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THLC SUPER CASTER

This Ulustration shows machine cquipped [or casting small type, with clectric heater
in use.




THE SUPER CASTFR

This illustration shows machine equipped for casting strip matcrial.



FOREWORD

THIS MANUAL is not meant to cover every possible instruction con-
cerning the running of a ‘Monotype’ Super Caster, but it will be
found that, if the instructions given herein are closely followed, there
will be little left which could be learnt by other means than practical
experience.

The best training is actual daily contact with the machine, but the
operative will add (o his elliciency by consulling this manual on details
of adjustment and other problems which arc not clear (o him.

The manual will be found useful for reference, cnabling the operative
to refresh his memory on adjustments and practices designed to main-
tain the cllicieney of the machine. A thorough understanding and care-
ful application of the instructions given will establish his reputation as
an intelligent and painstaking operative. It will also serve to remind
him that there are many things which should be strictly avoided.

Ordinarily an operative’s duties are confined to the changing of the
matrices and moulds, and to seeing thal the quality of type produced
is satisfactory. In doing this he should satisfy himself that all adjusl-
ments in connection with changing a matrix are scrupulously exact to
the standard laid down in this manual; that his metal is kept clean, of
standard quality, and maintained al the correet temperature; that his
pump connections are working correctly; that the metal channels are
clean; and that the type is cast and delivered to the galley without
hitch of any kind. Beyond this, all he has to do is to keep his machine
clean and oiled, and to sce thal no screws or nuts waork loose.

‘The operative should draw a line between calling on the KMonotype
Corporation’s inspectors for advice regarding trivial details, and the
obstinate attempt to do for himsell work (whether repairs or adjust-
ments) which he must know he is not gualificd lo undertake.

This manual is issued with the idea of giving an operalive an oppor-
tunity of studying every motion on the machine, tracing such motions
[rom their stariing points, and guiding him as to how such parts
should be adjusted. Although it explains the methods of delaching
various parts, it does not follow that any group or parl should be
frequently or even occasionally disconnected without a reasonable
PUrpase. g

For general illustrations of parts, refer 1o Book of Parts of ‘“Monotype’
Super Caster. '

Acknowledgment is due to Messrs. Fry’s Metal Foundries Ltd. for
kindly supplying the materjal for article on METALS FOR USE ON ‘MONO-
TYPE’ MACHINES on pp. 118-134.




INSTALLATION

L “WONOTYDPE' SUPER CASTER should be installed in a room or scclion
© 2 room that is lisht and [ree from dirt or dust. A strong bench
wid be provided, as well as a suitable cupboard for storing acces-
ries and spare parts.
ient space should be allowed around the machine to permit
ccess by the operative to any part of the mechanism.

When installing a first “Monolype” Super Caster, the possibility of
merezsing the plant should not be overlooked.

i

In all the instructions, ‘right’, “left’, “front” and ‘rear’ are understood
“5 be taken when the operative is slationed with the pump mechanism
o his might, and the cams on his left. When referring to a part re-
—oved from the machine, right, left, front or rear are assumed from
©== position such part occupies on the machine with the operative
<=tioned as stated.

REAR
(Driving Pulley)

LEFT t RIGHT
(Cams) ~ i1 I " (Pump)
FRONT
(Galley)

For verification of symbols, refer to Book of Parts of ‘Monolype’
Smper Caster.

SRIETY OF PRODUGT
The machine is constructed to cast the following material:
TVPDS, SPACES, BORDERS AND ORNAMENTS, in any size from 5 to
72 point.
T=ADS AND RULDS in any of the usual thicknesses from 1 Lo 18
point.
12- and 1R-point TIE-UP SLUGS.
CoNTINUOUS STRIP BORDERS in 6, &, 10, 12 and 1§ poinl.
FULL-FACED RuLrks from [ Lo 18 point.
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AUTOMATIC REGUTATION OF TEMPERATURE OF METAL

The melting pot may be heated by gas or electric current. This illustration shows

electric heating equipment, which includes o reculalor for maintaining the metal au

the required temperature, The action of this regniator causes the electric current to
be automatically pul in or val of action by the control box.




s TALLATION 3

Ciumps AND DASHES in any length from 9 to 16 12-point ems.
CONTINUOUS I'URNITCRE in 24, 36, 48, 60 and 72 point.

STEREO AMD FrECTRO Mounts in 24, 36 and 48 point.

Two-piRcE Tyre-HIGH Founpry FURNITURE in 36, 48, 60 and 72

point.
Quotations in the following sizes:
12-POINT EMS: 636 ) 6xd 63 6x2

5x5 S5x4 Sl 52
44 43 4% 2
WOODIN-CORED QUOTATIONS in sizes 66 and 633 12-point ems.

FIPING

I'he machine must be provided with water- and drainpipes, and the
~ccessary piping equipment to which these pipe services must be
zttached is buill into the machine.

==aTING (for plate see p. 2)

Cleciric heaters are recommended, but gas piping connections can
= ftted for customers not provided with electric current supply.

4 gas service pipe should be 3 galvanized iron. The conncelion on
the machine is 3* gas thread.

If gus is used to heat the metal, the consumplion is about 22 cubic
=t per hour; if clectric heaters, the consumption is about 14 units
oer hour.

wATCR SUPPLY

Lhis pipc should be 4" galvanized iron. The connection on the
—achine is 4 gas thread. The amount of waler passing through the
—oulds averages less than 3 gallons per hour.

WATER DRAIN
This pipe should he §' galvanized iron. The connection on the
machine is 7 gas thread.

11 o

An air blast is very beneficial in keeping the matrices and quotation
=oring blocks cool during the casting process.

Where the Supcr Caster is placed ncar a ‘Monotype’ composing
—achine, the compressed air pipe of the composing machine equip-
— 1t should be carried to the Super Caster. This pipe should be £
nized iron. The connection on the machine is 3" gas thread.

n cases where no “Monolype’ compesing machine is installed and
=0 independent air supply is available, 4 special rotary blower is pro-

~c2d for use on the Super Caster. This is driven from a toothed wheel
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MOTOR AND STARIER

The Super Caster is equipped with a §

horse-power motor, A spring-controlled

jockey pulley maintains an cven belt tension upen the motor driving pulicy.
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sached to the machine pulley. I'he necessary piping is supplied with
=2ch blower.

ozive (for plate see p. 4)

The machinc may be driven by belt from shafting or direct by motor.
iz is started by pulling the starting rod to the front, to cause the belt
o be drawn to the fixed pulley, and the starling rod to become latched.
“hould any of the gear-positioning levers not be taken to their correct
_:::-:ino positions, the starting rod will remain locked, and it will not

possible to start the machine. The machine is stopped by depressing
be starting rod lateh trip which causes the belt to return to the loosc
pulley

’nt machine is cquipped with a § horse-power motor (a maximum
ol = horse-power Is absorbed in driving).

The belt should be kept fairly tight in running, otherwise Lhe machine
=1 run irregularly.

| TOOLS

T=E SUPCR CASTER operative should maintain his tools in geod con-
dition. A bad habit is to use screwdrivers for stirring the metal or for
=sting it to sce if it has commenced to melt. This softens the point
of a screwdriver, causing it when used on hardened screws to hecomc
siunted and burred. The poini of a screwdriver should be kept correctly
w=mpered, and should be so ground that it has no tendency to slip out
of the screw slot. In tightening or loosening z screw, the driver should
e held firmly down in the slot of the screw head, as frequent slipping
cot will ruin the edges of the screw slot, rendering it impossible Lo
hten the screw thoroughly, or Lo loosen it when required. The
mandles should never be battered upon with a hammer.

The pump body and nozzle should always bhe drilled when cold,
stherwise the drill will become softened and nseless.

The operative should be provided with the following tools:

10018 PROVIDED WITH MACHINE

Screwdrivers: 11812, 11sT3, 11sT4, 1lst5, Llwts, 1isi7, |1sT8;
Wrenches: two each of 9srl, 9572, 13s72, 135713, 135714, 13575, 13576;
one each of 13st1, 13s17, al3st8, 135710; Nozzle Squaring Posis:
“s1l, 7572; Pump Nozzle Setting Gauge x10sr; Well Arm Drills 14571,
14512 for 7 and 11" Pump; Cleaning Tools 2sT1, xb3sT, XallsT,
=20sT; Ingot Mould 4sT1; Iron Ladle 3sTl; Skimming Spoon 12871
thres O]l Cans Rs1l.

The lollowing parts are supplied with new installations only, unless”
specially ordered:
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1 Micrometer 27sT1; Type Alignment Gauges al5sy, al5s12; Eye
Glass 265T1; Tweezers 28sTl; Centring Tin Gauge 25571; Border
Length Gauge 1syl.

EXTRA MATERIAL WHICH SHOULD BE PURCIIASCD

Storage boxes for loose matrices. Cupboard for toals. A stroug vice,
with 37 or 31”7 jaws, A suitable bench. Nozde drills: 16sT1, 168T2,
16514, 16815, 16876, 16577, 16518, 16sT9, 108T10; Nozzle taps: [7s1d,
175712 ; Piston Extractor x24sT.

NOZZLE DRILLING

One drill for each size nozzle should he reserved specially for clearing
the norzle point, when reguired, without removing nozzles from tht..
machine, All other drills and taps should only be used on nozzles of
pump body when cold. On no account should drills or screwdrivers
be dipped in molten metal, as this softens them and renders them unfit
for general use.

TYPE METAL

A reasonable reserve of Lype metal must be provided, in order to
avoid too frequent smelting. This metal is an alloy of tin, antimony
and lead. A good all-round standard mi\tule suitable for all kinds of
products cast on a Super Caster is 109 tin, 169/ antimony and 749
Jead, see METALS FOR USE ON ‘M(]:-JOTWF MACHIT\ES pp. 118-134.

RE-MELTING FURNACE

A suitable re=melting furnace should be provided and the metal cast
into ingots of suitable size.

In rs-msltmg, an efficicnt non-corrosive cleansing ﬂux should be
uscd in moderation, and an excessive temperature should be avoided.

OIL

Only good machine oil should be used for Iubricating thc Super
Caster. It is therefore recommended that Vacuum OIil Company’s
product be used generally, and Duckham’s Mould Oil for type moulds.
For strip moulds, use a reliable quality of castor oil. Recommended
suppliers of oils for gear box and cam bath arc detailed on p. 51

HANDWHEEL
The handwheel must alwavs be moved anti-clockwise.

SPEED REGULATTNG MECHANISM
This provides for 18 different speeds, in addition to the top speed
obtained when the gears arc placed out of action,
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A speed table is provided, based on a maximum direct pulley drive
speed of 144 revolutions per minute. The gear box controls should be
moved in the sequence shown on (he CHANGE SPEED TABLE on pp. 150,

151.

MAIN SECTIONS OF MACHINE

Tue MaIN SECTIONS of the machine and equipment arc dealt with in
the following pages:

MicroMETER AIUSTMENT HEoAD; p. 7.

Martx HEADS BASE; p. 17,

MaTrIX HEADS; pp. 21, 23

Counter MECHANISM; p. 27.

Sirip CUTTING AND STACKING VECHANISM; p. 37.
. PuMr MECHANISM; D. 39.

. SprrnD REGULATING MECHANISM; 1. 45.

. AUTOMATIC INGOT FEEDER: p. 52.

AR BLOWER; P. 52.

10. FreeTrIc MELTING POT ATYACHMENT: p. 52.

11. TYPE STACKER; p. 53.

12. MouLns; . 53

13. MaTrix HOLDERS; p. 109.

14, MATRICES: p. 112

e lie R e i a

MICROMFETER ADJUSTMENT HEAD
(FOR PIATES SEE PP, 8, 10; FOR TABLES SEE PP. 140-149)

s MECHANISM determines the set size adjustment for mould blades
hen casting type, the lengrh of dashes and clumps, and (in conjunction
ith the counter mechanism) the lengths of leads, rules, strip borders
znd furnilure. A screw&}nd—wedge combination allows for very fine
zdjustments.

“ONSTRUCTION AND FUNCTION OF MICROMETER WEDGHE 8SFF
The micrometer wedge screw has six threads of twelve points each to
~ne inch, and the wedge (8skr which abuts against the two support. pins
2522 and 13sF1) is so designed that a complete revalution of the serew
—akes a difference of 6 points (.083") to the opening of the mould blade.
The screw is turned by the wedge screw handwheel alOsel al its
ooer end, and just heneath the handwheel are two wedge screw scales
210710 and 10s¥4.
The upper wedge screw scale al0sr10 is marked around the upper
=3ze of its circumltrence with divisions, representing thousandths of
2= inch, and around the lower edge with divisions representing points
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MICROMEIER ADJUSTMENT HEAD

AVANVIH ATLSY D d3dS

Showe the screw for adjusting the micrometer wedge, the scale wheels to indicate the amount of fractional adjusunent given to the
micronsater wedge, and sczle plates o indicate the position of the micromcetcr wedge in points and ems.
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2nd sixteenths of a point. This scale is locked by means of the lock
screw 108p12 and clamp 105711 at the side of handwheel marked “type’.

The lower wedge screw scale 10sr4 is marked around the lower edge

f its circumference with divisions representing points and sixteenths
of a point. This scale is locked by means of nut 10st6 and washer
10sr7 at side of handwheel marked ‘leads’,

Keyed between the two scales is a wedge indicator h9sFr which moves
ap and down with the micrometer wedge screw 1055 as the latter is
turned.

The lower end of the wedee indicator runs in a slot in the micro-

mater head casting. On one side of the slot i3 a scale 95F4 marked
'_"a;:ns and on the other side is a scale 9585 marked ‘ems’. The wedge
ndicator pin 9s¢l serves to show the opening of the mould in ems or
coints, and the wedge screw handwheel scales indicate fine adjustments

1 thousandths of an inch or fractions of a point.

One revolulion of the micromeler wedge screw handwheel moves
5= wedge indicator 6 points, or .083". Therefore, when the micrometer
~edge handwheel is at zero the wedge indicator should be in alignment
=ith an ‘em’ ling or half-way between two em lines.

The micrometer head also carries a stepped mould blade stop alse
zzainst which abuts the mould hlade slide abutment plate 4sed; this
controls the distance te which the lead mould blade is pushed when
==cting the product. | ke stop is positioned bv the handle 25FS on the
=cale on the wedge screw housing 12sFF.

SDIUSTMENTS WHEN PREPARING O CAST TYPE

At the rear end of the mould blade slide 4sF, a reversible abulment
2:r8 Is provided. When type of 12-point width or less is to be cast, the
“arge diameter end of the dmmg block cap abutment 458 should be
sitioned at the front; that is, with the spring in action. For all
=idths above 12 point, this cap abutment should be reversed; that is,

ith the spring out of action. To reverse the abutment, remove screw
dsT3.

With type mould fixed to machine, and a blark matrix in matrix
=older, turn machine to etecting position (150%). This will bring the
—ould blade close to the crosshlock. This is the starting position for
=zing the mould blude opening.

T.oosen the clamp nut 11582 and screw the micrometer wedge down
> its lowest position. Loosen the two screws 9s¥6 and set the “points’
=doe indicator scale 9sr4 on side of micrometer head so that ‘zero’

—ark is in line with mark on wedge indicator pin 9sFl.

Loosen the scale lock screw 10sF12 on top of wedge screw hand-
meel, and turn the upper handwheel till the zero mark is in line with
‘=itz edge of wedge indicator b9siy; tizshten the scale lock screw 10sF1 2
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TYANVYW ITLSVD d-4dnS IJALONOK, dIIL

MICROMEIER WEDGE, MOULD BLADE SLIDE. AND MOULD BLADE SLIDE DRIVE LEVER

Shows how the mould blade slide is drawn, by mould blade slide drive lever, against the micromcter wedge. This wedge limits the

position Lo which the mould blade opers. Alse shown is the stepped distence pisce which decides the distance to whick the mould blade

shall be pushed when ejecting leads, rules and dushes, On the mould blade slide drive laver intermediate lever a8srl are shown the
vurious holes lo which the connearing rod may be attached, so that diffcrent stroke-lengths muy be applied by the lever.
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As the mould blade is now campletely closed, one revolution of the
cedge screw handwheel (bringing the ‘zero’ mark on handwheel again
— Tine with the knife cdge on the indicator) will open the mould 6
~oints. and bring the mark on wedge indicator pin 9skl in line with
the 6-point mark on wedge indicator scale 9sr4.

This scale has divisions representing a difference in mould blade
spening of 6 points, and any smaller differences may be obtained by
turning the wedge screw handwheel as requi red.

For example: if the set size required is 39 poinis, make six complete
surns of the wedge screw handwheel to give a mould opening of 36
~oints. Continue to twrn the handwheel until the line marked *3° on
== upper handwheel scale coincides with the knife edge on the wedge
<rew indicator; this gives the extra 3 points required to make up the
39 points.

As the micrometer wedge will usually be screwed to its lowest point
+#en the mould is comparatively cold, it will be found in practice that
e wedge screw scale requires a little extra adjustment when sizing
e type. For instance. although the wedge indicator and wedge screw
scale may have been adjusted to 6 points when the mould was cold.
when types arc cast and the mould becomes heated it may be necessary
+5 move Lhe wedge screw scale Lo correct the type size by a few thous-
—ndihs of an inch. When the product has heen sized correctly, the scale
ok serew 10s:12 should be loosened and the upper wedgs screw scale
anally adjusted to indicate the size obtained.

After this Lhe micrometer screw may be moved in either direction to
produce any other required size.

After having adjusted the micrometer wedge to causc correctly-sized
=rpe bodics to be cast, insert the required ‘star’ matrix in matrix holder,
=-ing the micrometer wedge and speed gear Lo positions indicated by
= matrix marking, and make a cast.

The centring pin must be adjusted to cause the crossbar of Lhe ‘set’
—atrix to be exacily central bodywise on the type, with the two ends
=xactly level with the sides of the correctly-sized type. Lo ensurc
sccuracy in getting the crossbar of the “star® central bodywise on the
=ioe, cast two types, and place them on a gauge with the nicks reversed.
This doubles any visual error. For composition matrices it is recom-
—-nded (hat the special stecl flat type alignment gauges be used for
~=<ring the alignment. These are produced for composition matrices in

-_::ez{lents of .0005".

