the scope of the proposed property
redevelopment of the Gooderham and Worts site. Areas for displays and
interpretive activities can be provided and are important. Some historic
structures and artifacts will be preserved In situ.

What is not certain at this time is the type and number of visitors expected
to use the display/interpretive facilities. It is assumed that a marketing survey will
be conducted as the redevelopment proceeds to assess the types of retail
outlets. Visitor demands and expectations for interpretationcould be assessed
as part of that study. The type of visitor, duration spent on visit and scope and
content of display/interpretation need to be developed in order to project staff
requirements, space allocations and capital/operating budgets.

22  Budget

No capital or operating budget has been developed for this interpretive plan.

2.3 Administration/Staff

At this time in the redevelopment proposal it is premature to recommend an
administrative framework for the site. Although a variety of models could be
considered, two general approaches appear to be most workable at the property.
One option is to have the heritage resources and interpretive programme
managed and operated by the developer/landlord. A second alternative is to
transfer ownership of these resources to a non-profit foundationto manage and
operate. Each of these approaches has advantages and disadvantages to the
property owner, the historic resources and to the delivery of the interpretive
programme. In either model, an advisory board should be established in order to
develop policies and review goals and objectives of public interpretation.

Creating the interpretive programme could be undertaken on a contract
basis. Professionalhistorians, curators, designers and conservators will be
required to write story lines, conserve artifacts, design and install exhibits, and
create visitor services. Once the programme has been completed, there would
be no need for full time employment of people with these skills.

No operating staff requirements have been developedin this report.
However, one or more staff people will.be required to monitor conservation of
artifacts, review and manage visitor services, and oversee contracts for changes
in exhibits or programmes.
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24 Implementation Schedule

This Interpretive Plan is a general outline of physical resources available that will
form core subject material with which to accomplish interpretive goals and
strategies. Once themes and interpretive strategies have been confirmed,
detailed plans will be required, employing interpretive media and methods
appropriate to the theme and interpretive goals.

Prior to the physical commencement of redevelopment, the following
activities should occur:

I An administrativestructureand advisory board should be established to
develop policiesfor:

* atifact selection (materials/artifacts/equipment for interpretation of
main themes)
Conservation principles( degree and appropriatenessof
conservation methodsto respect the integrity of materials,
mediated by levels of public access)
Disposal Plan (principlesand decision—-making processto guide
dispersal o equipment/artifacts/building elementssurplusto the
needsof interpretation or restorationand development of site)

I A market survey should be undertaken to determinethe scale, cost and
content of interpretive programmesand facilities

1. Capital and operating budgets should be established;
Iv. A professional team should be avail able during the redevel opment phase

to ensurethat significant artifactsare protected and to begin
implementationdf an interpretive programme.

Higtorica Research Limited Pege 147



SECTIONC Inter pretive Programme

3. AREAS AND RESOURCES
3.1 BuildingsProposedfor Interpretation

Building # Building Description

35,36 Maltings

45,46 Plant Maintenance

58/59,61,62,62A  PureSpirits Complex

2-7 StoneDistillery

60 Pump House

42 Rack Warehouse

47 Denaturing (to be determined; not essential for thisstudy)

Thefollowinginterpretativeplan has been developed on a building—by-building
basis. The actua routethat a person may follow may not relateto the building.
Thethemesin thisreport areinterconnected - if one complexisredevel oped
before another, the interpretation scheme cannot work to its maximum effect.

All historic buildingsand spaceswithinthe G & W property will be
interpreted by meansof oneor morethemesdescribed in Section1.2. In this
section, however, only the minimum number o buildings necessary to develop a
comprehensiveinterpretationplan of industrial heritage have been described.
Several buildingsnot mentioned here are extremely distinctive of industrial
processes and could be used in an interpretive programme. The mogt striking
exampleisthe Pure Spirit Complex #53-56. These have not been used in this
Interpretation programme becausethey illustrate processesthat can be described
elsewherein the complex with more space. However, theseimportant buildings
should be interpreted to explain the uniquenessdf their design.

In addition toin situ interpretationin buildings, an interpretivecentre will
be required to orient people to thesite. The location and content of such afacility
should be considered in conjunctionwith more detail ed site devel opment plans.