CTTTISTMEINTS FOR CASEVING STRIP MALERTAL
Move the lead mould blade stop lever handle 2SF5 Lo position
—arked ‘Leads’.
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Place the border length gauge IsT1 belween mould blade shde abut-
ment plate 4s84 and lead mould blade stop alsk; screw down the micro-
meter wedge screw until the gauge fits accurately (without binding)
between the two stops. Turn wedge screw scale 10574 to zero and lock.

Tighten wedge serew clamp nut 11582 and check to sec thal the gauge
is still a good fif.

ADJUSTMENTS TOR CASTING DASHES OR CLUMPS

Move the lead mould blade stop lever handle 2sF5 Lo scale mark
correspouding with lengths in ems ol clump or dash required to be cast.

Turn micrometer wedge screw until the wedge indicator pin 9srl
indicates on scale 9555 the length in ems of dash or clump required
to be cast.

NOTE

The minimum length of a dash must be greater than the dislance
from end of a dash matrix to opposite end of character in the matrix.
Any allempt to cast dashes in shorier lengths will result in the matrix
seating on the characier vf the previous cast.

ADIUSTMENTS FOR CASTING STRIP BORDERS

Having gauged the mould blade stroke (as cxplained in ADJUST-
MENTS FOR CASTING SIRIP MATERIAL, see p. 11), examine the border
matrix which is to be used to see if it is marked ‘4" or *—". 1T il should
have either of these marks stamped wpon il (such as * | 3" or © 27,
turn the micrometer wedge screw the corresponding number of divi-
sions ‘4> or ‘— on the top scale of the upper wedge screw scale
a10s710. These divisions represent thousandths of an incli!

ADJUSTMENTS FOR CASTING FURNITURE OR PLATE-MOUNTING
MATERIAL
Set wedge indicator h9sFr at 6 ems, and check that front of mould
blade is level with distance piece 11208,
Place the lead mould blade stop lever handle 2sF5 in the 13-em
position.

DISMANTT.ING TIIL MOULD BLADE $1ZING MECHANISM

Remove the mould blade slide driving block screw” bdse3 and take
off block b4s¥2, cap adsr?, abutment 4sk8 and spring 45F9..

Remaove screw aldsrl and wedge scrow housing cover 14sF.

Reniove three screws 12512 from wedge screw housing [2sFF and
lift off housing and lead mould blade stop alsF; the mould blade slide
4sF can then be removed.
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Unscrew wedge rod nut 8s2. Remove washer 8st4 and wedge screw
spring 1083, and wedge 8ser can Lhen be taken out ; the wedge serew
10se complete with handwhecl al0srl and wedge indicator b9sFr can
=lso be screwed out.

To dismanile the handwheel, loosen handwheel lock screw alUsg2
=nd remove wedge screw 10sT.

Take off nut 10st6 and remove washer 10sr7 and bolt 10s¥5.

Remove screw 10s812 and clamp 10st11.

Remove the six screws 10869, when plates and scales will come apart.

To remave blade stop lever 2s3, knock out Laper pin 2sk8.

To remove wedge screw nut al5sg, take off clamp nut | I1sF2 and take
~ut bolt al1sFl and wedge screw clamp allsF.

Remove thrac screws 15SF1 and, using a piece of wood, drive out
~=dge screw nut al5se from benealh, taking care not to damage the
mmside threads.

Remove scales 9s14 and 9sr3 by taking oul screws 986 and 9sk7.

e
LSSEMEI ING TIIE MOULD BLADE SIZING MECHANISM

Replace wedge screw nul al3sF; take care that it is in the right
sosilion, otherwise the screws cannot be asscmbled, Once the nut is
iiven home ir is very difficult to turn.

Replace three screws |58F1, bolt allsel, wedge screw clamp allsg
=nd clamp nut 11s¥2.

Replace blade stop lever 2s¥3. making sure that the handle spring
2556 and handle spring plunger 2s£7 are in position; lock up by means
o0 laper pin 2sk8.

To assemble handwheel, replace two scales, making sure thal the
~pe scale a10sE10 is on the top and that the figures read correctly.

Replace washer 10sx7, bolt 10sF5, and nut [0sF6, the cut-away por-

»n of the washer lacing outward.

Replace clamp 105611 and screw 10sr12.

Replace plates with the word ‘type’ on plate 105813 against the clamp
10sr11 and secure with six screws,

Assemble wedge screw 10sF to handwheel and lock with handwheel

sk screw alOsy2.

Screw wedge screw into nul and assemble wedge indicator bYsrr
=~ indicator scales Ysrd and OsFS.

Replace wedge, spring, washers and nut, and lock tight in position.

Renlace mould blade slide 4s¢ and lead mould blade stop alsF, en-
~uoing that the narrowed portion of the stop is to the right-hand side
nachine.

Replace wedge screw housing 128kv. cnsuring that the lead mould
“iade stop lever 2sF is located correctly in the lead mould blade stop
21se: secure with three screws 12862,
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Replace wedge screw housing cover 14sF and screw al4sfl and lock
in position.

Assemble abutment 4sr8, spring 4s9, cap adse7, and block bdss2,
and screw to mould blade slide 4sF by means of screw bdse3.

MOL LY BLADE SLIDE DRIVE LEVER SSFF

This lever is for imparting the necessary traverse to the mould blade.
It is operated by mould blade cams x17sc through the mould blade
cam lever 18sc and the connecting tube x06s8F. This connection may be
attached to the lever 3$FF in various positions to give the varying
movements required when casting differeni elasses of product.

To provide against damage caused by any obstruction Lo the move-
ment of the mould blade, this lever is constructed in two sections, each
waorking upon the same axis. 'L'he two parts are held together by a
clutch in the form of a (riction plunger b3srd supported by a spring
b5srll. Should any obstruction occur, it overcomes the pressure of the
spring, causing the plunger to recede and to become locked in an
inoperative position. All pressure is thus released from the mould blade.

When the obstruction to the mould blade has been removed, the
plunger is restored to its operative position by withdrawing the lock
pin knob 5st7. The lock pin should be withdrawn only when the
machine is at rest, and when the plunger b3srd is opposile its Teeess
in the plate 532,

POSITION OF PLUNGHR SPRING ADILSTING NUT 58¥23  AND
FULCRUM PIN CCCENTRIC a3SF18E

When casting cored type, 42 to 72 peint, and furniture, there is
grealer resistance to the mould blade when ejecting the type, and
greatler spring pressure is therefore necessarv on the plunfrer This
extra spring pressure is obtained by turning the plunger lever fulcrum
pin eccentric aSsF18F until the line marked ‘type 42-72 point’ corres-
ponds with the line on the intermediate lever a3s¥l, and by locking
the adjusting nut 5sF23 right forward against the stop collar Ssr24.

lor 14 to 36 point display moulds, and lead and rule moulds, the
adjusting nut should be against the stop as for 42-72 point but the
ecceniric should be in the ‘small type” position.

‘T'o obtain the reduced spring pressure nscessary when casting from
composition moulds, set the eccentric in the ‘small type’ position and
the adjusting nut right back against the head of the guide rod aSsk12r.

DISMANTLING MOULD BLADE SLIDE DRIVE LEVER 3SFF

When wishing Lo scpurate the two levers Sspr and aSsFl, sce thal the
plunger lever fulcrum pin cccentric aSsFIRF is in the ‘small type’
position, as this reduces the spring pressure on the plunger. Place the
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WICROMEITER ADJUSTMRENT HIEAD

—ver 54EF in a vice, lelting the vice jaws grip the slide drive lever platc
5 with the lever 5SFF to the left. Give the end of the lever a3Ssrl a
p blow; this will cause the plunger to be depressed and the safety
—zich to lock in its inoperative position. '

2EMOVING SPRING b5SF1T

Hold the lever a5sel firmly by hand, and press the plunger against
== =dge of a bench until the plunger spring is compressed; then re-
i=ase the lock pin assr5 and remove the bush aSse6. The plunger can
“hen be removed. Hold the lever in a vice with the spring b3srl1 facing
vard. ‘l'ake out the split pin 5sF13, push out pin 5sF14 and remove
n2 plunger lever 5sF16.

PIACING SPRING b3skll
Place the end of lever aSsel in a vice with the spring abutmint
“zcing upward. Place the spring bSsrl | over the rod aSsr12y and have
the plufiger spring abutment collar 5srl13 at the end of the spring.
Sec that the eccentric is in the ‘small type’ position, and then partly
ssert the plunger lever 55r16 from underncath with the semi-circular
and recess lacing the pin Ssrl7. Press against the eye on end of
4 a5sF12F, insert the spring guide rod pin 3sr¢l4. Fil the split pin
“<+15 in position and open out. Insert the plunger bssr4 with groove
Sacing downwards. Replace lock pin aSse5 and bush complete, and
—ress plunger back so that lock pin engages the hole in the plunger.
Brace the Jever adsel over the boss of lever S3FF and release the lock
—in aSsr5 so that the plunger engages the reccss in the plate Ssr2.

d

FIL i

“3TBARING MOULD RLADE SLIDE DRIVE LEVER FOR CASIING
FURNITURE
aake surce that plunger b5se4 is held back by lock pin 45515, Remove
—ouid blade slide drive lever plate 5572 and fil the special plate 45sF2
wwoplied for furniturc. Take care that it 1% assembled with the word
Furniture’ uppernost. LUhis special plate must be used when casting

“niture or supporting material, in order to absorh cxcess movement
= intermediate lever when making a fusing cast. For predetermincd

2oULD, p. 103

LDIUSTING MOULD BLADE S8TIDE DRIVE LEVER CONNECTING
TUBE XOSF
With a type mould on machine, turn machine to 1307 and adjust
== connceling tube so that the plunger b3sy4 has moved &" away
=om ils normal seating position.
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MATRINX HEADS BASE AND TYPE CARRIER

Matrix heads base, type carrier attached to a niould crosshlock, and type carrier cover plate, To the latler are alluchied the Lype channal
blocks, between which (he type is pushed after cjection from the tvpe carrier.
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121 RTX HEADS DASE 17

MATRIX HEADS BASE

(FOR PLATE 8Kk P. 16)

T=1s 1S USED when type is required to be cast, and is secured Lo main
"--u_ by three screws 4sp12, This base carries permanently:
. Tyer Pusper. 2. Tyer Carrier. 3. Typr CHaNNEL Brocks.
GALLEY T.oCATING BLOCK.
I 'ﬂm carries a stop b¥sell for locating the position of the heads
~=s=, according to whether a mould under or above 42 point is 1n usc
znd e.ther the composition or sorts matrix head.

This is for pushing the type into the type channel, and functions
Zuring the period that the nexl Lype is being cast. It is operated by
.-_ pe pmher cams X27sc through the connecting rod 36SE and type

~<her lever 35scE. The latter engages a slot in the type pusher 3dsk.

‘e
S=MOVING TYPE PUSIIER
Detach cover 34sel hy faking oul six screws 34sE2 and remove
sasher from its slol.

2 ZMOVING TYPE PUSHER LEVER 35SID

With the malrix heads base removed from the machine, slacken the
ok nut 36sE3 and unscrew the connecting rod from the ball socket
“e==1 until the sockel can be removed from the lever ball stud 35581,
2 -move the nut 35sE3, knock out the pin 35582, and remove the lever
~-m the under side of the matrix heads base.

TIUSTING TYPE PUSHER
Torn machine to 310°. Release type pusher connecting rod nut 36509
= lock nul 36510, Adjust type pusher lever connecting rod nut 36s£9
=nd of type pusher 34sr stunds .010” in front of fixed type channel
ack _aLch 20si4 and lighten the lock nut 36se10. Press on end of type
~wsher (o take out play, and turn machine round again to see if the
.« wstment has been correctly made.

#= CARRIER

This slides in the matrix heads base and is driven by the Lype carrier
. —< x23sc. The carrier connects to the crossblock of the type moulds.
Z- —nz Lhe casting permd of the muchine, the carrier is in its left-hand
~=tion; in this position the type pusher can pass through carrier for
= the Lype to the type channel.

© a type has been cast and the matrix has been lifted from the
~=14_the carricr advances to the right. In doing this, the jet cast on
= lower end of the tvpe becomes sheared, and a cam in the mould




18 TIIE ‘MONOTYPE™ SUPER CASTER MANUAL

base causcs the jct to be ejected into the melting pot. The type clamp
32str is held back as the mould crosshlock advances so that, when the
crossblock reaches the end of its movement Lo the right, the type may
be gjected from the mould into the carrier.

The type is prevented trom being overthrown, or from falling an
its side, by the type support spring 37st being hrought into the path
of the tvpe.

Immediately the Lype has been ejected into the carrier, the carrier
procesds to return, and on its way to its extreme left-hand posilion,
the type is gripped by the type clamp, and the support spring is drawn
away from the type, so that when the type carrier is brought to rest,
the type pusher may enter and cject the type into the type channel. The
mould crosshlack is then in position to permit the next type to be casl.

REMOVING TYPE CARRIER

To remove type carrier without taking off mould or maitrix head,
turn machine to 307; remove type carrier guard 268E; take out the
two serews 23552 and (wo screws 23s83 and then remove the type carrier
cover a23see. Remove type carrier connecting rod voke pin a2dse?
and mould coupling hook 3%sgl.

TYPE CARRITR CAM LEVER PLUNGER

The cam lever is so constructed that, if there is any ohstruction in
the path of the type carrier when travelling from right to left, a plunger
a268k12 in the upper end of the lever will be depressed and held down
by a lock pin b26sc13 so that the type carrier drive and pump mechan-
ism will become disengaged, and the machine will stop.

As an additional salcguard against breakage, the type carrier con-
neeting rod yoke pin a24sc? is made so that it will shear if any undue
obstruction occurs in the path of the type carrier.

After the obstruction to the type carrier has hcen temoved, the
locking pin knob must be pulled outward to permit the plunger to
re-engage the latch 26sc25. The pin is easily withdrawn at a point just
before the plunger reaches the slot in latch. Tt should not be released
whilst the machine is in motion.

ADJUSTING STROKE AND PAUSING POSITIONS OF TYPE CARRIER

Remove the type support spring cam bracket 27sel. Place the
connecting rod voke pin 124se7 in the 72-point hole in cam lever ex-
tension, loosen the extension bolts and adjust the extension by means
of” eccentric 26scll to give type carrier 241" travel between the lype
casting position 220° and the type ejecting position 130" Tighten
extension bolts and check setting,
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Move yoke pin a24s57 to [2-point hole and turn machine (o 220°.
With 5-13 point channel block (fixed) X29sE in position, loosen con-
necting rod lock nuts, and adjust the length of connecting rod to bring
the inside face of type carrier (against which the type is pressed by the
type clamp) level with face of type channel block (fixed). Test after
sighicning lock nuts. Care should be taken to see that yoke pin a24sg7
is [Tee after tightening nuts.

ADIUSTING MACHINE STOPPING MECHANISM

Turn machine to 355", Sel the trip plate 30s¢6 in centre of adjust-
~ent slots, and adjust the Tatch wip adjusting rod 31scl until contact
o cam face of (rip plate is made with the smaller diameter of locking
oin knob. Tighten adjusting rod lock nuls,

TYPE SUPPORT SPRING

The type support spring 37sE is operated by a small lever 22s2 fitted
2o the typic carrier body. This lever is operated by a cam 27sk allached
‘0 a bracket 27sEl on the matrix heads base.

TYDE SUPPORT SPRING CAM

No adjustments are necessary, but care must be taken to ensurc that
e cam 27sE and packing plate 27sr5 are used as under:

Bracket without packing—For all type up 1o 36 point body size and
=ot more than 12 peints set size.

Brackel with packing —For all Lype over 36 point body size and not
—ore than 12 points scl size,

Bracket io be removed.—For all tvpe over 12 points set size.

~yoE CHANNEL RT.OCKS (for plate see p. 20)
These blocks support the type and guide it from the type catrier to
galley. One adjustable and three fixed blocks are supplied. The
<table block x28st is used when casting all sizes of type, bul the
===d blocks arc used as follows:

x29s€ for 5- to 13-point Lype.

<30sE for 14- to 72-point type and quotations [rom 432 to 63406

12-point cms.

x31sk for 40- Lo 72-point cored type.

The position of the adjustable block is altered by Toosening the
==mhb screw 28sE10. placing in the type channel some types of the
t size about Lo be cast, and pushing the adjustable block against
type, making sure that the channcl is parallel before Jocking it in
~o<ition with thumb screw 28se10,

The three fixed tvpe channel blocks are secured to the matrix heads
s by the two serews 20387,
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TYPE CHANNMNEL RILOCKS .
(1) Adjustable channel block for use with all moulds; (2) Fixed channel block for
use when casting small type: (3) Fixed channel block for use when cesting cored
types; (4) Fixed channel block for use when casting quotations and spuces.
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When casting thin spaces from the 42- to 72-point type mould, il
is advisable to place in front of the spaces in the type channel a quad
of the type size that is being casl. This prevents the spaces falling aver.

COMPOSITION MATRIX HEAD
(FOR TLATES SEE PT. 22, 24)
T1ms NEAD is for lowering and raising the composition matrix holder
znd the centring pin. The centring pin clamps the matrix to the mould,
cosuring a metal-tight it during casting.

The centring pin is operated by the mairix cams X15sc through the
connecting rod hl8ske. The latter operates mafrix lifter lever al6se,
one end of which engages with coupling head a2sco, at top of centring
oin a2s8E. As the matrix lifter lever is r‘-perated the centring pin moves

ap and down, carrying with it the matrix lifter ¢12s5. The centring pin

= not prebsed down by the matrix lifter lever but by the action of
ring pln loading spring 4sk al Lhe upper end of centring pin. As
e matrix lifter lever descends, the spring 4$c presses upon the voke,
zad beneath this yoke is another spring 2se2 terminating upon the
matrix lifter. The centring pin, the voke and the mairix lifter all move
Zown as one piece, under the pressure of the upper spring, until the
matrix holder guide is stopped by stop collar 1238, The matrix holder

< depressed in this manner Lo within 005" of the mould surface.
\ithough the matrix holder movement is arrested, as explained, the
cressure of the spring 4sk causes lhe centring pin to proceed, and to
camp the matrix firmly upon the mould. After casting has taken place,
= matrix lifter lever 1s returned. In returning, it presses upon the yoke
solied to the centring pin, and overcomes the pressurc upon the spring
~:=_ thus raising the centring pin until a shoulder on its lower end meets
“== matrix lifter. ‘I'his causes the matrix lifter to lift the matrix clear

“ the type in the mould.

The matrix head is provided with two adjusting micrometer screws

Sse positionad at right angles Lo cach other; these are for adjusting

2= matrix holder relative to the mould blade opening, so that the
—atrix may be correctly aligned over the mould before casting.

To remove the matris lifter guide al2selg, a plunger withdrawal

==ve 3557 should be attached to the sleeve at side of head to relieve

== spring pressure. j

L DIUSTING COMPOSITION MATRIX HEAD
Attach mould to machine.
Place on matrix head and attach connecting rod to matrix cam lever.
[urn machine to 180°,
Place matrix in matrix holder and inscrl holder in lifter.



HFEAD FOR LSING SMALL TYPL COMPOSITION MATRICES
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COMPOSITION MATRIX HEAD

Mould must he on machine or matrix holder will be damaged.

Turn machine to 220° taking care that matrix lifter lever al6se does
not foul top of matrix lifter c12sE.

Kelease the nuls on matrix lifter lever connecting rod and adjust the
rod so that matrix lifter lever al6sE raises centring pin yoke 4"

Place two thicknesses of paper (.0057) on the mould and turn machine
to 214°.

Release matrix lifier stop collar 12sE8 and adjusl so that the paper
is just free between matrix holder and mould. Lock the stop nut and
check sciting.

Remove the paper and turn machine ta 2207

Adjust the connecting rod hI8sFE unlil one thickness of paper
{.0025") can just pass between top of the matrix lifter lever and centring
pin coupling heud 22586 on both sides. Lock the rod and check setting.
This adjustment should be made with upper end of cam lever pressed
fo tight so that the cam lever roller is in contact with can,

X 3
ADDITIONS TO COMPOSTITION MATRIX HEAD FOR USING 4" MATRICES

Take off the bridge 4srl by removing the nuts 4sn3 and washers
49pd. Remove the loading spring 4se. Remove the centring pin coupling
head screw aZse? and replace by screw b2sk7. Replace the loading
spring 4sk.

Assemble the bridge 1452 with auxiliary loading spring 14spl, rod
14s€3, knuorled nut 14sc5, and lock nut 14srd. Attach this bridge com-
plete, in place of the bridge 4skl, and replace washers 4sed4 and nuts
4sr3.

[0 bring this auxiliary loading spring into operation, which is meees-
sary when casting 14- to 24-point type, the knurled nut T4sE5 must be
locked at top of cul-out rod 14se3. Check to sce that, when the centring
pin is scaled in matrix on mould, there is a clearance berween unier
side of nut 14se3 and top of bridge 14se2.

It is important o lock this auxiliary loading spring out of action when
using 2" matrices, otherwise the exira pressure will caise excessive wear
on mairices and moulds. To do this, screw down the knurled nut 148ES
until the spring 14sel is solid. Lock with nui 14304,

DISPLAY MATRIX HEAD
(FOR PLATES SCC PP. 20, 28)
For ramsiNG and lowering the matrix, and for clamping the matrix on
the mould while the cast is taking place; also for raising, lowering
and clamping the core when casting quotations.
[his head 1s operated by the matrix camns X15sc through matrix cam
lever 16sc and locking wedge spring box X21se. Lhis spring box is



HEAD ADAPTED FOR USING LARGE TYPE COMPOSITION MATRICES
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DISPLAY MATRIX HEAD 25

altached Lo lock wedge 20sk which in the forward stroke operates the
display matrix lifter lever 17sm and compresses spring 13se4. On the
return stroke, the pressure on the lever is released; this allows the
spring to come into operation to take the matrix down to the mould,
where it is finally clamped by the Tock wedge 2088 sliding over a pro-
jection on matrix lifter al3scE.

When casting quotations, the matrix lifter must be given an increased
movement. This is obtained by lifting the knob 19sel and turning
shalt lever handle 17883 Lo the lefl, where it is locked by releasing the
knob; this causes the matrix lifter lever (o be brought into operaiion
earlier and imparts an increased motion to the matrix lifter.

ADJUSTING DISPLAY MATRIX HEAD

With display matrix head fixed to machine, mould in position, and
display matrix bridge alsg fitted, turn machine to 107,

Turn lever shaft lever handle 17se3 to right; ie., the position it
occupies when casting type.

Insert matrix holder, with a matrix in position.

Turn machine to 240°.

Slacken spring box rod yoke lock nut 21355 and then adjust the
spring bax rod to give 1" to " compression on spring, which can be
measured by noting the distance between the lock nut 21se5 and
spring box cap 21sel.

Turn machine to 107,

With matrix lifter lever shaft lever handle 17se3 positioned to the
right, the distance between the lower end of matrix lifter al3sco and
top of mould should be 14;". To obtain this dimension (if found to
be incorrecl), temove maltrix head side cover a7sel, spring hox yoke
pin 208D, matrix lifter lever 17sk, lock wedge 208k, matrix lifrer al3ser
and spring 13se4; then adjust matrix Lfter stud nuts 13587 and 13s59
to give required dimension. Replace parts and see that all screws and
nuts arc tight.

DISPLAY MATRIX BRIDGE alsE (for plate see p. 30)

This bridge is secured to the mould (or adaptor base) and located
in correct position by means of locating strip 1sel. When allaching Lhis
bridge to Super Caster display type moulds 14 to 36 point and 42 (o 72
point, use three screws 1SE3; when securing to the adaptor base, use
two screws 1813 and one screw 23s010. The object of the bridge is
L position Lhe matrix correelly over the mould; this is done by pushing
the matrix holder against the pad alOse by means of the locating key
1156k, 'The position of this pad can be finely adjusted by turning the
adjusting screw alOsel. The matrix holder is inserted in the bridge by
pulling back the lever 11sEl which withdraws the locating key and
allows the holder to be placed in posilion. When the Tever is released,



HEAD FOR USING DISPLAY MATRICES AND QUOTATION CORES

Shows matrix bridee fixed on mould.

z

9

GVANVIN FILSY DY HAANS FJALONOW, HHI



DISPLAY MATRIX LEAD 27
the locating kev engages the slot in the holder and locates it in the
correct position.

DISMANTLING DISPLAY MATRIX RRIDGE

Remove the adjusling screw alOsel and adjusting pad 410sE, laking
care that plunger 10se2 and spring 10s£3 do not My out. Knock out
the pin |1se2 from under side of bridge. and remove lever 11sEl. spring
11583 and locating key | IsEE.

ASSEMRBIING DISPLAY MATRIX BRIDGE

Place locating key and spring in position, insert the lever under the
pin 11584 through the localing key, taking care to locate the lever
correctly helore driving in the pin 11se2. Replace Lthe adjusting pad.
keeping the relieved side to the rear: but before replacing the adjusting
screw place a piece of 3-point lcad between the head of adjusting pad
and the face of the bridge. Firmly pushing the head of pad against
the 3-poinijlead, replace plunger 10sk2 and spring 10sp3; then screw
the adjusting screw into position.

COUNTER MECHANISM
(TOR PLATES SEE Pp. 32, 34; FOR TABLES SCE PP. 152-155)
THE COUNIER MECHANISM is only for strip material und the head
carries:

1. Two projections against which strip moulds are positioned.

2. A slide for operating the sirip mould jet block.

3. A lever for clamping the cast strip in the mould whilst the next
cast 1s taking place.

4. An atiachment for raising and lowering strip border and dash
malrices.

S, A counter mechanism [or deciding length of sirips.

HOW COUNTOR MECHANISM FUNCTIONS FOR LEADS, RULES AND
CONTINUOUS $I'RTP BORDERS

Fitted in the counter bracket b4spp is a drum a3swn coniaining on
its circumferenee 25 rows of figures running in [ractions and whole
numbers from 4 to 25. This drum may be locked in any position to
present any row of figures to the operative.

Upon the end of the drum spindle is a disc to which is attached a
ratchet wheel, The object of this ratchet wheel is to control the number
of casts made before a trip mechanism is brought into action to opcrale
the strip shear blade. On the end of the drum is a stop against which
a projection on the Talchet stop disc is returned by the action of a



HEAD FOR USING DISPLAY MATRICES AND QUOTATION CORFS

In taig illustration a cover 1:.\ia‘re has beeiz removed to show lww the metrix during casting operzetion is locked upon the mould by
the action of a wedge. This prevents the pressure of the melten meetal 1ifting [he muutrix during casting,
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COUNTER MECHANISM 29

weight cach lime a shear 1s made. Tooth by tooth the ratchet pawl
winds the ratchet away from this stop until it is released. It will there-
fore be understood that the farther the drum stop is positioned from
the ratchet release, the greater will be the number of casts made before
the tatchel wheel is returned to its starting position and the next
shear is' made.

The ratchet feed pawl is operated by an actuating lever alsp con-
neeted to the pump connecting rod, so that as cach cast is made the
ratchet wheel is advanced one tooth, and in doing this it winds up a
weight. This weighl is releascd when casts have been made equivalent
to the number shown on the drum above ‘A’ on the remainder scale
a3s»1. This action is repeated after each shearing of the strip. A stop
lever a22spD limits the movement of the actuating lever alsp. The
projection on the ratchet stop dise al6sp is also used for moving the
stop lever a225pD out of the path of the actuating lever alsp, so that
a4 longer stroke may be given to the latter. When this lengthened stroke
takes place, the actuating Tever alsh strikes against the lever 85G38
which pulis the culler sclling block a7sG into the path of the cutter
actualing plunger adsG, so that the cutter cams x11sc cause the strip
to be sheared.

The extra motion given to the actuating lever, through stop lever

a22spp being taxen out of its path, causes the actuating pawl Lrip pin
2sp3 to disengage the pawl 2sn from the ratchet, and allows the drivi ing
end of the pawl Lo release the ratchet detent 15sp1 and thus permirs
the weight to return the disc, and with it the ralchel wheel, to the
position at which it had heen sct. The shear blade is thus caused to
act at the end of a given number of casts decided by the setting of the
drum. As the ralchet is returned by the weight to its original position,
the stop lever a22sDD also returns to its operative position and limits
the stroke of the actuating lever until the requisite number of casts
has again been made.

An extension of the stop lever cnables the operative to start the
shearing mechanism by hand.

HOW COUNTLR MECHANISM FUNCTIONS WHEN CASTING FURNITURE

When casting furniture, the action is the same as for leads and
rules with the exception (hal, instcad of the strip being sheared in
lengths, il is pushed forward an additional 5 12-point ems 10 give a
non-fusing cast. This action is obtained by connecting the aclualing
lever alsD to the blade stop at rear of furniture mould, so that the
stop can be automatically withdrawn each time the actuating lever is
required to makc a longer stroke.

‘The lead stacker a16s¢ must be placed out of action when casting
this forniture,



£ DISPLAY MATRIX BRIDGES

Left, English matrix halder bridge; right, Americun display or electro matrix holder bridge. These aridges are locsted on top of mould
by mears of a key.
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COUNTER MECHANISM

H
I

ACTION AND POSITIONTNG OF COUNTER DRUM

When casting plain Rules or Leads.

Altached to the counter head Is a ‘remainder’ scale adspl; this 1s
marked “A’ on thc right and *5% on the lefl. Above this remainder
scale, any horizontal row of figures on the drum may be ranged.

The operative knows the length to which his strip material has Lo
be cut: this we will assume to be 71 12-point ems. 1If we divide 71 by &
hove will be a remainder: we must therefore divide by 5. The reason
for first dividing hy 6 is because the average length of each cast should
be approximalely 6 12-point ems. Too great an addition to this length
of & 12-point ems would make the length of the cast excessive (the
maximum length allowable being 6 12-point ems plus 0157, and a
splash would occur when casting.

Dividing 71 by 6 gives 11 with a remainder of 5; this means that
cach of the 11 casts would have to he increased by 7 of a | 2-paint
em (that is, cach of the casts would have a length ol 6% 12-peint
cms); this length of cast would be excessive, and we must therclore
divide by 5.

Dividing 71 by 5 gives an answer of 14, with a remainder of 1; this
neans that each of the 14 casts must be increased by % of a 12-point
em, or .0118" (that is, each of the casts must have a length of 544
1 2-point ems).

Turn the drum entil the number of casts (in our example 14) comes
immediately above “A” on the remainder scale a3spl, and lock it in
this position by the latch 5spd. As we have divided by 3, set the wedge
indicator pin 9stl, to 5 on thc scale 9585, Then from the remainder
scale a5spl, refer to the figure on the drum aSsDD indicated by the
remainder (which in our example is 1). On the drum scale 5s3p6, above
‘1" on the remainder scale, will be seen §. Rotate the wedge screw
handwheel until the lTower scale 10se4 has registered § of 1 point (that
is, 14 graduations of -} of a point).

The remainder scale figures are only used in the case of leads and
plain rule strips.

When casling continuous borders and furniture, the number of casts
for cach strip is decided by positioning the drum so that the required
Juntber of casts is indicated above the letter ‘A’ on the remainder
scale, Any required alteration to the length of casting of sirip border,
soverned by the design of the border, is indicated on the marrix. (For
further instructions, see; MICROMETER ADJUSTMENT HEAD—ADJUST-
MENTS FOR CASTING STRIP BORDERS, P. 12.)

COUNIER DRUM SCALE AN REMAINDER SCALE, FOR USE IN
CUTTING STRIP MATERIAL TO 12-POINT EMS AND HALF HMS

The bald figures of the right-hand column indicate the casls that will

be made hefore the shearing mechanism is tripped into action. The
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figures in the main section of the scale indicate the “points’ and frac-
tions of a point that must be added to each cast in order to obtain
the total correct length of strip. In no case should a length of 6
12-point ems be exceeded when easting sirip malerial of under 6-point
body.

Paints to be added to cach Cast Casts
24 28 25 18 15 1% i s % 5 f  I5
23 2 22 12 1l 13 1 3 1 1 24
2% o S SR B & £ - & - S - S5
3 24 2 2% 12 1§ 13 |53 i 4 3 22
[ 3. fE 22 2E 2 13 1% 1% F £ o
| 3% 3 S gl g 1 L e A L & 20
; M 3% 2% 25 24 14 1% 14 w3 T 19
| 3L 3L 3 28 2L 2 14 181 S I
¥ 3L 3E 2H 2B 13 LT [ SR s O )
44 33 343 2% 2+ 15 14 1+ & i 16
443 4 g 33 23 o ) ¥ 1+ H# B 15
48 44 3 35y 3 2% 2% 13 1 7w 1
S 4% 4% 33 3 23 2% 1# 13 T % 13
EE 4L 4 31 3 2% 2 1+ 1 L 12
€ Sk 43 42 3 3% 230 2% L3 L4y w11
& 6 S 4R 45 S 3 23 W iy HO10
75 6% 6 s 41 4 1 28 2 1 4 9
82 7L é & EU T, 3 2 11 kS 8
9% _[gi’a géi 25 6 %é 2;1 i:Tc. %fi; 13 IE g
1 H ) 2
12 1o o gl g3 0§ 4i2 3l 3;«‘ & 5
I ] 2 32 ]ﬂ-’;* 9 32 ?'—. 6 L 4;2 3 a2 I J:-o 4
12 10 3 6 4 2 3
12 9 6 3 2
1
51 3 41 4 3% 3 2 2 1% 1 L A

REMAINDER SCALE

RCMOVING COUNTER MECHANISM

Remove the counter bracket cover 4sn3, taking care that the drum
lalch spring 5sp3 is not lost.

Remove actuating lever alsp by first removing the screw 55010 and
plate 58DY.

Disconnect from upper post the springs attached to ratchet detent
13spl and stop lever a22spn; withdraw rafehet stop disc al6sp with
weight and chain; remove stop lever a22spp and drum latch Ssnd.

REPLACING COUNTER MECHANISM .

Asscmble stop lever a225pp, drum latch 5sp4d and screw.

Turn drum to position 25 above ‘A’ on the remainder scale and
lock.

Assemble the ratchet stop disc with chain and weight, making ceriain
rhar the stop on the raicher stop dise is on top of the stop at the end
oF the drum. This iv imporiunt.

Connect ratchet detent and stop lever springs.



COUNTER BRACKEL

The leneln Lo which strin material is sheared is decided by the drum: figures, one row of which is scen in the upper row of figures in
the ilTustration. Assume 71-cin leads are recuized, Dividing 71 by § gives 14 with a remainder o7 . Turn drum uniil whole number 14
(in extreme righi-nand calumn) comes above *A” on remainder scale, and lock drum in position. As the divisor wes 5, set the wedge
indicator pin 9sFl at 5 on ‘leads’ Indicator scale 9873, and place micrometer scale whee! al zeio. Then refer to remainder scale (1)
above it will be seen 1. Advance the micrometer scale wheel to ¢ (which is the same as 14/16ths), and adjustment will be complete.
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Replace actuating lever alsp and secure by plate 3309 and screw
Sspl0.
Replace cover 4sp3 and drum latch spring 5sp3.

ADJUSTING THE COUNTER MECHANISM

When adjusting this part, the machine has Lo be turned with the
pump handle engaged; it is therefore advisable to sze that the inetal
pol is swung back se that there is no movement of the pump piston.