32 Typesof Resources

Buildingsand structures;
Artifacts, plans, papers, both on property and acquired from other
collections. Equipment and artifactsdescribed in thisinterpretation plan
area preliminary list and not meant to be exclusive or inclusivefor each
interpretiveares;

* Archaeological features: eg. windmill; former shoreling; former utilities
and buildings,
Sound/Video: oral histories, historic moviefootage, modem videos;
Off Site Resources: Still House (Mill and Trinity Streets), former workers
housing, Gooderham's"Hat Iron Building," distilling museumssuch as the
Seagram Museum, Waterloo
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33  Artifactsnot part of ThisInterpretive Plan

In addition to those artifacts and areas described in thisinterpretive plan, thereare
many artifactsthat could be leftin site but are not essential to interpretation.
Some resourcesshould be left because o their scientific value but many could be
left becaused their aesthetic value or technica interest. The Mat House floors
arean exampled scientificvalue whereas the scalesand scale tanks in Buildings
#6 and 7 have aesthetic and technical interest. The conditionsfor leavingthis
material are described in the following section.
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BUILDING # 42 BEVERAGE ALCOHOL
(or elsewhereonsite)
Theme Resources BUILDING # 61: BEVERAGE ALCOHOL
Maturing Barrel RackingSection Theme Resources
Barrel Scale Recelving Scale Tanks
Barrel Hoist Barrelling Piatiorm Scale
Sampling Tools 6l
Barrel Ramps
Rope Hoist
ALLIED TRADES/CRAFTS
Cooperage Coopers Tools
Building#45: ALLIED TRADES/CRAFTS
(orelsewhereon site)
Theme Resources
Coppersmithing Sheet Tools
Hand Tools
Copper Vessels/Tanks
Still Sections(Misc)
Maintenance Line shafting
Machine Tools
Equipment Cupboards
BeltLacing Tools
Hand Tools
‘?[EQ#]EI NG# 35,36R.QBSICE)\JrEC|:§G EALCOHOL gi:i‘*s";]a:;ﬁal on site)
Raw Materials '\léliﬁlt floor Bon d!\h'arehnusirlg' gﬁgg% ‘;‘&;‘”’"‘ on site)
Kiln floor Plates Pallet Trucks
THROUGHOUTS TE
?hU.Trl“leG #2: AU:;:;‘:?::“TE“S BEVERAGE ALCOHOL
Building Systems Scotch Boiler Hlf:;eol Transfer l;2Isec():ltjgi:gl;nsifit:antpiping uns
BUIL DING #4: BEVERAGEALCOHOL BUILDING # 60: AUXILIARY SYSTEMS
Theme Resources Theme Resources AUXILIARYSYSTEMS
Cooking & Mashing Horizontal€ooker Fire Protection  Control Panel Exclse Control
Duplex Pump Misc. Fire Equipment Structural
Wheat Scale
Tank (Malt) Cooker SOCIALECONOMIC
Cooker Filler Working Conditions
Distillery By-Produets Interpret as parl of Distillery Corporate History
Pl PEBRIDGES: AUXILIARYSYSTEMS
Theme Resources ARCHAEOLOGY _
Recelving Several pipe bridges In association with Former Utilities
Bullding Systems Exterior pipes on site themes Windmil

Transport buildings

BUILDING # 5: BEVERAGE ALCOHOL BUILDING #2A: AUXILIARY SYSTEMS BUILDING #3: BEVERAGE ALCOHOL
Theme Resources Theme esources Thema Resources
BUILDING # 6/7: BEVERAGE ALCOHOL Distilling Badger Control Panel Building Systems Power transmission fittings RawMaterials  GrainPloughs
Theme Resources 4 Column Distillation Transport & GrainPlough Capstan
Fermenting Fermenter Bases InstallationC/W Milling Grain Car Puller
Duplex Pum Condensersetc. l 2 Grainelevators
MOFI)asseSchleTank Explosion Fixtures RAIL TRACK: AUXILIARY SYSTEMS Roller Mills
Yeast Donor (Penthouse) Recelving Scale Tank (_Ir?eceiver) Theme Resources GrainBins (Raw)
Yeast Tanks Fusel Scale Tank Transport Track Scale GrainBins (Milled)
Rail Siding
Molasses Scale Tank

Wharf & Shoreline
Former Buildings

EXPLOSION Explosionfixtures
PROTECTION

FIGURE C-1

Location of interpretation ar€as inbuildings
described IN this repart
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4.1

4. INTERPRETATION OF PROPERTY
Malt Houseand Kilns (Buildings# 35-36)

411 Potential Processinterpretive Themes
History/Evolution of Building Usage
Grain transport
Malting
Kilning

4 . Higory of BuildingUsage and Industrial Processes

SeePages 11,101: The Maltingsand Kiln House were purposebuilt to
perform the Malting and Kilning of Barley and had been used for the
purposefor which it was built for aconsiderableperiod of time. These
structureshave had other uses that were also performed elsewhereon the
Ste.