See that the pump driving rod 2934 is correctly adjustad. Refer o
instructions under PUMP MECHANISM, D. 3%,

FEngage the drum latch 5spd with one of the higher numbers on
dram, ;

Lngage the pump handle: turn machine one complete revalution,
and then advance it to [10°

Slacken off the actusting rod eve lock nut a3sp? and adjust the
actuating rod 3spD to give actuating pawl 25D approximately .010"
clearange of tooth of vatcher 153pn, satting to the lourth Looth up
from ratehet detent 153spl. Lock the nul a3sp9 and turn machine to
see thar adjustment holds good.

Turin machine to 260°, slacken off actuating pawl trip pin lock nut
2spd. Rotate the actuating pawl trip pin 2303 to give approximalely
008" clearance belween actualing pawl 2sp and acluating pawl trip
pin 2sp3.

CONTINUOUS BORDER MATRIX LIFIFR

The border matrix lifter 115D consists of a slide having an inclined
bearing, acting as a wedge. When moved in one direction, this raises
the border matrix; when moved In the other direction. it clamps the
matrix to the mould. When the marrix is clamped to the mould sur-
face, any overthrow motion from the driving cam is absorbed by a
spring box 14sp.

ADJUSTING STRIP MOULD TR BLOCK DRIVING ROD

The position of the jet opening is very important when casting the
smaller sizes of strip material.

For further information see: ADJUSTING IHE JEI Prosiiion, under
SUPER CASTER LEAD ANDY RULE MOULDLS, | to 3 voint, p. 87, or under
SUPER CASTER LEAD AND RUTE MOUTTIS, 4 TO 18 poiNT, p. 99.

Gauges for checking the jet position will be found in all lead anc
rule mould boxes.

ADJUSTING STRIP CLAMPING LEVER AND SPRING BOX
mformation regarding the adjustments of these parts will be found
in the instructions for sirip moulds, see pp. 87, 99, 107. When adjusted



; STRIP SHEARING MECHANISM

"This is brought into action by the counter mechanism. When shearing is not required, the cutter cams reciprocate the actuating block

link a1, and the end of this moves without obstruction in a slot at end of cutter actualing plunger adsc. When shearing is required,

the counter lever alst makes a longer stroke, and presses against the cutter setting lever 8:G8, causing the rod a8sa3 to pull the cutter

setting block a7:G In Lhe path of the aclualing block link 1sG1, so that as the laller advances it pushes the culler actusting plunger

adsG, causing the cutter hlade to move forward and make a shear. In the illustration the righi-hand szction shaws cutter actuating
plunger a4ss oul of action, and ihe left-hund section shows plunger in aetion,
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for | o3 point, they will also be correet for 4 to 18 point, and for
furniture casting.

STRIP CUTTING AND STACKING MECHANISM
(FOR PLATE SEE P. 36)

THIS MECHANISM is for shearing strip material Lo required lengths and
stacking it on the galley.

It is operated by the cutter cams x11sc through culler cam lever
12s¢ and cutter actuating block link Iscl, and is controlled by the
counter mechanism.

The culler actuating block 156G moves in the slot in culler actuating
plunger adsc until the cutter selling block a7sG is brought between
cutter actuating plunger abutment a4sGl on cutter actuating plunger
and the projcction on cutter actvating block. This cutler setting block
is brought into engagement by aciuating lever alsp which, when the
required number of casts has been made, makes a longer stroke and
operates the upper end of cutter setting lever 8sGR. The lower end of
this lever %sG is connected through cutter setting lever rod yoke 8sG2
and eutter setting lever rod a8sG5 to cutter setting block.

It will thus be understood thar the lengthened stroke of the actuating
lever alsp moves cuticr sctting block a7sG into an operative position.

When the cutter setting block a78G is in cngagement, the - cutter
actuating block 1s¢ and culler actuating plunger adsé move ds onc
piece, and heing connected by the cutter actuating plunger link adsc3
Lo the cutter actuating lever a2sa, they move the cutter blade forward
and shear the strip agsinst the shear blade 24sG.

THD LEAD STACKER LEVER

‘The lead stacker lever al9sG Is fixed to the same shaft as the cutter
actuating lever, therefore when a shear takes place the lead stacker
2168G is carried forward and pushes the product against the stacker
support blocks x20sc clear of the next strip.

ATller u shear has been made, the pressurc is released from the cutter
setting block causing it to he pulled out of engagement by the spring
85G13. The cutter acluating plunger adsG is returned (o ils original
posilion by the spring 48G35.

When casting dashes. the ront of shear blade 245G is set to the mark
on the palley plate allsG, corresponding to the length in 12-point ems
of dash being cast and the cutter blade 536 must be taken out and
reversed.

When casting furniture, the following parts of the galley mechanism
must be removed: cutter actualing lever pin 25¢4, lead guide brackel
51556, cutter blade bracket b6sG and lead stacker bar 163G7.

D
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DISMANITING THE STRIP CUTTING AND STACKING MECHANISM

To temove culter blade bracket b6sc, turn machine to 360° and
loosert lock serew a2sG3. Then push in cutter actuating lever until the
actuating lever pin b2sG2 can be taken out through hole in bracket
233G. Withdraw the cutter blade. Take ont iwo screws 135Gl from
lead guide bracket bl 5¢a and screw absa3 from the cutrer blade
hracket bosG. The culler blade bracket and lead guide bracket can
(then be taken off together.

REMOVING THE COTTER SETTING LEVER AND 3 rop

Disconnect spring 85613 [rom spring post 8sal4.

Remove split pin 8sa4 and yoke pin 88

The cutler setting block a7sG complete with rod agsed and yoke
;2 can now he removed.

Knock out pin 8sG11 from the culter setting lever BsGa.

The cuticr setting lever group can now he removed.

REMOVING GUTTER ACTUATING BLOCK

Turn machine to 350°

To remove cutter actuating block 1sG and plunger 44sG, complete
with cutter actuating block link | sG1 and link yoke 18G2, remove split
pin 1sG4 and take out the link yoke pin 1sG3. Remove split pin 2565
and iake out the cutter actuating lever pin 2sG4.

Disconncet the spring 4sG3 from the spring post 45G6. This unit
complete may then he taken out through the hole in main stand.

ROMOVING CUTTER ACTUATING LEVER _

To remove culter actuaiing lever 275G and lead stack®r lever al9sG,
clacken the lock nut 17565 and disconnect the lead stacker connecling
rod al7se: knock out the two pins 2566 and 19565 and drive out the
actuating lever fulcrum pin a2sG1.

REMOVING LEAT STACKER

To remove ihe lead stacker alpsa, loosen lock serew al¥s2 and
pull lead stacker towards front of machine; this will carry with it the
lead stacker fulerum pin 18sG and enable the lead stacker 1o be with-
drawn.

ASSOMBLING TIIE STRIP CUTTING AND STACKING MECHANISM
Replace lead stacker alGsG, push in lead stacker fulcrum pin 188G
and lock in posilion with screw alBsG2.
Assemble the cutter actuating lever a2sG and lead stacker lever
195G drive in the actuating lever fulerum pin a2s;| and secure with
the two pins 2566 and 19sG3. As the fulcrum is a tight fit, care should

A
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he talcer to see thar the pin holes are in correct alignmeni before driving
the fulcrum in position.

Connect up lead stacker connecting rod al7sc.

Tnsert cutter actuating block and cutler actuating plunger (complete
with link Isal and link yoke 1sG2) throngh hole in main stand; con-
nect ta-cam lever with pin 1862, and to culicr actuating lever a2Zse
with pin 2564, Connect spring 4sG5 Lo spring post 43G6.

Place in position the cutter sctting lever 85G complete with rod vole
85G2, rod a®saS and cutter setting block a’sa.

Push cutter setling lever fulcrum pin 8sG12 up through its hole in
the main stand; assemble the cutter sclting lever 8568 and secure with
pin 8sG11.

Connect the culler setting lever spring 8sG13.

Replace the cutter blade bracket bésc and Lhe lead guide bracket on
main stand; sscure with screw aésa3 and two screws 138G,

Assemble cutter blade 53¢ in bracket.

Push in the actuating lever a2sG until the acluating lever pin b2sc2
can be pissed through the hole in brackel a3sG; connect with blade
55G. Lock the pin in position with screw a2sG3.

ADJUSTING POSITION OF CUTTER SETTING BLOCK a78G ANDG CUTTER
ACIUATING BLOCK LINK 15G1

Fngage pump handle and depress the cxlension of the stop lever
a22spp so that the actuating lever can make a longer movement.
Turn machine to 270° (in this position the actuating rod yoke is in
contact with main stand casting). Adjust the screw 85G9 in cutter setting
lever 8sGS so that lever has 44 “ of frec movement before reaching its
stop plate ¥3G17.

With pump handle still cngaged, depress the extension of the stop
lever 222spp so that actuating lever can make a larger movemcnt.
Then turn handwheel to 2207, Slacken nuts 1565 and 1566 and adjust
cutter actuating block Tink 1sG1 to give %" clearance hetween end of
cutter actuating block 1sG and the cutter setting block a7sG.

With pump handle released, return machine to 2707 and adjust the
rod a8sGS until the cutter setting block a7sG can be moved 5" toward
rear of machine before contacting the side of cutter actuating block 156.
ADJUSTING LEAD STACKER al05G

The connecting rod al7sG must be so adjusted that when the cutter
blade 55G is drawn into contact with lead or rule for shearing, there
is a clearance of ¢” between product and face of lead stacker bar 168G7.

PUMP MECHANISM

Ta® ACTION of the pump mechanism is as follows: as the pump bell
crank 1$SH rises, taking with it the piston operating rod 16sm, the
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NQZZLES AND TOOLS

1 to Il MNerrles; A, B, €, T3 Cleaning Tools; F—Pump Piston Txtractor;
F—Mozzle Scating Plate; G, H—™Nozzle Taps; J, K—Nozzle Squaring Posls;
L, M—Well Arm Drills,
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lower crosshead 16sH1 compresses a spring cncircling the pump body
spring rod 27sHl, causing the latter to rise by the spring acting against
a shoulder at the upper end of the rod. Crossheads 16sH3 and 27s112
are alltached to the upper ends of these two rods 16sH and 27sul.
Two levers xalSsix and xa21su are connected to these crossheads, the
lower lever terminating in the pump body and the upper lever operating
the pistom. AL a given distance in the rise of the rods 16s1 and 27sml,
the latter is checked in its upward motion by the nuts 27sm12 and
27sH13 coming in contact with the swing frame post b33sm, or with
one or more leaves 2851 attached to the swing frame post b33sH which
may be brought into. use, according to the product being cast.

Although the progress of the pump body spring rod 27su1 becomes
arrested, the piston operating rod 165H continues its upward motion,
with the result Lthat the piston lever xal5sH is rocked by the piston
springs causing the piston to descend. As the piston lever is connected
by a link a30s# to the pump body lever, the upward motion of the piston
spring rod'&17sirl inlifting the end of the piston lever has also a tendency
to Lift the pump body lever. At the other end of these levers, the piston,
in descending, is opposed hy the pump body trying to rise; in shorl, the
pump body and piston are working against cach other. Were it not for
this action, the nozzle would be forced awayv from the mould, because
the pump body lifting spring 24sH would not be strong enough to with-
stand the pressure exerted by the piston. When the mould has received
the full guantity of metal required ro form the body of the product, the
piston operating rod 16s11 will not have completed its stroke; its surplus
maotion will be absorbed by the piston springs.

The pump bady rises in a perfectly vertical direction through being
supported at each end upon scparate levers a23sun and 22sHir; these
levers are operated by a spring 24st1, which in Lurn is operated by the
pump body operating rod lever 2651 terminating under the piston lever
Xal3sH. As the latter rises, the lever 268H is released, and the spring 24s11
clevates the pump body till the nozzle becomes seated in the mould base,
As the piston lever xal 5sH descends, it depresses the pump body operal-
g rod lever 20811, causing the pump body to recede from the mould.

All pump connections should be free and kept well viled. The piston
must slide freely in pump boady, but should never be filed or cleaned with
an abrasive. Before replacing piston, warm it, and see that it is clean. Use
correct pump body (i.e. §" or 14°) for product being cast in accordance
with that shown on PRODUCT INFORMATION TABLES, pp. 156, 157,

ADTUSTING PUME DRIVING ROD 298H

With the piston operating rod crosshead 16su3 resting on the stop
collar a3lsH, and the machine turned to 120°, adjusl the pump driving
rod (this has a right- and left-hand thread at the ends), so that there
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is & clearance between the end of slot in pump driving rod link a29sHl
and pin a24sc3. An act uating rod 3spn aitached to the pump driving
rod 29s11 is also connected to the counter actuating lever when casling
strip material. When counler head is not in use, the rod should be
placed out of action by connecting Lhe eye a3spi to housing 383,

PUMP RELLASE

Turn machine t0 120° and adjust length of rclease by means of the
adjusting screw 29sH18 so that there is approximately J;" clearance
between the abutment laces of release and cam lever.

The serew holding the fwo parts together musi he well slackened off
to allow adfusiing screw 1o be rotafed.

When locking the parts together, see that the adjusting screw head,
and one face of hexagen, arc correctly positioned on lower half of
relensc.

NOZZLE POSITION

When checking this adjustment, use nozzle 12383 in 14" pump, or
nozzle 12842 in g7 pump.

T'he metal pot must be positioned so that the nozzle is quite free
to seat in mould. To test, remove piston and pump links, attach nozzle
setting gauge 10sT and place machine and metal pot in casting position.
Depress operating rod lever 26sw, and see that nozzle scats quite freely
in the setting gauge when the operating lever iy released, If the nozzle
is not scating central with the setting gauge, note carefully the direction
in which the metal pot requires Lo be moved fo bring the nozzle into
the desired position. Lower the metal poi und slacken the nuts 10sHT.
Now raise the meral pot into position. The nozzle can now be cenfred
by adjusting the screws gl and 32502 to bring the mietal pot into
the desired position. Tighten the nuts 10s117 and re-check.

SOUARLING NOZZLE TO MACHINE BASE

With machine and metal pot still in casting position, place berween
the lifting lever and the stand support sufficicnl packing just to [ill the
gap, then lower the metal pot.

Remove nozzle and nozzle sctiing gauge, and return metal pot to
casting position with packing still in the gap. Attach noze squaring
post 7sTl or 7812, and, by means of a square, 1cst that the post is
correctly at right angles to machine base.

Remove packing and squaring post, then eplace nazzle and nozzle
aauge; if necessary, readjust nozzle position. )

PUMP
With mould and matrix holder containing 4 blank matrix in positien,
insert piston in pump body and raisc metal pot to casting position.
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Fngage pump release. See that the Tower leaves 23sH and latch 3sH
are disengaged. Loosen the nuts 27si112 and 27sul3 at lower end of
rod 27sul so that they are well clear of casting, and turn machine
to 220°,

Loosen the pump body spring rod crosshead stop post nut 27sH9,
then turn the crosshead stop post 27sHS8 in a clockwise direction unil
the pump lever connecling link pin 30sHl is quite frec in the hole
in pump lever connecting link al0sy. Now Lurn the crosshead stop
post 27sH8 anti-clockwise until the connecting Ik pin commences to
contact the piston lever. Tn that position again turn the crosshead stop
clockwise half a turn and lock in position with the nut. Finally adjust
the upper nut 27sul2 at lower end of rod 27sul until it contacts
with this casting. Then turn machine to 100" so that the nuts 27sH12
and 27su13 can be locked firmly in position.

PUMP BODY HAT VALVE 195113

This ang its seating should always be clean, and the valve should
have a cleat hale in its centre. This valve checks the return of the metal
from the nozzle, but if too much metal remains in the nozzle, stop-casting
is likely to resuit.’Uhe small hole in the valve allows a small quantity
of metal to return during the up-stroke of the piston, and this prevents
slop-casting. On the other hand, il the hole is too large, insuflicient
metal will remain in the nozzle and metal channel, and defective types
will resull.

To regulate the inlet of metal beneath the piston, slacken the lock
aut 13sH3 just above the piston stem end, and turn the stem end screw
el3sH2 in or out as required and lock in position with nut.

LATCH 38H, UPPER LEAVES 9SH AND L.OWER LEAVES 28SH

After the pump adjustments have been made as explained, it will
be understood that the piston stroke will commence immediately the
pump body spring rod nuts 278112 and 27s113 reach the casting of
the swing frame post. This is the action when casling small tvpe, but
improved results arc obtained when casting large type and other
marterial if the piston is given a more sudden descent.

To provide for these conditions, the pumping mechanism is fitted
with a latch 3se, cight upper leaves 9si and four lower leaves 28sH,
5o that the piston springs al7sd and 17se10 may be further compressad
and then suddenly released, causing a stronger and quicker pressure
to be applied to the piston.

The trip latch is attached to a shaft 8sH1H, the lower end of which is
fixed in an arm 8s#2, guided by a stud running from the lower end of
the pump body spring rod crosshead eye 27sH3. Running on the shaft
2sH1H is an abutment 45/, having an arm upon the upper end which
rests on the piston spring rod eye 17sH2.
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When the trip latch is placed in action, the piston springs alish
and 17sH10 are prevented from operating until the latch is tripped.
Therefore when the pump body spring rod is arrested by the nut
27sH12 coming in conlact with the casting or the leaves 28sH, the
piston operating rod continues to rise, carrying with it the piston
operating rod crosshead 16sH3. This compresses the piston springs
al7si and 17su10, but the piston will not act, as the trip latch halds
up the abutment 4sH, and this in turn holds up the pislon spring
rad al7sHl.

As the piston crosshead continues to rise, it (rips the latch, and this
releases the piston springs al7sH and 17sH10, causing sudden pressure
o be placed on the piston.

As both the length and strength of the piston stroke need to be
varied according to the cubic content of the types to be cast, it has
been found to b un advantage to position a group of eight leaves 95K
near Lhe trip latch, so that one or more of the leaves may be inserted
hetween the piston operating rod crosshead 16503 and the trip latch,
thus causing the latch o trip eaclier.

The leaves are hinged on a stud in the upper end of the piston
operating rod [6sH, and therefore rise as the piston operaling rod
rises; conscquently the greater the number of leaves placed in action
the earlier will the piston spring rod be tripped.