413 Approach to Building/Process | nter pretation

It is proposed to undertakeinterpretation of the former function of these
building on asmall scale within the confines of future development and
usage. The historical useof these building asthey were designedto be
used isthe most compelling aspect of thesespaces. The fact that there has
been subsequent useswill not beignored but noted through a general time
line interpretationof the building. The main restraintsaffectingsite
interpretationisthe effect that redevel opment may have on the significant
structural aspects of the buildingsthat are distinctiveto malt housesand
that little original equipment remainsin place.

414 Artifacts

In Situ Resour ces

Thereisvery little movable equipment surviving that isdirectly related to
theformer function of thesesbuildings. Rather it isthe built environment
itself that will providethe most evocative interpretation.

| nventory o .
Number Description I nterpretiveValue
35-1-1/2 Gas Jets Early [llumination

Kiln Floor Plates Kilning
Kiln Furnace Fronts Kilning

| tems Required from Storage or Other Locat i ons
74-1-3 Barrow Grain Transport
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Additional |tems Requiredto Permit I nterpretation (provisional)
Mat Ploughs
Grain Bags
Quantity of Malting Barley
Quantity of Mdlted Barley

415 Locationsfor Themeslnterpretation

It is proposed that adjacent areasdf Building# 35 and 36 and the
basement furnace the Kiln be used asindicated on thefloor plans.

416 Techniques

Restore to period appearancea portion of Malt Floor
Restore to period appearancea portion of the Kiln Floor
Restore period appearancedf Furnacefronts

Recreateareas with artifacts and descriptive materials.
Restore/Describe and Interpret Equipment that isin place.
Restore/Describe and Interpret Equipment from storage/other
locations.

Incorporateacquired Materialsas required.

® Other techniques as devel oped.

417 ArtifactsThat Could Be L€ft In Sitw but not part of This
I nterpretive Plan

Not afactor at this point in plan development.
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4.2  Plant Maintenance (Buildings45 & 46)

421 Potential ProcessinterpretiveThemes
History/Evolution of Building Usage
Allied Tradesand Crafts.  cooperage
coppersmithing
plant maintenance

422 Higory of BuildingUsageand Industrial Processes
See Pages 48, 82, 83, 124

423 Approach to Building/Process | nter pretation

The decision to locate interpretiveactivitiesin these areaswill belargely
driven by proposed devel opment plansfor these buildings. Themain
restraintsto interpretationwill be space limitations determined by
development plansand the availability of artifacts for meaningful
interpretation. This area could support interpretationof Allied Trades and
Craftsthat have been carried out at various times and locationsthroughout
theDistillery complex.

424 Artifacts

In Situ Resour ces

Therearefew artifacts or equipment to befound in situ that evidently
relateto former usesfor these building. For interpretive purposes,

artifacts and equipment from other siteswould be brought to this location.

| tems Required from Storageor Other Locati ons

| nventory

Number  Description
Cooperage

58-1-15/16 Hoop Driver
58-1-20 Anwil

8-1-13  Punch

4 CoopersBench
75-2~6  Anvil
Coppergmithing

2-1-2 Sheet Roller
2-1-5 Metal Bresk
8-1-2 Shear
8-1-3 Hand Shear
8-1-12  Anvil

8-1-20  Forming Anvil
Inventory
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Number  Description
Various Copper Vessdls
Various Copper Still Sections
Small Tank Sections

Maintenance

2-1-6 Vise

8-1-1 Power Hacksaw
8-1- Cupboard

5
8-1-6 Cupboard

8-1-7 Cupboard
8-1-8 Lathe
8-1- Shaper

9
8-1-10  Turret Shaper
1-11  Drill Press
-1-11a LineShafting/Pulleys

8-1-14 MdtPat

1-15 LaceVice

1-18/19 Pipe Wrenches
58-1-13 Foundry Patterns
Work Benches
Hand Tools
Work in Progress

Additional Items Requiredto Permit | nterpretation (provisional)

Cooperage

Set of Hand CoopersTools

Barrels

Stave/Head Stock
Coppersmithing

Hand Tools/Stakes

Bench (May befound on site)

4.2.5 Locationsfor ThemesInterpretation

Not identified.

. 426 Techniques
Recreate areaswith artifactsand descriptive materials.