Fach of the lower leaves 28s1 causes the piston operating rod 1011
to be acted upon earlier, and cach of the upper leaves 9sH causes the
latch to be tripped carlicr.

A very wide range of pumping conditions is made possible by the
different combinations available in connection with:

1. The lower leaves, o
2. The upper leaves.
3. The adjustment of the piston spring rod nut al7sus,

PRODUCT INFORMATION TARIES (pp. 156, 1537} are included in this
ma=ual shawing how Lo adjust the piston spring rod nut al7s#3, and
the number of upper and lower leaves to be brought into usc [or casting
various products on the Super Caster. There can be no hard and last
rule about these instructions, us the quality of type metal varies con-
siderably, and worn pistons and pump bodies give resulls dilTerent
fram thosce obtained on new machines. The operative should therefore
make out similar charts to suit his own conditions and experience.
After a little practice at the machine, carefully studying the effects
ohtained by the use of diffsrent numbers of leaves and different degrees
of compression of the piston springs, the operative very soon ucquires
experience which enables him automatically to adjust the pumping
mechanism to suit the conditions of the product he is casting.
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Although there are four lower leaves and eight upper leaves, it will
be found in practice that not more than a total of eight should be in
use al the same tme.

ADJUSTING TIIC LATCII 351

The nuts 8513 and 854 at upper end of latch stand shaft should be
adjusted so thal there is a slight clearance hetween latch and abutment
plate 4sil.

To place the latch in or out of action, move the latch pin X6sH up
or down as required.

ADIUSTING THE PUMP RODY OPERATING ROD LEVER 268H

Place in position four lower leaves 28sit and trip latch 3su. Remove
all upper leaves 9su. Engage pump release, place operating lever under
the deep groove in piston lever and lurm machine to 225", Adjust
the nuts at top end of pump body operating rod 23511 to give lever a
<" clearange in groove,

ADJUSTING THE PISTON OPERATING ROD CROSSHEAD STUD 165H5
This stud allows Lhe nozele o seat just before the cast takes place,
and takes it away just after the jet cuts off. With all leaves out of
aclion, engage pump release, turn machine to 360°, and adjust stud
just to contact pump body operating rod lever 26sH. The adjusl-
ment may be varied {according to quality and temperature of metal)
to prevent stop-casting, bul i the noszle is removed from mould
before the jet is cut off, splashing round the nozzle will occur.

SPEED REGULATING MECITANISM
(FOR PLATE SEE P. 46; FOR TABLE SEE PP. 150, 151)

THE oBTRCT of this mechanism is Lo provide the speed required to suit
various classes of product. The speed of casting varies in inverse pro-
portion to the cubic content of metal pumped into the mould.
Eighteen speeds are obtainable, in addition to the top speed when the
gears are placed out of action. All matrices are marked with the set
size of the type that will be cast from them, and a chart is provided
(sez pp. 150, 151) which shows the speed at which the Super Caster is
to be run to produce these set sizes in any point size of body.

The maximum speed of 144 ropan. is obtained when the machine
is driven direct from the pullev (2H4 position). The speed regulating
mechanism gives a range of speeds from 4L to 125 r.p.m. An indicator
plate is provided showing the positions of the control handles to pro-
duce the different speeds.



' SPEED CONTROL HAMDLES

By manipulating the five handles, eightesn speeds are obtainable n addition to the top speed when tha gears are placed out of action.
When not on top speed, the three right-hund handles must be in posilivns 3-H-1 or 2-3-G. To produce the top speed of 144 revolutions
per minute, the handlas should be in 2-H-4, To turn machine easily by hand, tha right-hand lever should be in H.

3-H-1 control AD BD CD AE BE CE AF BF CF 2-3-G control AD BD CD AE BE CE AF BIF CT
Speed < S35 102 83 b8 35 45 3§37 3B @5 Speed - 22 18 15 12, 49 3 6% 5% 4l
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‘T'he mechanism is fitted with safety devices Lo prevent the machine
being started with the gears imperfectly meshed.

REMOVING CAM LEVERS

Remove camshaft nut 7sc® and washer 7sc9. Slide off loose pulley
b22sc, the driving pulley g21scc, and clutch 2Iscl. Take off belt
shifter ring rod end 4sc3 and allow the belt shifter ring a3sC to move
down. Turn machine to 360°. Remove two screws aldsal and take off
type carrier cam lever guard bldsa. Remove serews 5SC2 and 5sc6 and
lake off automatic stop mechanism complete. Disconnect all cam lever
connections, the pump cam lever to be disconnecied as follows: loosen
lock nuls 29sn2 and 29sH3, disconnect actuating rod eye a3spd
and unscrew pump driving rod 29sH. Turn the machine to approxi-
mately 100°. Remove Mrout gear guard cover plale 135¢3 with three
screws 13scd. Remove [ront gear guard bl3sc and two screws 13scl
and 13sc?2. Remove cam lever shafl screw 6sc4 and washer 63¢5 and the
Tover shaft retaining screw 6sc3. then the cam lever shafl can be re-
moved. ‘L'he type carrier cam lever Xb26sc must be removed first and
then follow on with Lthe remainder of cam levers.

REMOVING T1IL CAMSHAFT STAND AND CAMSHAKIS

Turn off water.

Disconnect the water pipe drain assecmhbly bl6saa and the waler
pipe supply assembly bl9sala.

Remaove the water service bracket screws al7sa? and 17843 and
remove water service bracket al7sa. Take oil trough 7sA8 from the
column by removing (wo screws 7s49. Remove the oil pan b20sc by
Jloosening the screws a20s¢2 and 20sc3. Take out screws 235112 and
remove the gear guard a26si1s. Remove long camshalt sland screws
9scs from inside the main stand. Obtain help at this stage whilst taking
out the short camshaft stand screws 9sc6 [rom the camshaft stand
49scc, taking care of the back gear safety lever stop rod 10s8 when
lifting off. To remove the camshafts, take off the four caps 9scl and
the shafts complete with cams can be lifted out.

REMOVING GALLEY RRACKET

Remove the matrix box tray screws 29sG4 and 29s635, take off matrix
hox tray 29sG1 from galley. Remove lead stacker connecling rod eye
lock nuts 17sG5 and 17568 and unscrew the conmecting rod alvse.
Loosen the air pipe union 5547 and take off air pipe. Remove gallcy
bracket screws 9sG1 and hexagon-headed screw 9562, and, with help,
remove galley bracket complete.
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REMOYING PUMP BRACKET

‘lake oft ingot feeder 19su. Remove the pump body and piston from
metal pat, Empty metal from metal pot and turn off the electric mains
switch, Remove the mains leads o the swilch box. Disconnect pump
driving rod yoke 29sH1S5 by removing the driving rod yoke pin screw
295H6 and removing the pump driving rod voke pin 29su4n. Wind
the metal pot down and remove swing frame post screws 33sHl and
a33su [0, Now wind metal pot-up to working position and, with help,
remove the serew a33sa11. The pump bracket can now he lifled off
the main stand.

REMOVING THE MAIN STAND AND SPEED BRACKET ASSEMBLY

Remove the main stand cover 12sa. Take oul main stand locating
screw 10sal, the two screws 10sA2 fixing main stand to speed bracket
and lwo screws 7sa7 fixing main stand to column. With help, lift off
the main stand. Remove screws 25sp8 and then remove gear box
assembly complete.

DISMANTLING TIIE SPEED REGULATING MICITANISM

Remove two pulley clutch lever bracker screws 16sB1, pin 17sB3,
clutch lever group x16s8, and sliding gear cl4sg.

Remove four handles 2sel, al5sel, 20s81 and a2lsnl, springs 2sp2,
al3se2, 20882, and 421582, and posts 28r3, 4158, 20sk3, and a2lsel.
Knock out taper pin 854, remove back gear control lever 8sB. Take
out three speed hracket cover screws 25315, remave speed bracket cover
25sn4, and back gear control lever safety spindle 8s83. Remove sixicen
speed bracket cap screws 25sB3, take off the caps. Lift out back gear
[sB and shall 1ssl. Lift oul sliding gear shaft pear (front) 24ssl, sliding
gear shait gear (rear) 24sp2, and shaft 24spp. Lift out driving shaflt
(rcar) bl3ssk complete with gears 13s82 and 13sel. Lift out driving
shaft front 12spe complete with gears 12582 and [2ssl, back gear
clutch gear 33, back gear clutch pinion 658. Remove nut 11snl, take
out the control levers fulerum pin [lsg. To remove the foor control
levers, take out the four split pins and three stop rod voke pins. Remove
pulley driving clutch safety rod 18se, complete with link 1¥sel, eve
18sm5 and voke 18s82. Remove lulerum pin 481 and split pin 4583, and
take out back gear clutch lever 4sBB and rod 538, complete with eye 5sp4
and yoke 5ssl. Remaove back gear clutch safety rod 7si, complete with
link 7spl and yokes 7582 and 7855. To remove the two sliding gear salcly
rod yokes 2288 and 23sB¥, knock out the taper pins 22589 and 23sn9,
withdraw sliding gear (ront) safety rod 22se complete with link 22sk1,
and yokes 22582 and 2253, and take out the sliding gear (rear) safety rod
23sk, complete with link 23zl and vokes 23582 and 23se3. 'T'o remove
safety rod lever 19se, take out the fulcrum pin 19sBl1.
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The safety rod links 7sl, 18sB1, 22se1 and 23581 have been set 1o the
correct length and their adiusiment should not be disturbed unless necessary.

ASSEMBLING THE SPEED REGULATING MECHANISM

Replace saflety rod lever 193n and fulerum pin 19se1.

Reassemble the sliding gear (rear) safcly rod 23se, complere with link
sel, yokes 23582 and 23sB3, and connect sliding gear salcly rod yoke
3skB, fixing with taper pin 23sBY.

Reassemnble the sliding gear (front) safety rod 22se, complete with
link 22581, vokes 22883 and 223r2, and connecr sliding gear safety rod
voke 22sp8 and taper pin 22589. When connecting sliding gear yokes, Lhe
concave end should be nearest the operating handle end of brackat.

Replace back gear clulch safcty rod 7se with link 7sel and two
vokes 752 and 7sBS.

Replace back gear clutch lever rod 5sp with eye 5554 and voke 5sel
and back gear clutch lever 4sem, and secure pin in lever to eve 5sp4 and
voke 7sB5 wath split pin 7srd. TLock lever 4sur with fulcrum pin sel.
Reassemble pulley driving clutch safely rod 18se with link 18sel, eye
lEsed and yoke 18s2. Replace four control levers in the fﬂilnwmg
order: first 208k, second 2se, third 21sp, fourth 15sps. Connect the
three stop rod yoke pins and four splil pins. Replace the fulerum pin
11se and lock with nut 11sel. Ensure that bearings and caps arc clean.
Asscanble driving shaft (front) 12s8p, complete with gears 12582 and
12sn1, back gear clutch gear 3se and back gear clutch pinion 6sb.
Assemble driving shaft {rcar) bl13srr. complele with gears 13582 and
13s81. Replace sliding gear shaft gear (front) 24sBl, sliding gcar shaflt
gear (Tear) 2452 and shaft 24sps. Replace back gear 1sn and back gear
shaft 1ssl. Replace speed bracket caps and screws 25383 in correct
positions marked thercon. Replace the hack gear safety spindle, en-
suring that, with the back gear out of mesh and with the lever 8sg in
the “H’ paosition, the safety pin 15586 in lever 15spp is engaged with
slot in spindle 8385. Replace speed bracket cover 25sid and the three
serews 238p5. Assemble back gear conirol lever 8si and pin. Assemble
four handles 2381, al3sBl, 20sel, aZlsnl, springs 2502, al3sp2, 20582,
aZlsr2, and posts 2se3, aldse5, 20se3, a2lse3. Slide the gear cl4sn on
to shaft bl3ssB.

The pulley (driving) clutch lever group 163w showld nor be assembled
until the camshaft stand is in place

Lo
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\SSEMRBTING SPEED BRACKET AND MAIN STAND

With help, place the gear box on eolumn. Assemble and tighten up
the three speed bracket screws 25sB8. Locale the main stand in posi-
tion on gear box and fix the locating screw 10sal. Replaf..e two main
siand screws 10sa2 and tighten. Assemble and screw in place two
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column screws 7sa7 at each end of the righi-hand side of main stand
and tighten. Place in position the main stand cover 12sa.

ASSEMBLING CAMSIIAFT STAND, CAMSHALFLS AND CAM LEVERS

See that all bearings and caps arc clean. Qil, and place the camshafts
in position in the camshaft stand. Assemble all the caps and screws
making sure the caps are assemblad as indicated by the numbers
stamped therson. With help, place the assembly into position on main
stand and secure with three short screws 9sc6. Replace two camshaft
stand screws (long) 9s¢S inside main stand. Replace the cam lever
shaft gear 6sc:1 and lever 12sc. See that zero marks on gears coincide.
Slide in cam lever shaft 6sC to engage cutter cam lever and gear 63Cl
temporarily and turn machine to approximately 100°. Replace the
cam levers in the following order: the matrix cam lever, Lype carrier
cam lever, type pusher cam lever, pump cam lever, and then the mould
bladz cam lever. Locate the cam lever shaft in final position and fix with
retaining screw 6sc3. Replace cam lever shaft washer 6sc5 and screw
6sc4. Replace the oil trough 7sA8 with two screws 7sA9. Replace the
water service brackel al7sa with two screws al7sa2 and 17s43. Couple
up the water pipe drain assembly blésaa and water pipe supply
assembly b19sa2a. Turn the machine to approximately 350°. Replace
the gear guard bl3sc with two screws 13scl and 13sc2. Replace the
gear guard cover plate 13sc3 with three screws 13sc4. Replace auto-
matic stop mechanism with two screws 55¢2 and screw 3sch. Replace
the oil pan b20sc with screws a20sc2 and 20s¢3. Assemble type carrier
cam lever guard hl4sa. Finally, replace starting handle, loose pulley
h22sc, driving pulley g21sce, and clutch 21scl and tighten with nut
7sc8 and washer 75¢9. :
ASSEMBLING PUMP BRACKET ¢

Assemble pump driving rod 29sH into the yoke 29sul5 (left-hand
thread) and then couple up the actuating rod 3spD to the actuating rod
housing 3sp3 with the actuating rod eye pin 3spl0p. Now screw in
the pump driving rod link a29sm| allached to the pump cam lever.
With help, replace the pump bracket and melting pot on to the edge of
column and fix with the screws a33sall. 4335110, and 33s1l. Connect
up the pump driving rod yoke 29sa15 with the pump driving rod yoke
pin 29su#i1 into the upper hole of bell crank [8sH and [ix with the
screw 29sH6. Connect up mains leads to the switch box. Replace the
ingot leeder 19su, also the pump body and piston.

ASSEMBLING GALLEY RRACKFET

Place the galley bracket on to the main stand and fix with screws
9sc1 and screw YsG2. Screw in lead stacker connceting rod al7sG with
lock nuts 17565 and 17s68. Connect air pipe union. Replace matrix
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hox tray 29sGl and screws 29sG4 and 29sG3. Connect up the cutier
actuating block link yoke IsG2 with pin 1sG3 and split pin 18G4,

OIL BATH FOR CAMS

‘Ihe oil pan b20sc: is designed Lo give a constant supply of oil to
the cams and cam rollers, camshaft gears, speed regulating gears, and
to prevent overflow of oil.

There are two oil pan compartments. The larger one is for cams and
rollers, and has a series of sub-compartments and an oil scraper; the
smaller one is [or the camshatt gears.

The cams and cam lever rollers are splash lubricated, oil being
picked up by the driven cams from the sump in the larger compartment.

The camshaft gears arc lubricaled by oil transferred from the back
gcar clutch gear 3sp to the camshaft gear 7sc3. An oil seraper is fitted
and excess oil is thrown oft into the smaller compartment of the oil pan
and led by a channel to the trough 75a8 and sump in the column a7sa.

The column is also divided into two compartments, the larger for
the main speed regulating gears and the smaller for the hack gears [sb,
clutch gear 3sp, and back gear clutch pinion 63x. These (wo compart-
ments are connected by a small hole which regulates a supply of oil
ta the camshaft gcars by means of the clutch gear 3se. T'he speed
regulating gears are all splash lubricated.

OILING CAMS AND CAM LEVER ROLLERS ;

Pour one quart of gear oil through the aperture marked ‘cams™. Allow
about 30 minutes for the cil to spread evenly over the oil pan, then
renove plug 20sc8 and see that oil will just llow from the plug hole.
This level must be maintained.

OILING CAMSHAFT GEARS ANI) SPEFD REGULATING GLARS

Fill sump by means of the aperturc marked ‘gears” until oil reaches
hottom of countersink in oil level gauge alldsa on rear of column.
Replace cover 95C10.

Check weelly that the oil is at correct level in oil level gauge al3sa
and, if necessary. transfer surplus oil from gauge al3sa to the oil pan b20sc.

USE RELIABLE OILS
satisfactory oils for the gear box and cam bath are:

Maker Description
Dick & Co. .. Heavy Gear Qil ‘M’
Duckham & Co. .. Gear Oil ‘W
I'rice & Co. .. ‘Motorine” Gear Oil, Batiersea ‘I’
Shell - .. Shell Qil B.L.4
Vacuum Qil Co. .. 5/V Cylrex Oil No. 18 Mineral

Wakefield & Co. .. Gear Oil
It is important that only hest oil should be used.
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AUTOMATIC INGOT FEEDER

THE AUTOMATIC TNGOT rreDER 1930 fitted to the machine enables the
molten metal to be maintained at a constant level with the minimum of
attention on the part of the operative. As the ingot becomes pre-heated
by conlinued contact with the mollen metal, the lemperature of the
metal in the pot is not subject to frequent and sudden depressions as in
the case of hand-fed ingots. The mechanism consists of 4 sensitive
escapement actuated by an iron float in the molten metal. As the metal
in the pot becomes lessened, the float sinks a corresponding degree,
causing the chain altached o it o release the escapement shoe and
so lower the ingot into the molten metal.