* Restore/Describe and Interpret Equipment that isin place.

. Restore/Describe and Interpret Equipment from storage/other |ocations.
Incorporateacquired Materia sas required.

*  Other techniquesas devel oped.

4.2.7 ArtifactsThat Could Be Left In Situ but not part of This
I nter pretive Plan

Not afactor at this point in plan development.
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43

Pure Spirits Complex (Buildings 58/59, 61,62,62A)

43.1 Potential Process|Interpretive Themes
History/Evolution of Building Usage
Receiving
Filling/Barrelling
Dumping
Blending/Transfer
Bottling
Warehousing

43.2 History of Complex Usage and Industrial Processes

See Pages 18,23,25,28,39,85: It isapparent from descriptionsaof the
various parts and equipment of the Pure Spirits Complex that distilling
operationswere carried out on aconsderablescale. The Pure Spirits
complex as described apparently functioned as a supplier o distilled
spirits to other partsof the Complex for further handling or processes. Not
specifically mentioned is Filling or Barrelling of Spiritsfor transportation
to Rack Housesand it isassumed that either thiswastoo minor an
operationto warrant mention or that spiritswere pumped to another
location for thisfunction. Dumping or theemptying o spiritsis not
described but may have been too minor afunction to warrant description.
Mixing is mentioned, supported with sufficient mention d tankageto
support a Blending function. Spiritssold in bottleswasa
contemporaneous practicea ongwith salein gallonsand barrelsbut there
Isno mention of a bottlingor filling function within the Pure Spirits
Complex. OneWarehouseisdescribed as "bonded" which could contain
spiritsin bulk or in consumer containers. The Shipping Room likely
served the purpose of atransfer areafor barrelled spirit or the shipping of
consumer containers.

433 Approach to Building/Process | nterpretation

The Pure Spirits Complex would be interpreted as supporting functions
integral to an integrated distillery with referenceto its historic associations
and functions. Distillingwill be referenced asit appliesto historic usages
when describing the history of the Complex but will not be interpreted asa
processtheme using in Situ artifacts. Digtilling will beinterpreted in the
Stone Distillery with referencethat distillingoccurred a other locationsin
the G&W Complex. Interpretation restraints are that much important
equipment has been remoyed including the blending tanks, other tankage,
and piping and hosesfor thefilling operation and there are equipment
gaps, especialy the absence d bottling equipment.
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434 Artifacts
In Situ Resources

|nventory
Number Description I nter pretiveValue
Receiving
61-2-4/5/6  Tank Scales
Filling/Barrelling
58-1-15116 Hoop Driver
58-1-17 Stencils
58-1-21 Taps
Dumping
58-1-14 Bung Puller
61-1-1 Scale
62a-1-1 Scale

61 Dump Trough

Blending/Transfer

61-1-7 Pump

62a-1-2 Pump

53-4-1/2  Water Still Ameéliorationtofinal proof

58-1-18 Funnds

58-1-19 SamplePails

61-1-2/3 Pad Filter

61-1-8 Tank

61-1-10 Light Fixture Leaveal exploson-proof
light fixtures etc. in place

61-2-2/3 Flavour Tanks

62-1-1 Dip Stick

Bottling

58 Box Spiral

Iteﬁns Required from Storageor Other Locations
Filling

45-1-2/3 Brands

74-1-15 Stencils

74-1-17118 Taps

Dumping
45-1-1 Floggers
Blending/transfer

74-1-24-26 Pad Filters
74-1-30 Samplers
Bottling

58-1-2 Foil Crimper
Warehousing

74-1-19120 Pdlet Trucks
74-1-21122 Pdlet Trucks
74-1-23 Pallet Truck
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Additional I1tems Requiredto Permit I nterpretation (provisional)

Inventory

Description InterpretiveValue

SterileHosesfor Taps  Filling

Bung Hammers Filling

Other Stencils Filling (from artifact collection Building # 58)
Leather aprons/gloves  Filling/dumping

Bungs filling

SterileHose Transfer

Barrels Filling/dumping

Bottling Equipment Bottling

435 Locationsfor ThemeslInter pretation
Locationsfor interpretiveactivitiesinclude portions of :

Building# 61 - Themesof Receiving, Blending
Building# 62 - Themesof Filling, Receiving
Building# 62A - Theme of Barrel Transfer
Building# 58/59 — Theme of Bottling/Warehousing

4.3.6 Techniques

Restore/Describe and Interpret Equipment that is in place.
Restore/Describe and Interpret Equipment from storage/other |ocations.
Incorporateacquired Materialsasrequired.

Recreate areaswith artifacts and descriptivematerials.

Other techniquesas developed.

437 ArtifactsThat Could BeL eft In Sitz but not part of This
InterpretivePlan

Effortsshould be madeto leavein place artifacts and equipment of
historicand/or aestheticinterest that can co-exist with proposed

redevel opment requirements. All itemsleft in situ must have the benefit
d conservation, stabilizationand appropriatesecurity and will be
identified as to type and usage.
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44  StoneDidillery Building (Buildings# 2-7)

44.1 Potential Process|nterpretiveThemes
History/Evolution of Building Usage
Process grainreceiving

elevating and grainstorage
millingand milled grainstorage
mashing & cooking
yeasting
fermenting
ditilling
receiving
excisecontrol
transfer
(drying and by—products)
Steam Production
Power Generation and Transmission

4.4.2 Higory of Building Usageand Industrial Processes

See Pages 5,8,15,17,18,34,43,45,55: The Stone Didtillery Complex has
been associatedwith the productionof Beverage Alcohol sinceits
construction. Thethemes that are proposed for interpretation are central to
the function of this purpose-built structure.

4.4.3 Approachto Building/Process | nter pretation

The Stone Distillery (Building #5) containsseverd clustersof distilling
columnsand related equipment installed at varioustimes, that have
produced over timeavariety o distilled productsincluding Beverage
Alcohol and Industria Alcohol. The groupsaf equipment are quite wide
spread and only vaguely interconnected posing a challengefor
interpretationof all in situ equipment.

It is proposed to achievethe god of interpretingthedistilling of beverage
alcohol by removing much o thelater period (Vulcan) equipment and by
employing the earlier Badger unitsand related equipment. Some
relocation of equipment will be required but thisaction will not jeopardize
any historical integrity as there has been a history of moving production
equipment to accommodate changes in methods and usage. The
installationwill be compact and understandable.

The scale and function of grain binswill be interpreted by leaving portions
in placefor incorporationinto development plans. If all of thefifth floors
areto be left undeveloped it may befeasible to leave equipment and
installationson these floorsintact for special interpretive purposes.
Restraints, if any, to theme interpretation have not yet been determined.
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444 Artifacts

I n Siru Resources

I nventory

Number Description
Grain Receiving

3-1-1 Car Puller
3-1-2 Plough Puller
3-1-3 Line Shafts
3-1-4 Track Scale
3-1-5 Ploughs

60-1-1/2 Ca Movers
Elevatingand Grain Storage
Elevator Shafts
GrainBins
Milling and Milled Grain Storage
3-2-617 Roller Mills

3-2-8 Elevators
3-5-9 Blower
Milled Gran Bins
Mashing and Cooking
S5a-1-1 Duplex Pump

5a-1-2 Chain Drive
Sa-1-3/4 Cookers

5a-2-5 Cooker Filler Auger
5a-2-6 Small Mash Cooker
5a-3-7 Wheat Scale
Yeasting

7-2-1 Sterilizer

7-2-2 Incubator
7-2-3/4/5  Yeast Tanks

7-3-7 Donor Tub

58-1-5 Y east pall
Fermenting

6-1-1 Duplex Pump

Varioussamplers/funnels
Fermenter Bases

Distilling

5-1-7 Badger Still Unit
5-2-10 Badger Control Panel
5-2-11 Badger Tail Boxes
5-2-17 Badger Still Unit
5-2-18 Slop Tester

5-2-19 Tail Boxes

5-2-20 Badger Still Unit
5-3-21 Badger Still Unit
5-4-23 Condensers
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I temsRequired from Storage or Other Locations

|nventory o
Number Description

Distilling (continued)
5527 Condenser Tops

Alcohol Pumps
Beer Pumpsetc
Explosion Proof Fixtures
Receiving
>-1-1 Alcohol Pump
5-1-2 Tak Scale
51-3 Tark Scale
5-1-4 Tak Scale
Various samplers/funnels
Excise Control
Excise Cages

Double Lock-up
58-1-23 Hydrometers
Transfer

Alcohol Pumps

Alcohol Pipinginsitu
Drying and By-products
4-3-2/3 Mash Dryer and Hoppers

4-4-4 Hopper
Seam Production
2-1-7 Boiler

2-1-8/910 HueShovels
2-1-12 Gauge
4-1-1 Gauge

FacsmileControl Panel(?)