ADIJUSTMENTS

With the machine in casting position and the metal level approxi-
mately " below the surface of the metal pot. loosen the screws 56514
and 57su2 and swing round the feeder and ingot into a position free
from all obstructions. Adjust the chain and float anchored to the
escapement brake operating bar extension 56sH28 10 maintain operating
level of metal in melting pot. To do this, unhook the chain from the
escapement brake operating bar extension and engage it into a suitable
link until the level of metal is maintained. Tighten up screws 56304
and 57sH2. If the chain needs adjusting verticallv, loosen the nut
568026 and slide Lhe escapement hrake operating bar extension along
until the correct position has been found, then tighten the nut 56s1126.

An adjustment is provided for the escapement brake whereby a varia-
tion of spring pressures can be applied by wmeans of the cceentric
spring post a56sH30. o

AlIR BLOWER

THE BLOWER ROTOR is gear driven from the driving pulley bh2lscc.
This rotor eccentrically mounted in the casing is fitted with sliding
blades, which, by centrifugal force, form compartments inte which air
1s drawn and delivered. 'l'o disengage the blower, slacken the two lock
screws a218A2, swing Lhe blower oul of mesh and lighien lock screws.

ELECIRIC MELTING POT ATTACHMENT
(FOR PLATE SEE P. 2)
THIS ATTACHMENT consisls of a metal pol in which two clements arc
attached to a connecting box, and a box containing an automatic
temperature regulator, douhle pole switch and ammeter.
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Changing the elements—If an element gives (rouble, unscrew the
cover of the connecting box and detect the faulty element with the aid
ol a testing lamp. Having done this, switch off the current, remove
the pump body and piston, empty the metal pot, remove the pump
bady lifting levers a23si1 and 22sHH, disconnect the cable on conneet-
ing box, release element from connecting box and release the clips
holding element in position. Then attach a new element and reassemble
all parts.

It no facilitics are available for quickly detecting the favlty element,
it is advisable to disconncet the two wires on the connceling box,
remaove both elements complete with box and replace with a spare set,
which it is always advisable to have in store,

Automatic Temperature Regululor—A stee] bulb containing mercury
15 inscried in the melting pot and connected lo the antomatic regulator
by a metal tube of very fine bore; the other end of this tube is con-
nceted to a spiral tube. As the mereury in the bulb is expanded by the
heat, the spiral tube tends to vnwind and lengthen, putting pressure
against a lever causing it Lo lilt a4 small glass tube containing mercury.
In this glass tube there are two pockets in which the terminals are
fixed, When the glass tube is horizontal, the mercury content extends
from one packet to the other and complates the circuit. When the glass
tube is tilicd by the movement of the spiral tubc, the mercury accumu-
lates in one pocket and briaks the circuit.

TYPE STACKER

THIS ATTACIIMENT enables the smaller sizes of sorts to be stacked in
line for the full length of the galley. The frame 30sG6, which carries
an adjustable bar 30sG G, is clamped to the galley 2si.l. The type is
pushed into a channel formed by the right-hand side of the galley 2sL1
and the bar 30sGle. The forward end of the line of type is prevented
from falling by resting against a support 33156 or x32s¢.

MOULDS

THE FOITOWING MOULDS are available for usc on the Super Caster,
and their use is described more fully in the following pages:

SMALL TYPL COMPOSITION MOULDS, 5 TO 14 POINT

Designed for use on a Composition Caster for casting type in any
size from 5 to 14 point from .27 matrices. A separate mould is re-
quired for casting type of cach point size. The 13- and 14-point moulds
produce type with a slight bevel on the upper edge; this is to give

E
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MOULDS
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the matrices a larger seating area on the mould. ‘The type nick is on
the right-hand mould blade block.

To enable these moulds to be used on the Super Caster, an adaptor
base must be used.

QUAT ANM SPACE MOULDS, 6 10 12 POINT

Desizned for use on a Composition Caster and Display Tvpe Machine
to cast spacing material up to 3 ems long in any size from 6 to 12 point.
The mould is similar in construction to the small type composition
moulds series 22,000, the most important varialions being:

1. A mould blade is supplied for each point size required.

2. The side block springs are replaced by a clamping bar 13641
which also acts as a blade cap.

3. A distance plate 11521 is provided for use when casting & to
8 point material.

'I'o enable these moulds to be used on the Super Casler, an adaptor
hase musk be used,

LARGE TYPE COMPOSITION MOULDS, 14 TO 24 POINT

Desipned for use on a Composition Caster for casting type in 14,
18 and 24 point from 4" matrices. These consist of a base containing
interchangeable mould blade insets, one for each point size. The type
nick is on the right-hand mould blade block.

To enable these moulds to be used on the Super Caster, an adapror
base must be used.

DISPLAY TYPE MACIINE MOULDS, 14 TO 36 POINT

Designed for use on a Display Type Machine for casting type in 14,
18, 24, 30 and 36 point from large display lype matrices. These con-
sist of a base containing interchangeable mould blade insets, one for
cach point size. The type nick is on the left-hand mould blade block,
as the display maltrices are positioned on the mould in a direction
reverse to that of the composition matrices.

To cnable these moulds to be used on the Super Caster, an adaptor
base must be used.

SHOR'T LEAD AND RULE MOULDS, 13, 2 AND 3 POINT

Dssigned for use on a Composition Caster and Display Type Machine
to cast 14-, 2- and 3-point leads and rules in lengths of from 2 to 36
points. The upper edge of the mould blade is shaped to fit in the matrix
groove and thus forms a complete rear “wall’. At the other end of the
matrix, the mould crossblock is made high enough to act as a com-
plete ‘wall® during casting, and a stop is provided fo ensure that the
matnx is correctly located.



MATRIX LOCATING STOP

The martrix heads base locating distance piece 8sef is shawn in position on martrix heads base for custing typc above 36 point, This
must be reversed for casting type 36 poinl and under,
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Inscls can be supplied in sizes 14, 2 and 3 point. A separate nsel
is required for each point size. Rules can be cast flush-sided, central
or full-faced.

In each inset, any face of that point size can be cast by providing the
necessary blade and matrix.

For low leads, a special low blade and corresponding malrix is
supplied.

To enahlc these moulds to be used on the Super Caster, an adaptor
hasc must be used.

SUPLR CASTER DISPI.AY TYPE MOULD, 14 TO 36 poiNT

Designed lor use on a Super Caster for casting type n 14, 18, 24,
30, and 36 point from large display lype matrices. These consist of a
base containing interchangeable mould blade insets, one for cach point
size. The type nick is on the left-hand mould blade block, as the dis-
play matrices are positioned on the mould in a direction reverse Lo
that of te composition malrices.

SUTER CASTER DISPILAY TYPE MOULD, 42 TO 72 POINT

Designed for use on a Super Caster for casling cored type in 42, 48,
60 and 72 point from large display type matrices. These consist of a
base containing intcrchangeable mould blade inscls, one for each
poinl size.

SUPER CASTER LOW SDACE AND QUOTATION INSETS, 48, 60 AND
72 POINT
Mould blade inscts are provided for use with the base of the 42- to
72-point Super Caster display type mould, for casting low spaces and
cored guotations.

STRIP MOULDS

1- to 3-puini Lead and Rule Mould. Designed for casting rules and
high and low leads in 1. 14, 2 and 3 point.

4- 1o 18-point Lead and Rule Mould. Designed for casting rules, high
and low leads, borders and dashes in sizes from 4 to 18 point. This
mould can be equipped with parts for casting full-faced rules and also
tie-up slugs in 12 and 18 point.

Furniture Mould. Designed for casting furniture in sizes from 24 to
72 point in predetermined lengths. It can also be equipped for casting
plate supporling material in 24, 36 and 48 poinL; two-piece type-high
foundry furniture in 36, 48, 60 and 72 point, also 1¥-point full-faced
rules.
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SMALL TYPE COMPOSITION MOULD ON ADAPTOR BASE




SMALL TYPE COMPOSITION MOULDS. 5 TO 14 POINT 59

RETURNING MOULDS TOR REPAIRS

It is not possible for operatives (o repair moulds, as thcy have neither
the special tools nor the necessary experience. The moulds should never
be taken apart as long as they produce good type {or other material),
neither should a mould be altered in any detail.

If in any mould any defect should develop that cannot be corrected
hy lollowing the instructions in this manuzl, the mould or insel should
he returned to The Monotype Ceorporation Ltd. for repair or adjust-
ment. In returning any such mould or inset, send also a few of the
defective types or a few short picces of the defleetive strip, with a nole
giving particulars of the trouble.

SMALL TYPE COMPOSITION MOULDS,
5 TO 4 POINT

(FOR PLATES SEC PP. 58, 60)
ATTACHING MOULD 10 MACHINE

Set matrix heads base o correct position (5% to 36 point) by reversing
(if necessary) the locating distance picce 8SEG (for plate sce p. 56).

Place stop lever handle 285 in °15 ems’ position, Lura machine (o
170° and disconnect hall end 6SFIE from mould blade slide drive lever
intermediate lever aSsrl.

Bring mould blade slide 43F Lo forward position, so that the mould
blade Tork 12sL can be connecied by means of pin 3sr.

Serew back the micrometer wedge screw until a mould opening of
approximately 60 points is obtained.

Connect Lhe voke pin a24sk7 (o hole marked “I27 in Llype carrier cam
lever extension b20sC3.

Assemble mould on adaptor base 2331 1, and secure with screw 23s04.
Note that mould is against the locating faces of adaptor base.

Place mould and adaptor base on machine, sliding the mould coup-
ling hook 39sel into engagement with hook on type carrier. Locate the
adaptor base againsl its two positioning faces by means of the two
eccentric clamps 24sL]; securc with three screws b17sLl, b23sL2 and
02333,

In securing adaptor base with mould io machine, care should he taken
10 place the three screws in their correct holes, otherwise damage will be
done to the mould. -

Conneel mould blade to mould blade fork 12sr. by means of the pin
12515, using handle 12sL6; draw mould blade back to contact with
pin 12sL3 by meunns of the nut 12sr3; lock with nut 12514,

Two pin wrenches should be used when locking these nuts in order to
prevent damage to the mould blude by twisting of mould blade fork.

Attach water supply piping 30sLL.
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Attach mould oiler and crossblock oiler.

Make certain that the cap abutment 45F8§ is in correct position for
small set sizes, L., the end with large diameter Lowards the front.

Connect ball end 6sr1r to holc marked “lvpe to 42 Point’ on mould
blade slide drive lever intermediatc lever a3sel. Set the fulerum pin
a5sF18r in “Small Type' position and the pl unger spring adjusting nut
5sF23 right back against the head of the guidc rod aSsel2E.

Turn machine to 150° and screw micrometer wedge right down;
set thc micrometer wedge scale ut 7ero, and see that the 5-13 point
type channel block 29skE is fitted,

REMOVING MOULD FROM MACHINR

Turn machine to 170° and disconncet the ball end 6sF1rT from mould
blade slide drive lever intermediate lever aSsrl.

Bring mould blade to forward position, loosen nuts 12513 and 12514,
and remove the pin 12sL3.

Screw hack the micrometer wedge until approximately 60 points
opening is indicaled on the wedge indicator scale 9514, and pull slide
back until the connection is ¢lear of mould blade.

Remaove water connection and oilers.

Remaove the three screws and two eccentric clamps that secure the
mould, removing the clamp nearest the front of machine first.

Slide the mould and adaptor base squarely forward until coupling
hoolk is clear of mould and can be withdrawn from type carrier; mould
can now be removed,

Remove mould from adaptor base and blow oul water. Oil the
mould and place it in box.

TAKING MOULD APART FOR CLEANING

Never take a mould apart so long as it continues to casl satisfactory
type. Should it become necessary to lake a mould apart for eleani ng,
prepare a suitable place, cover it with clean paper and proceed in the
following manner:

[. Remove the crossblock.

2. Remove spring block adjusting screw lock nut 3626, and loosen
hollow adjusting screw 3627.

3. Remove blade stop 13620-3 and support 5637.

4. Remove cover plale 13613 (22.000 series mould).

5. Remove blade holding-down plate 13612,

6. Take off caver springs 6328, 6329.

7. Withdraw the blades, keeping them down on the intermediate
plate while doing so in order not to damage the nick or nick reeess.

8. Inserl a few thicknesses of paper between the side blocks 6857,
11420 in place of the mould blades and remove the side blocks by
canting them towards the blade opening.
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This is as far as it is safe for a mould to be taken apart by the opera-
tive, The two eccentric dowels 3575 which position the side blocks
must not he interfered with in any way. If the dowels of these moulds
are moved the slightest amount, the side blocks will not go back in
correct adjustment.

wash all parts thoroughly in clean benzinc. Metal or burnt oil ad-
hering to the parts can be scraped off with a piece of type metal rulc,
care being taken not o damage the sharp corners of the side blocks,
blades, cle. On no account attempt to lap or polish the parts with
oilstones or other abrasives, the effect of which would be te destroy
the sharp corncrs which are so essential if clean, burrless type is to
be casl.

REASSEMHIF THE MOULD IN THE FOLLOWING ORDER!

I. Place screw side block 11420 in position.

2. Place nick side block 6857 in pasition.

3. Replace blades and, whilst doing so, insert mould blade lever 4010.
Exercise the same care in replacing the blades as when withdrawing
them so as nol o damage the nick or nick reccss.

In order that blades should open 10 their fullesi extent, it is essential
that the distance pieces should be located in the rear ends of their slols
in the blades. To ensure this, advance the blades to a position slightly
in advance of the side blocks by a continuous forward movement. If the
blades are pushed too fur forward, the distance pieces will also be carried
too far, so that when the blades are pulled back to a position slightly
in advance of the side blocks, the distance picces will be left somewhere
in the middle of the slots and the movement of the blades will be restricted
accordingly.

4. Advance Lhe hollow screw 3627 in the end of the mould until the
side blocks just nip the distance pieces. :

5. Replace the blade holding-down plate.

6. Repluce cover plate (22,000 series mould only) und screw down
firmly.

7. Replace cover springs and screw down firmly.

8. Apply lension to the side blocks as follows for the different styles

nf‘ﬂ}T}](ﬁlT%érwv IOy With Spring e S
22, SEF1ES In K pPIRG TCHSION O SIGE DINCKS. 1IEHIeH up L
hollow screw by screwing firmly home.

22,000 series moulds and old paitern moulds which have been converted
to square nick and have a hollow plug in place of the spring. Tighten
nollow screw, applying no more pressurc than can be exerted by hand
without undue strain.

0Id pattern moulds, either converted or not converled 1o square nick,
which have spring tension on the side blocks. Advance the hollow screw
until it just grips, and then give it three half turns.



SMALT. TYPE COMPOSITION MOLULDS, 5 TO |4 POINT a3

In those cases where the hollow screw has a lock nut, see that this
is tightenad.

9. Replace blade stop and support.

10. Oil the mould thoroughly and replace the crosshloack.

ADJUSTING THE GIB PLATE OF MOULDS WITII NEW STYLE CROSS-
ELOCK

Tlhawineahlvnls G ihssssis e B AL S S T S AN LU B YR L KR B P )
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without spring pad.
After the mould has been in use some time, a slight burr may appear

on the crossblock side of the type, rendering a slight adjustment of

the gib plaic 14612 nccessary.

‘T'o adjust, proceed as follows: loosen the gib plate adjusling screw
lock nuts 13419 and slide crossblock into casting position.

Tighten the lefi-hand screw 13418 just sufficiently to permit the cross-
block to be moved [recly by hand, but so that the pressure of the gib
plate can be felt. Then slide the cwssb[ock to the right, so that right-
hand edge 1s flush with edge of mould base.

Repeal the adjustmenr to right-hand screw 14549,

Slide the crossblock backwards and forwards a few times to allow
it to settle itself to its new adjustment.

Repeat the adjustment if not satisfied that the crossblock is free or
tight enough, or i crossblock is tighter at one end than the other.

Tighten the lock nuts 13419 by using wrench 13913, holding the screws
with a screwdriver to prevent them turning with the lock nuts. Only
slight pressure is necessarv in tightening the lock nuts,

When the gib plaie is properly adjvsted, rhe crossblock shouid work
miuch more easily than was the case with the old style crossblock with
spring button in the back plate.

This readjustment of the gib plate on a new or overhauled mould
may become neecessary a8 4 result of initial “running in” wear. Once
made, further adjustinent should notl be necessary for a long period,
provided of course that the crossblock is kept properly lubricated.

For the better working of moulds, the use of the crossblock oiler
x43s5L in conjunction with the mould oiler is recommended. This ailer
not oaly ensures that neither side of the crossblock runs dry, but
also wipes off excess oil, thus preventing the top of mould from
becaming flooded.

QUAD AND SPACE MOULDS, 6 TO 12 POINT
(FOR PLATE SEE p. 64)
ATTACHING MOULD TO MACHINE
Place the mould in adaptor basc x23s1. and locate with screw 23sL3.
Clamp the mould to the adaptor base with screw 23sr4,
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QUAD AMND SPACE MOULD [AND RLADIS) ON ADAPTOR BASE
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QUAD AND SPACE MOULDS, 6 T0 [2 POINT 6

Attach type clamp operating block 31sL to adaptor base with two
screws 31sc2.

Attach 5-36 point mould blade fork 12sL to mould blade slide 4sr.

Placc mould and adaptor base an machine, locating the adaptor
base against its two positioning faces by means of the two eccentric
clamps 2411 and sceuring with three screws b17sLl, b23s1.2 and b23s1.3.

Connect mould blade to mould blade fork with pin 12805,

The type support spring cam x27se should be used for sizes smaller
than [2 points in width.

When casting above 12 points in width, reverse mould blade slide
driving block cap abutment 4sr8.

Set micrometer head to approximately 12-point cast, cheek product
and alter micrometer head to suil.