Power Generationand Transmission

Remnantsof Steam Engine L ocations

Embedded Shaft Bearing Blocks

Noneidentified.

Additional Items Required to Permit | nter pretation (provisional)
Future programmedevelopmentswill identify other artifacts.
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4.4.5 Locationsfor ThemesInterpretation

Locationsfor interpretiveactivitiesare marked on floor plansand include
portions of:

Building# 2 - Theme of Steam Production

Building# 2A - Theme of Power Generation & Transmission

Building# 3 - Themesaf Grain Receiving; Grain Elevation & Storage;
Milling &Milled Grain Storage

Building# 4 - Themesdf Milled Grain Storage; Mashing andCooking;
(Drying and by -products)

Building# 5 - Themesof Distilling; Recelving; Excise Control;

Alcohol Transfer
Building# 6 = Themesof Fermenting; Transfer
Building#7 - Theme of Yeasting

446 Techniques

Restore/Describe and Interpret Equipment that isin place.

Rel ocate some maor itemsto complete distillation unit
Restore/Describe and | nterpret Equipment from storage/other |ocations.
Incorporate acquired Materia sasrequired.

Recreate areas with artifactsand descriptive materials.

Other techniquesas devel oped.

4.4.7 ArtifactsThat Could Be Léft In Sitw but not part of This
Inter pretivePlan

Effortsshould be madeto leavein place artifacts and equipment of
historic and/or aestheticinterest that can co—exist with proposed
redevelopment requirements. All itemsleft in situ must have the benefit
of conservation, stabilization and appropriatesecurity and will be
identified as to type and usage.
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45  Pump House (Buildings# 60)

451 Potential Processinterpretive Themes
History/Evolution of Building Usage
Alcohol Transfer
Fire Protection

452 Higory of Building Usageand Industrial Processes
See Pages 36,39,128

453 Approachto Building/Process | nterpretation

The Pump House has been used for the purposefor which it was built
since constructed and will providealogical venue for proposed
interpretiveactivities. Restraints, if any, to theme interpretation have not
yet been determined.

454 Artifacts
In Site Resour ces

Inventory
Number Description InterpretiveValue
FireProtection
60-1-3/4 Fire Pumps
60-1-5 Gauges
Alcohol Transfer
60-1-6 Pump
60-1-7 Pump
Piping
I tems Required from Storageor Other Locations
58-1-8/9 Fire Nozzles

Additional ItemsRequiredto Permit | nterpretation (provisional)
Future programme developmentswill identify other artifacts.

455 Locationsfor ThemesInter pretation

Locationsfor interpretive activities are marked on floor plansand include
portionsof :

Building # 60 (West) - Theme of Fire Protection

Building# 60 (East) — Theme of Alcohol Transfer
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45.6 Techniques

Restore/Describe and |nterpret Equipment that isin place.
Restore/Describe and | nterpret Equipment from storage/other locations.
Incorporate acquired materials as required.

Recreateareas with artifactsand descriptive materials.

45.7 ArtifactsThat Could Be Left In Situ but not part of This
Inter pretivePlan

Not afactor at this point in plan development.
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4.6

Rack Warehouse (Building# 42)

4.6.1 Potential ProcessInterpretiveThemes
History/Evolution of Building Usage
Maturing/Sampling
Barrel Racking
Hoisting

46.2 Hisgory of Building Usageand Industrial Processes

See Pages 27,113

4.6.3 Approachto Building/Process | nterpretation

The Rack Warehouse has been used for the purposefor which it was built
since constructed and will providealogica venue for proposed
interpretiveactivities. Restraints, if any, to theme interpretation have not
yet been determined.

464 Artifacts

In Situ Resour ces

[nventory
Number Description
Barrel Racking

Wood Racking
Hoisting

42-1-1/2 Barrel Hoist (and associated equipment)
42-2-3 Hand Winch
42-6-4 RopeHoist

| tems Required from Storage or Other Locations

Maturing/sampling

35-4-6 Dump Trough
45-1-1 Bung Floggers
58-1-14 Bung Pullers

58-1-18 Funnels(+ Others)
58-1-19 Sample Pails (+ Others)
58-1-22 Thief

43-1-4 Barrel Scales(+ Others)
Hoisting

35-4-5 Barrel Ramps(+ Others)

Additional Items Required to Permit | nter pretation (provisional)
Future programme developmentswill identify other artifacts.
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465 Locationsfor Themesinterpretation

Locationsfor interpretiveactivities includea portion of Building #42.

46.6 Techniques

Restore/Describe and Interpret Equipment that isin place.
Restore/Describe and Interpret Equipment from storage/other |ocations.
Incorporate acquired Materials as required.

Recreate areaswith artifactsand descriptive materias.

4.6.7 ArtifactsThat Could Be Left In Sitw but not part of This
I nter pretivePlan

Not afactor a this point in plan development.
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FI GUREC-1: Interpretiveplan = Schematic

THEME RESOURCES TECHNIQUE
1 BEVERAGE ALCOHOL
Raw Materials Building #3
a. Transport & —Rail scale Restore & Interpret
Milling Grain —Car Puller " "
—Grain Ploughs 4 4
—Grain Plough Capstan . "
-Grain elevators . .
-Roller Mills ’ "
-Grain Bins (Raw) Leave Portion in Place, Restore & Interpret
-Grain Bins (Milled) Leave Portionin Place, Restore & Interpret
-Cyclone Blower Restore & Interpret
Building # 35/36
—Malt Floor Isolate Section for
Interpretation
-Kiln Restore & Interpret
—Kiln Floor Restore Section for
Interpretation
b. Cooking & Mashing Building #4
—Horizontal Cooker Restore & Interpret One Cooker & Drive Train
—Duplex Pump Restore & Interpret
-Wheat Scale '
-Tank (Malt) Cooker "
—Cooker Filler " "
c. Fermenting Building #6
~Fermenter Bases Interpret Remains
—Duplex Pump Restore & Interpret
-Molasses Scale Tank Restore
Building #7
—Yeast Donor (Penthouse)  Restore & Interpret
-Yeast Tanks Restore & Interpret
-Molasses Scale Tank Restore & Interpret
d. Distilling Building #5
—Badger Control Panel Relocate, Restore, Interpret
~4 Column Distillation
Installation with Condensers
etc. Restore & Interpret
—Explosion Fixtures Restore & Interpret
e. Receiving Building #5
-Scale Tank (Receiver) Restore & Interpret
~Fusel Scale Tank Restore & Interpret
Building #61 (Loft}
-Scale Tanks Restore & Interpret
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THEME

f. Barrelling

Maturing

h. Dumping/Blending

i. Bottling

J. Bond/Warehousing

k. Alcohol Transfer

RESOURCES TECHNIQUE

Building #61

-Platform Scale Restore & Interpret

-Barrel Floor Rails Isolate Section, Restore & Interpret
-Tank Elevated Floor Isolate Section, Restore & Interpret
-Tank Base(s) Restore & Interpret

-Small Receiver Restore & Interpret

—Alcohol Pump Restore & Interpret

—Barrel Stencils Restore & Interpret

Building # 62a

-Platform Scale Restore & Interpret

—Transfer Area Restore & Interpret

Building #42 (or #65)

-Barrel Racking Section Restore & Interpret
-Barrel Scale Restore & Interpret
-Barrel Hoist Restore & Interpret
-Sampling Tools Restore & Interpret
-Barrel Ramps Restore & Interpret
-Rope Hoist Restore & Interpret
Building #61

-Dump Trough Restore & Interpret
—-Duplex Pump Restore & Interpret
-Port. Tank Filters Restore & Interpret

Building #59 [Little Material on site]
—Box Spiral Restore & Interpret
Interpret Bottling?

Building # §8/59 [Little Material on site]

Interpret Shipping?

Interpret "in-bond"?
-Hand Carts Restore & Interpret
—Pallet Trucks Restore & Interpret

Throughout Site [Select significant piping runs]

L Distillery By-Products Building #4 [Interpret as part of Distillery]

2 ALLIED TRADES/CRAFTS

a, Cooperage

b. Coppersmithing

Building # 42, 45 or elsewhere

~Coopers Tools Isolate Section, Restore & Interpret

Building # 45 [Animation possibilities with retail]

-Sheet Metal Break Relocate, Restore & Interpret
—-Sheet Roller Relocate, Restore & Interpret

-Power Sheer
—-Anvil, Sheet Forming
~Anvil " ’
-Hand Shear " "
-Hand Punch " "
—Copper Vessels " * "
-Copper Tanks (Small) " "
—Still Sections {Misc) " "
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THEME RESOURCES TECHNIQUE

c. Maintenance Building # 45, 8, or elsewhere
-Line shafting Relocate, Restore & Interpret
-Engine Lathe " " "
~Shaper " " "
—Turret Milling Machine " " "
~Drill Press " " "
—Power Hacksaw " " "
—-Equipment Cupboards " ! "
—Belt Lacing Tools i " "
-Hand Tools (Various) " " "