Set wedge serew scale (Type) al0sF10 to read zero and lock with wedge
screw clamp nut 11882,

CHANGING TROM ONE POINT SIZE TO ANOTHER

. Remove crossblock.

T.oosen nut 1053 and hollow screw 11581 in end of mould.

. Remove blade stop 11524 and support 11527,

Remove cover plate 13917 and clamping bar 13641,

. Withdraw blade, keeping it down on the intermediale plate 13590
whilst doing so in order not Lo damage the nick or nick recess.

6. Tnsert a few thicknesses of paper between the side blocks in place
of the mould blade and remove the side blocks by canting them to-
wards the blade opening.

This is as far as it is safe for a mould to be taken apart by the opera-
tive., The eccentric dowels 3575 which position the side blocks must
not be interfered wilh in any way. If the dowels are moved the slightest
amount, the side blocks will not go hack in correct alignment.

Wash all parts thoroughly in clean benzine, taking care not to
damage the important corners of side blocks and blade. Un no account
attempt to polish the parts with oil stones or other abrasives, the cffecl
of which would be to destroy the sharp corners which are so essential
if clean, burrless product is to be cast.

LA S L D

REASSEMBLE THE MOULD IN THE FOLLOWING ORDER

1. Place screw side block 11516 in position (also distance plate 11521
for 8 peint and under).

2. Place nick side block 11517 in position.

3. Insert mould blade of required point size, exercising the same care
as when withdrawing the blade to avoid damage 1o the nick or nick
recess.
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In wrder that the blude shall apen to its fullest extent, it iy essential
that the distance pieces 3380 and 11523 should be locared in the rear
ends of their recesses in the blude. To ensuie this, advance the blade to
position slightly in advance of the side blocks by a continious forwaid
movement. If the blade is pustied toe far forvard the distunce pieces will
also be carried too far. so that when the blade is pulled back (v u position
slightly in advance of the side blocks, the disiance pieces will be left
somewhere in the middle of the recesses and the movement of the blade
will be resiricted accordingly.

4. Advancc the hollow screw [1581 in end of mould until the side
blocks just nip the distance picces.

3. secure the clamping bar in pesition. making sure that its front
edge is located against the spring block 6322 and screw block 6320,

6. Replace cover plate and serew down firmly.

7. Tighten hollow screw, applying no more pressure than can le
exerted by hand without undue strain. Tighten lock nul.

To maintain accurate body size, the spring block must be held securely
in position, and all holding down screws firmly rightened.

8. Replace blade stop and supporl.

9. Oil the mould thoroughly and replace the crossblock.

Refer to small type composition mould instructions for adiustment of
new style crossblock (sec p. 63).

ADIUSTING MACHINE

1. Muake certain that the stroke of the type carrier is set to standard
adjustments.

2. Piston spring must be adjusted to give as liltle pressure as possible,
consistent wilth good results. '

3. Use nozzle (No. 1) 12sh. N

4. 'The type carrier connecting rod yoke pin a24s:7 must be con-
neeled in the [2-point hole of the type carrier cam lever cxiension
b26sc3.

5. Ball end 6511t to be in 42 point position.

6. Type channel block (fixed) 5 to 13 point x29sk must he used with
this mould.

7. Speed for 3 cms approximately 50 r.p.m., other sizes in propor-
tion, In the event of bad ejection or blistcred quads, reduce speed.

LARGE TYPE COMPOSITION MOULDS,
14 TO 24 POINT

(FOR PLATE SEE P. AR)
ATTACHING MOTILD IO MACHINE
The following information will indicate where the instructions for
these moulds differ from instructions for small type compasition moulds.
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LARGE TYPE COMPOSITION MOULDS, !4 To 24 POINT 67

The connecting rod yoke pin a24sc7 should be in the hole marked
24 in type carrier cam lever extension b26sc3.

Use mould oiler alSscl.

Make certain thal the cap abutment 4SER is in covrect position for
‘setwise’ size of type to be cast.

Use the type support spring cam bracket as instructed under heading:
TYPE SUPPORT SPRING CAM, see p. 19.

Attach the 14 72 point type channel block x30st.

REMOVING MOULTD FROM MACIINE

Turn machine to 170° and disconncel ball end 6srlF from mould
blade slide drive lever inlermediate lever a3srFl.

Bring mould blade to forward position, loosen nuts 12513 and
12814, and remove the pin 12sL3.

Serew back the micrometer wedge until approximately 60 points
opening is indicated on the wedge indicator scale 9srd, and pull slide
back until mould blade fork 1281 is clear of mould blade.

Remove water connection and oiler.

Remove the three screws bl7sLl, h23s1.2, b23sL3, and two eccentric
clamps 24sL1 that secure the mould, removing the clamp nearer the
front of machine first,

Slide mould and adaptor base squarely forward until coupling hook
is clear of mould and can be withdrawn from type carrier; mould
can now be lifted off.

Remove mould from adaplor base and blow out water. Oil the mould
and place it in box.

CHANGING FROM ONE POINT $12E OF INSET TO ANOTHER
1. Prepare a place covercd with clean paper, and have hands clean.
2. Remove crossblock.
3. Remove the two small screws 258 on side of base and two large
ones 318 on top of inset.
4. 'The insct can now be removed by pushing it away trom back of

; P At et ;
base rectl erly occupicd by crosshlock.
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positions the inset, push endwise to disengage the lever from the blade.

As the important sharp edges of the inset are unprotected when away
from the base, extreme care must be taken that they are neither dulled
nor damaged.

5. Blow waterways clear, and wipe and oil thoroughly before placing
mould in its proper box.

6. The required inset and mould base must be thoroughly washed in
clean benzine and dried with a clean white cloth; any small particle
of type metal adhering to any part should be removed with a piece of
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LARGE TYPE COMPOSITION MOULD ON ADAPTOR BASF

Shows mould blade inset section for changing the type sizes.



LARGE TYPE COMPOSITION MOULDS, |4 To 24 POINT 69

type meidl rule. In no circuinstances must abrasive material (such as
emery-cloth or oilstone) be used.

Smear a light coating of clean oil on the bottom of inset and slide
into position. '

Insert the two small screws 258 for holding the inset to basc and
screw up firmly, then release and bring them just up to bearing, Insert
the twao large screws 218 and screw down firmly, then release and bring
them just up to bearing. Finally, tighten the two small screws firmly,
then the two large ones.

The crossblock must also be thoroughly washed hefore replacing,
and care taken that the jet bladc 3139 is in correct position, ie., the
fluted end to the front. The crossblock must be oiled before inserting,
and should work freely; if not, it indicales that the inset has been re-
placed with ditt between it and the base, in which case it must be taken
out and cleaned.

DISMANTLING AND ASSEMBLING INSE1S

If it is found necessary to take apart an inset, proceed in the follow-
ing manner; prepare a suitable place and bear in mind that success or
failure in making a satisfactory job will depend on scrupulous cleanliness
and the preservation of the sharp edges of insets.

1. Drill 4" hole in ingot of type metal.

2. Procurc a steel punch of suitable size (which may be purchased from
The Moenotype Corporation Ltd.).

3. Plan a method whercby the tapered dowels are ensured of being
replaced in Lhe identical holes from which they are taken.

4, With the cover plate 3147-1 facing downward, place inset on the
ingot of type metal, with the dowel 3197 over the §” hole; remove the
dowels with the punch by giving the latter a sharp tap with a small
hammer.

5. Remove Lthe screws 263 and take off cover plate. Remove lhe
blade back stop screw 325 in centre of intermediate plate 13610.

6. In removing the blades, slide them from front to rear. Never [ift
the rear of the blades when passing them berween the side blocks, nor
try to force them over the nick pin, as this would injure the blade or
nick pin.

7. Clean carefully all parts which have heen removed and insert
blade. This is best done by placing Lthe upper blade on the lower, and
working backwards and forwards to make sure there is no dirt between
them. Place the blades on the intermedialc plate and hold them firmly
down when sliding into position. These should also be worked back-
wards and forwards.

2. Before replacing dowels, pull a strip of clean cloth backwards and
forwards through the holes.
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DISPLAY TYPL. MACHINE MOULD ON ADAPTOR BASE

With illustration of mould blade inset section for casting snother size of type.
T



DISPLAY 1YPE MACHINE MOULDS WITII 14 To 36 poINT INSELIS 71

9. Replace the cover plate, clean the dowels and insert them lightly.
Replace the cover serews 263 and bring them just up to bearing. lap
ihe dowels gently and tighten the screws a little. Tap the dowcels home,
and screw up firmly.

The walcr passages of mould must be kept clean, and whenever a
mould is taken off the machine, blow waler out and blow oil through
them.

If any defects occur in the mould that cannot be correcied by (ollow-
ing these directions. it is necessary only Lo relurn the particular inset
which is troublesome. Reiurn to The Monotype Corporation Lrd.,
with samples of the defective type and a memarandum giving parlicu-
lars of trouble.

DISPLAY TYPE MACHINE MOULDS WITH
14 TO 36 POINT INSETS
e (FOR PLATE SEE P. 70)
THE FOLLOWING TNFORMATION describes the manner in which instruc-
tions for these moulds differ from instructions for composition moulds,

ATTACHING MOULD 1O MACHIMNE

Use adaplor base a23sLr, bridge alsg, mould oiler alSsil, crossblock
coupling hook 39sel and 14-72 point type channel block x30sE.

Connect the pin a24s87 Lo type carrier cam lever extension b268c3
in hole marked for size of type to be cast.

Malke certain that the cap abuiment 4sF8 is in correct pasition for
‘setwise’ size of Lype Lo be cast, See subject headed: ADIUSITMENTS WIHEN
PREPARING TO CAST TYPE, p. 9.

Set the plunger spring adjusting nut 5sr23 right forward against the
stop eollar 58F24 and fulerum pin aSsF18F in “Small Type' position.

Use the type support spring cam bracket as instructed under subject
headed: Wype SUPPORT SPRING CAM, see . 19.

REMOVING MOUILD FROM MACIIIND
Remove bridge and proceed as for small type composition moulds,
see p. 61,

CHANGING FROM ONE POINT SIZE OF INSET TO ANOTHER

Adjust blade to approximately 18 points, move blade operating lever
spring box out of contact with lower blade lever and proceed as for
changing inscts on 14- to 24-point large type composilion moulds,
see p. 67,

DISMANILING AND ASSEMBLING INSETS
Proceed as for 14- to 24-peint large type composition moulds, see
p. 69,
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SITORT LTAD AND RULE MOULD ON ADAPTOR BASE
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SHORT LEAD AND RULE MOULDS, |4, 2 AND 3 POINT

SHORT LEAD AND RULE MOULDS,
¥, 2 AND 3 POINT
(FOR PLALE SEE P, 72)

ATTACHTNG MOULD TO MACHINE

Place the mould in adaptor base x23sL and locate with screw 23505,
Clamp the mould to the adaptor base with screw 23sL4.

Attach type clamp operating block d31sL to adaptor base with two
serews 31sL.

Attach 5-36 point mould blade Tork 12sn 1o mould blade slide 4sr.

Place mould and adaptor base on machine, locating adaplor basc
against its two positioning faces by means of the two eccentric clamps
24511 and securing with three screws bl7sLl, b23sL.2 and b23sL3.

Conneet mould blade o mould blade fork with pin 125135,

Remove the type supporl spring cam X278k since the type support
spring 1s nbt required tor short rules.

When casting above 12 point in width, reverse mould blade slide
driving block cap abutment 4sr§.

Set micromeater head to approximately 12-point cast, check product
and alter micromerer head to suit,

Set wedge screw scale (Type) alOsF10 o read wero and lack with
wedge screw clamp nut 11sF2.

ADJUSTING MACHINE

1. Adjusl stroke of Lype carrier so that the line on top of the cross-
block registers with the line on the inset when the earrier is in the
casting position. The line for delivery position is not used.

2. Piston spring must be adjusted to give as little pressure as possible
consistent with good results.

3. Use lead and rule nozzle 125112,

4. The type carrier connecting rod voke pin a24s57 must be con-
nected in the 12-point hole of the type carrier cam lever extension
b26sc3.

5. Ball end 6selr to be in 42 point position.

6. The type channcl block (fixed) solid type, 14-72 point x30sk,
must be used with this mould.

7. Tt may be necessary when using this mould on the Super Caster
to remove the corners ol the tenon on type channel block (adjustable)
X28SE.

Speed of machine: 2-12 point opening 110 r.p.m.

13-24 point opening 90 r.p.m,
Over 24 point opening 80 r.p.m.



4 THE ‘MONOTYPE  SUPER CASTER MANUAL

SUPER CASTER DISPLAY TYPE MOULD, 14 TO 36 POINT

With lustration of mould hlade inset section for casting another size of type.
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SUPER CASTER DISPTAY IYPE MOULDS, |4 TO 36 POTNT

CIIANGING FROM ONE STYLE OF PRODUCT TO ANOTIIER

. Take off the cover plare 11602 complete with matrix stop 11483,
. Remove matrix or cap.

. Remove the blade abutment 11058 and take out the blade.

Slide the required blade inlo position and replace blade abutment.
Replace cover plate complete with matrix stop and secure.
Carefully place matrix or cap in position using the matrix stop
11483 to keep il in contact with the crossblock. Before Tocking the
matrix clamp serew 11066 by means ot the nut 13453, move the blade
backwards and forwards by hand to make sure that it is perfectly free.

The bridge spanning the side blocks prevents movement of these
blocks; the saflety plate stop 12665 on front of bridge should locate
the matrix level with side blocks and just out of contact with cross-
block. The bridge must, theretore, be accurately located.

'I'here is no reason for the operative to remove the bridge; should
he do so, however, he must make sure that, on replacement, the matrix
does not cpme in advance of the side blocks.

The tapered dowels 3197 locating the side blocks are assembled
with the larger end in the intermediate plate, i.e., the epposite way to the
insets of Display T'vpe Machine and Super Caster Display Moulds.

o U s LD [ =

SUPER CASTER DISPLAY TYPE MOULDS,
14 TO 36 POINT
(FOR PLATES SEE PP. 74, 70)

THE FOLLOWING INFORMATION explains where instructions for these
monlds differ from the instructions for composition moulds.

ATTACHING MOULD TO MACHINE

Attach bridge alsk, usc water supply piping 19sLL, mould oiler
al3sLl, and 14-72 point type channel block x30sk.

Connect the pin a24sk7 to hole in type carricr cam lever extension
h26sc3 marked for size of type to be cast.

This mould does not require an adaptor base. It s7ould be held
apainst the locating faces by two clamps 14501 and secured to main
stand by thres screws bl7sLl1.

Make certain that the cap abutment 488 is in correel position [or
‘setwise’ size of type Lo be cast. Reler to subject headed: ADJUSTMENTS
WIIEN PREPARING TO CAST TYPE, see p. 9.

Set the plunger spring adjusting nut 5sF23 right forward against the
stop collar 5sr24 and the fulcrum pin aSsFI¥F in the “Small Type’
position. :

Use the type support spring cam bracket as instructed under heading:
TYPE SUPPORT SPRING CAM, see p. 19,
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PARTS OFF A S5UPER CASTER DISPLAY TYPE MOULD, 1410 36 POINT
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SLPER CASTER DISPLAY TYPE MOULDS, 42 10 72 vOINT

REMOVING MOULD FROM MACHINE
Remaove bridge and proceed as for small type composition moulds,
see p. bl.

CHANMGING FROM ONT POINT SIZE OF INSET TO ANOTHER

Adjust the blade to approximately I8 points, move blade operating
lever spring box 3152 out of contaci with lower blade lever and pro-
ceed as for changing inscts on 14- to 24-point large type composition
moulds, see p. 67.

DISMANTTING AND ASSEMBLING INSETS
Proceed as for 14- to 24-point large tvpe composition moulds, see
p. 9.

SUPER CASTER DISPLAY TYPE MOULDS, 42 TO
72 POINT
(TOR TLATES SEE Pp. 78, 80)

THE FOLLOWING INFORMATION explains where instructions for these
moulds differ from the instructions for composition moulds.

i

ATTACHTNG MOULD TO MACHINE

Attach bridge alsg, use water supply piping 20s11., mould oiler 16st1
and 14-72 point type channel block x30sE.

Connect the pin a24sF7 to hele in type carrier cam lever extension
h26503 marked lor size of type to be cast.

This mould does not require an adaplor base. Tt should be held
against the locating faces by two mould clamps 14sLl and secured to
main stand by three serews b17sLl,

Make cerlain that the cap abutment 4se8 is in correct position [or
‘setwise’ size of type to be cast. Refer to subjeet headed: ADTUSTMENTS
WIIEN PREPARING TO CART TYPE, see p. 9.

Set the plunger spring adjusting nut 53F23 right forward against the
stop collar SsF24 and fulerum pin aSskl8y in “42 to 72 point’ position.

Usce the type support spring cam bracket as instructed under subject
headed: TYDPE SUPPORT $PRING CAM, see p. 19.

REMOVING MOUTD FROM MACIHINE
Remove bridge and proceed as for small type composition moulds,
see p. 61,

CHANGING FRUM ONFE POINT SIZE OF INSET TO ANOTHER

Proceed as far 14- to 24-point large type composition moulds, see
p. 67.

There are no blade operating levers in this type of mould. For casting
low spaces, see under heading: CASTING LOW QUADS AND SPACES, p. 79.



SUPER. CASTER DISPLAY TYFE MOULD, 42 TO 72 POINT

Shows mow'd hlade nset section and special crosshlock for casting hollow quotatians, quotation
corce block, and cap for casting 72-point low spaces
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SUPIR CASTER DISPTLAY TYPE MOULDS, 42 TO 72 POINT 79

DISMANTLING AND ASSEMBLING TNSETS

Prepare a suitable place, and bear in mind that success or failure in
producing a satisfactory job will depend entirely upon scrupulous clean-
liness and the preservation of the sharp edges of inscls.