3. OTHER THEMES/GENERAL OPERATIONS/BUILDING SYSTEMS/SOCIAL LANDSCAPE

a. Building Systems Building #2, 2a
-Scotch Boiler Restore & Interpret

b Fire Protection Building # 60

—Fire Pumps Interpret

-Control Panel Interpret

~Misc. Fire Equipment Restore & Interpret
Throughout Site

-Explosion Fixtures Restore & Interpret

c. Excise Control Throughout Site
d. Working ConditionsThroughout Site
e. Structural Throughout Site
f, Corporate History ~ Throughout Site
g. Archaeology of Site Throughout Site
-Windmill
-Wharf & Shoreline
—Former Buildings

—Former Utilities
-Site Recording

4. INDUSTRIAL ALCOHOLS AND OTHER INDUSTRIAL PRODUCTS
a. British Acetone Building # 5-7, 58

h Wartime Alcohol Interpret

c. Denatured Products Building #47

d. Other Products
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RECOMMENDATIONS

Recommendation One Conservation Guidelinesfor Industrial Heritage

Thefollowing Guidelines should be read in conjunction with those prepared for
the Equipment Register.

1 When historically important equipment or areascannot be preserved in
situ, the area should be recorded to standardssimilar to that of the Historic
American Engineering Record.

2. Material evidence that tracesthe location of former equipment should be
preserved; thisisespecially true of theiron castingsand plaster evidence
that marksthe location of theformer sseam engine in Building#2A and
the Maltings, Buildings#35/36.

3 Artifact policies should be devel oped so that equipment, signage and small
artifactsidentified during the redevelopment of the property can be
inventoried and placed in safe storage such asthat presently providedin
Buildings58 and 74.

4 Conservation policiesshould be devel oped so that machinery and artifacts
can beconserved and safely displayed and interpretedin thefuture
redevelopment of the G&W complex.

5. Remnants and artifactswithin the G&W complex that do not have high
intrinsic historic vaue - bins, tanks, boilers, and equipment bases - or are
superfluousto interpretation needs could neverthelessbeleft in place to
providevisua interest in the redevel opment.

6. Artifactsnot retained for interpretive purposesshould, if historically
significant, be offered to appropriate museums.

7. When aspace will not be used either due to building code restrictions, or
itslack of commercial vaue, that space should be made secureand the
artifacts conserved, inventoried and stabilized.

8 Wherever possible equipment, and traces o equipment should be
preserved in Stu and interpreted. In particular, exterior pipesand small
details - such as the excise doublelocks on doors, explosion proof
fixtures, and pulleys- should beléeft in place.

Recommendation Two: Historic Archaeological Resour ces

Archaeological investigationsshould be undertaken as appropriate, or
req#i red, in order to further the understanding o the social, economicand
technological evolutiondof thedistilling industry in Ontario, and to assist
Insiteinterpretation.
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Recommendation Three Interpretation Programme

1 An advisory board for the management of interpretiveprogrammesand
the conservationof historic resourcesshould be devel oped.

2. A visitor survey should be undertaken to determine thetype and number
of visitorsexpected and the scale, cost and content of interpretive
programmesand facilities.

3. Capital and operating budgetsshould be established for the conservation
and interpretation of heritageresources.

4. A professional interpretive team should be assembled prior to the
redevel opment phase to ensure that significant artifactsare protected and
to develop an interpretive programme. An appropriatestaff should be
hired once development is complete

Recommendation Four: Resources of Scientific/Historic Value

Thefollowing buildingareas have been identified as so historically significant
that al, or asignificant part, of each areashould be preserved in situ and the
redevel opment scheme be modified, if necessary, to accommodatetheir
preservation. In each case, these areasrepresent rare survivorsof process spaces
that were either once technologically important and no longer exist or, were
aways rareindustria activities:

EngineRoom, Building #2A [Reasons: wall finishes, evidence of floors,
shape of room, vestigesof power transmission]

Malt House/Kilns, Buildings#35/36 [Reasons: floor finishesand profiles,
evidencedf kiln floors, kiln furnaceand ventilation, shape of
rooms|

Pure Spirits, Buildings#53-56 [Reasons. evidence of floors, shape of
rooms, multiplefloor levels, evidenced tank bases]

Scaleldt, Building#61 [Reasons: tank scales, confined space, pipesand
manifolds]
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