1. Place inset on bench with the cover plate 7906 downward, and
remove the three screws 613 that sceure the cover plate, taking care to
remove the correct serews only: i.e., those which have their points flush
with face of cover plate. Place these screws on the bench in such a
manner that they can with certainly be replaced in the same holes.
Turn inset over and remove the two screws 407 [rom front of cover
plate. Do not remove or damage the dowel pins 7933,

Take off cover plate by inserting two screwdrivers under the plate
in the slots provided, and gently prise il up.

3 Remove mould blade abutment 7907 by taking out the Lwo small
serews 131,

3. The blade can now be removed hy sliding it toward the back ol
inset. Nexer lift the rear of the blade when passing it between the side
blocks, nor try to force it over the nick pin, or duamage will be done
to blade or nick pin.

4. Clean carefully all parls which have been removed and insert
blade. This is bust done by placing the blade on the intermediale
plate 7901, and holding it down while sliding it into position; do not
push it straight, but work backwards and forwards until it is in position.

5. Make surc that cover plate and side blocks 8652, 8656 arc clean.
Replace cover plate on the pins and secure with the two screws 407
at the front: turn inscl over and replace the three screws 613. Replace
the mould blade abutment and the lwo screws 131.

The water passages of mould must be kept clean. and whenever the
mould is taken off the machine, blowe water oul and blow oil through them.

CASTING LOW QUADS AND SPACES

APPLICARLE TO SMALL TYPE COMPOSITION MOULDS WITH SQUARE
NICK
The low quad lever on these moulds is operated by means of the
spring 255 allached to the lever 25511, To cast low quacds and spaces,
turn the lever 25sL1 towzrd the rear; to cast Lypes or high quads,
turn the lever toward the front.

APPLICABLE TO $MATT. TYPL COMPOSITION MOULDS NUMBERKD UNDER
20,000 FITTED WITH LOW QUAD MECIIANISM—OLD STYLE
The low quad mechanism on these moulds is operated by means of
the spring 28s12 attached to the lever 28sL. To cast low quads and
spaces, allach the spring to the post on left-hand side of adaptor base.
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CASTING LOW QUADS AND SPACES g1

To cast types or high quads, altach the spring o the post on right-hand
side of adaptor base. See illustration entitled : SMALL TYPE COMPOSITION
MOULD ON ADAPTOR BASE, p. 58,

A speeial mould blade lork x26sc must be connected in place of the
fork x12sL.

APPLICABLE TOD SUPER CASTER, 14- To 36-POINT DISPLAY TYPE
MOUT.DS -

Swing the blade operating lever spring box 3152 out of contact with
the lower blade lever into the reverse position abutting on stop fixed
to lubricator. Tt 1s nol necessary (o remove the bridge to make this
adjustment. When casting low quads or spaces, it is important that
a blank matrix be inserted in matrix-case, otherwise the pressure of the
molten type metal will spring the blades apart.

APPLICABLL TO SUPLCR CASTER, 42- TO 72-POINT DISPLAY TYPE
MOULDS

With inset of required point sive in position, and crossblock fitted,
remove the screw 5343 from top of blade and, using mould blade cap
handle 7923, remove blade cap 12564,

Malke sure that the mairix scal and low space cap 7606 are clean,
and assemble the cap on mould with slot toward crossblock. Assemble
the two low space cap clamps 7593, 7595, In clamping with the two
hexagon-headed screws 677, great care should be taken ro elamp both
sides of the cap evenly. This is best done by tightening both screws
until they just bear, and then making them both moderately tight,
finally tightening them firmly in position.

When reassembling the blade cap, make certain that blade and cap
are perfectly clean.

CASTING QUOTATIONS

APPLICABLE TO SUPER CASTER. 42- To 72-POINT DISPLAY TYPE
MOULDS

To cast quotations, it is necessary for the mould to be equipped with
the special crossblock used for quotations only; this is additional to
the inset required for each guolalion point size.

The machine must be cquipped with the type channel block {fixed)
x30st, and the matrix lifter lever shaft lever handle 17813 must be Lo
the left. To set this handle in correct position, turn machine to 10°
and lift the shaft lock pin 19sg, turn handle to left and release the lock
pin 19sk, making sure that it locks the shaft 17sEl with lever handle
17sE3 in correct position.

Open mould to correct set size required, inseri thc core in matrix
holder ¥siL and place on machine, making sure that core is in correct



MOULD OILERS

i1 and 2V I- to 3-point Lead and Rule Mould; (I and 3) 4- to 18-point Lead and Rule Mould; (1 and 4) Furniture Mould;
{5) Campasition Mould: (6) Tyvpe Mould, 14 to 26 point; (7) Type Mould, 42 ta 72 point; (8) Crossblock Qiler.
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position dover mould opening. Care must be taken Lo cnsure that the
quotation core, as it descends, does not foul the mould blade.

WOODEN-CORED QUOTATIONS FOR PLATE MOUNTING

Any Super Caster 72-point Display T'ype Mould can he equipped
for castiig wooden-cored quotations 72 pointx 72 point and 72 point
% 36 point, for mounting hall-tone, electro or sterzo plates.

The equipment consists oft

SPECIAL QUOTATION INsEY and crossuLock for each plate thickness;
core pirck for each point size and plate thickness;

COREL BLOCK 110LDER;

asseMeLy pxrure for holding wooden cores in position.

For use with this equipment, suitably prepared wooden cores are
necessary.

To cast a wooden-cored quotation, a wooden core is atrached to
the core block holder. This enables the core to he lowered into the
mould (slots downwards) and, at the casling operation, incoming metal
surrounds the core, producing a lightened quotation with a flar sur-
face into which mounting brads may be driven and sccurely retained.

‘T'he quotations may be assembled to suit any size of plate, and the
uniformity of the flat surface reduces considerably the time usually
taken in make-ready.

MOULD OILER Xb395L
(FOR PLATE SEE T. §2)
IURRICATING THE l- TO 3-POINT LEAD AND RULE, 4- 1O 18-
POINT LEAD AND RULE AND FURNITURE MOULDS

How the Qiler works—A base attached to the counter brackel con-
tains the oil and is provided with three valves [or controlling the
supply by drip feed.

A scparale assembly of three pipes and support is supplied Tor each
mould and is attached to the base by means of a knurled screw. Lach
pipe is arranged to carry the oil from the drip feed to an ail hole in
the mould. To fill, rotate the dust cover above glass, until the hole in
the cover corresponds with a hole in the cap, fill with castor oil. and
return the cover Lo close the inlet hole.

How to adjust the Oiler—The flow of oil is independently adjusted
at each needle valve Lo give the correct supply, the amount being
visible at the drip feed. When the valve lifters arc vertical, the oil will
feed. To shut off the supply, place Lhe valve lifters in the horizontal
position.

To adjust the supply.— Raise the valve lifters and roluie the adjusting
screws until they are just out of contact with the lifters. In this position
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SUPTR CASTER TLEAD AND RULE MOUID, 1 TO 3 POINT
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the valve needles are on their scatings and the oil supply is shut off.
Unscrew the adjusting screws a few notches to allow the oil to drip
the desired amount. An excessive supply of oil will have a bad cfTecl on
the printing face of the product.

SUPER CASTCER LEAD AND RULE MOULDS,
I TO 3 POINT
(FOR FPLATLS SCE PP. 84, 86)
‘LHIs MOULD is designed to cast rules and high and low leads in any
poink size from | o 3 as required.
The required point size is obtained by means of interchangeable in-
sets, distance pieces, blades and caps.

DESCRIPTION OF MATN PARTS OF MOULD
TIIE 5TRAIGIITERNING DEVICE
This consists of a voller 8924 designed Lo dircet the produel as it
leaves the mould. If the product has a tendency to rise, the knurled-
head screw 926 in end of side block should be turned antl-t,locmw\e
uniil siraight product is produced.

THE MATRIX SETTING PLATE 10057

This is [or seliing the matrix in correct relation to the form on front
of the mould blade. I'he markings on the plate are 4, 5 and 6 [2-point
ems, and these should be set to their zero lines in accordance with
length of cast necessary to produce length of product required, i.2., if
the em scale on micrometer head is scl al 5 12-point cms, the selting
plate should also be at that position, taking care that the correct zero
line is used.

DOTTCD RULL SUPPORTING PAD 922

‘The dotted rule supporting pad in mould base should be raised in
comtact with hottom of the movable side block when making dotted
rules; at all other times it should be locked in its lowest position.

SIDE BLOCK INSITS

These are of two designs: the plain ones are for 14, 2 and 3 point,
and can be supplicd for matrices of 015" or .030” drive. The plares
recessed at the back are for 1 point, and are made to suit a..015" drive
matrix only.

it is essential thai the faces of this part and those to which it abuis
on the side black are absolutely clean.

G



86

THE ‘MONOLYPE SUPER CASTER MANUAL

10037 L 10306 R 10036

10RLT
10041

10202 10053 36R

--—IODI"

10004 41C 9279 10067 10000 10040

A 0924 10005 - ; 10031
10496 233

516

Gl 10035

PARTS OF A SUPLR CASTER TFEAD AND RULE MOUILD,
I T 3 POTNT
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TIIL LEAD CLAMP LEVIR 12543
This is provided with an extension which acts as a safetv stop. This
stop must not be allowed to touch the main stand while the machine
is casting. On the other hand, if the gap between the lever and the main
stand is too great, the product will not be fully ejected from the mould.
Adjust the lead clamp screw 14732 so that there is a zap of approxi-
mately " when the product is clamped.

ADIUSTMENTS

TO ADIUST

Release the lead clamp screw lock nut 1085 (which has a left-hand
thread). Turn the machine so that the lead clamp lever is " from the
main stand. Firmly tighten lead clamp screw against spring block 10013,
Tighten lock nut and rotate machine 1o check setiing, Rolaic machine
by hand through the casting position and stop at the peinl where the
telescopm rod 1s about to release the clamp screw. Attempt to release
clamp SCerow hy lifting the <1<1mp lever upwards. If this can be easily
done. it proves that the lever is touching and must be readjusted.

If any difficulty is experienced in making these adjustments, check the
lengih of the lever rod xd9sn ax follows:

From the top of the swivel collar 9spl5p to the top of the yoke
b9sp8 should be 445" with spring compressed, and 53" free.

Frequently oil the threads and clamping end of screw bv placing
machine oil in the slot in movable side block where marked ‘oI’

The setting of the lead clamp screw is of considerable importance.
‘Ihe aim should be to get the minimum withdrawal of the spring box
rod 10sn2n from the spring box end 10s»1. Then the stop face of the

lcad clamp lever is approximately -7 fram the main stand.

ADIUSTING THE JET POSITION

Place the mould on machine and proceed as follows:

See that the jet block driving rod connecting rod yoke position pin
a7sn7 s positioned for =14 point, Turn machine to approximately
260" until the jet block 11438 rests against the jet block stop 10302.
Adjust the jet block driving rod conmecting rod 7sp, by looscning the
lock nuts right hand and left hand, and turn the rod to right or lefl unti
Lhere is just lension on the Lype earrier cam lever plunger a26sc12. Lock
the nuts, taking care that the flat on the jet block driving rod bésp
remains in horizontal position. Check setting.

When the above adjustment is correet, the jet block driving rod
connecting rod voke position pin a7sp7 will be correct for all sizes cast
on strip moulds, if placed in the 12-peint hole in the type carrier cam
lever extension b26sc3.
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ASSEVMBTING AND OPERATING THE MOULL

1. Select from the mould box the blade, distance pieces, cap or
matrix, and piece of product to be used.

2. Smear blade with castor oil and place in position on blade
connection.

3. Place the distance pieces 7443, 10039 in position.

4. Place the movable side block 10014 against the distance pieces
and see that the lead clamp screw 14733 is not contacting the spring
block 10013,

5. lnsert and finper-tighten the five vertical screws 279 (2), 377, 382 (2),
and three horizontal bolts 384, Insert the vertical screws first.

6. Lightly tighten the vertical screws with spanner.

7. Lightly tighten the horizontal bolts with spanner.

8. Repeal instructions in last two paragraphs in the same order,
firmly tightening all eight screws and bolts,

9. Sce that the blade is quite free throughout its motion when the
lead clamp is released.

10. Hold the straightening roller 8924 by means ol roller carrier
cam 10026 in top of side block 10014 and push the product in mould
apening, so that the end will be covered by ihe matrix or cap.

11. Place matrix locator 10054 in position on fixed side block alter
making sure that all faces are perfectly clean.

12. Adjust the matrix setting plate 10057 to suit length of product
to he cast. For leads, set at 4 ems.

13. If casling leads, place the cap on top of mould so Lhat the pro-
jection enters mould opening, and clamp it into position.

14. TC casting rules, fill the open end of malrix with soap which is
sufficiently soft not to crumble. gy

[5. Place the matrix in position against locator 10054 and setting
plate 10057, taking carc Lo put the end filled with soap toward sclling
plate.

16. Place the matrix clamp pad 10055 on top of spring block cover
plate 10395 and lightly tighten the clamp serew 10056 in side block.

17. Place mairix clamp 10052 in position and firmly tighten the
clamp screw 13470.

18. Release clamp pad screw and re-tishten, to make sure that the
matrix is correctly seated on mould.

19. Conneel the lead clamp intermediate lever rod b9sp to the
mould. )

20. See that the lead clamp screw is adjusied as previously described.
see p. 87.

21. See thart the micrometer head and counter head are adjusted Lo
suil length of required product.
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22. Connect mould blade slide drive lever connecting tube 657 to inter-
mediate lever 25581 by means of ball end 6sglF, which must be placed
in hole marked ‘Leads’; lock ball end with nut 652,

23. Attach water supply piping 215LL.

24. Fill oiler with castor oil and connect oil pipes and place oiler
valve lifters in vertical position.

25. See that corrcel nozde (No. 10) 121l is in position n 3
pump. '

26. See that metal is at correct icmperature, see table on p. 136,

27. Turn on waler supply,

28. See that gear box is set for correct speed, sce tablz on p. 156.

29. Insert pump handle and turn machine to casting position, raking
care that pump bodv operating rod lever 26sm is under crosshead
stud 165113,

30. Adjust piston spring rod nut al7sus to suit point size to be cast.

31. Belote starting to cast, rotate machine by hand with pump
locked out, then engage pump and rotale machine again by hand to
make firsf cast. This is Lo sce that the mould and machine are warking
correetly before starting under power.

If the type carrier cam lever plunger a26sc12 throws out of engage-
ment, the mould should be warmed up by swinging the pump into
position for a short time before commencing Lo cast.

e

SUGGESTIONS FOR CASTING SATISFACLTORY PRODUCT

1. Frequently clean both nozzle and pump.,

2. Keep surlace of metal clean to allow jets to melt as soon as they
fall Into metal pot.

3. Adjust the cmwhudd stud 16s115 as low as possible for 1 to 11
pumL but loosen for 2 to 3 point.

4, When changing from onc point size to another, remember to
adjust the temperature regulator, so that metal is at required heal
when ready to re-start.

5. When changing style of product. Lake a piece of product just cast
and keep with the matrix. This can be used with the first casi when
u:-;ing the same matrix again, thus avoiding use of soap.

As soon as the producl being cast is fusing correctly, test whether
—hu pmduu, is straight, cast two long lengths of the product for which
the machine is adjusted: lay them an th galley bracket foot to foot.
If the feet do mol touch throughout' their length, the roller carricr
actuating screw must be adjusted.

7. Marks on the sidc of the product usually indicate that the facing
plate in the side block (fixed) against which the product is pressed by
the roller is ‘tinning”. Lach time the mould is changed from one point
size to another, it is advisable to rub both this plate and the inscls
with a piece of preduct to remove any foreign matter,
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8. If the product is short, the lead clamp screw 14733 may not ba
correctly adjusted. or the matrix not properly located.

9. I the product is long (‘blowing out’), the lead clamp screw may
again not be correctly adjusted, or the screw may require oiling.

10. Always place « piece of product in the mould hefore applying
pressure to the lead clamp lever 12543, Failure lo do this may cause
the spring block to be unduly sirained.

11. Oceasionally malke sure that the oil has a clear passage through
the small oil holes in side blocks and jet block.

REMOVING MOULD FROM MACHINE

1. Disconnect the mould blade slide drive lever intermediate lever
a5srl by removing the ball end 6s71r and move the lever so that mould
blade is clear of blade slide housing.

. Place oiler valve lifters in horizontal position.

. Disconnect [ead elamp lever.

. Remove product from mould.

. Disconnect water conneetion.

. Remove four screws 18sL1 from mould hase and the two mould
clamps 14scl from front and right-hand side of mould. Move fiont
eccentric first.

7. Pull mould towards metal pot until the blade is clear of the blade
connection, and jet block is against jet block stop, then raisc Lhe
‘ejection” end of mould by means of mould lifting hook 1957l until
jet black is clear of its driving rod bésw.

8. Blow the water out of the mould waterways and thoroughly clean
mould before placing it in the mould box. If any deftet should develop
in the mould which cannot he correcied by following these nstruc-
tions, the complste mould should be returned to Th# Monotype
Corporalion Ltd. for repair or adjustment. In returning a mould,
send also a few pisces of the defective product or jets. with 4 note
giving particulars of trouble,

Il the defect is in the face of the rule, return the matrix which is
giving trouble; otherwise do not return rule matrices with mould.

Sh Lhods LS b

CLEANING INSTRUCTIONS FOR JET BLOCK 1438

Frequently remove the jet block for cleaning; 1t will usually be
necessary to remove the jet pusher only, smear with castor oil and
replace. Tf, however, the faces of the jet block require cleaning, proceed
as [ollows: .

Remove large plalc 11439 only (the small plate 11441 must not be
removed). Clean angle faces on both plales and pusher 10035 with a
piece of rule (do not use abrasive material for cleaning). Thoroughly
clean all other faces of the jet block including key and keyway.



SUPER CASTER LEAD AND RULRE MOULDS, 4 TO & POINT 91

To assemble, replace large plate and secure lightly with the six
screws 351. Oil and replace pusher. Release locking screw 564 of eccen-
tric pin 11440 and adjust position of the Targe plate by means of eccen tric
pin, until pusher is a good sliding [, then lock the socentric. Firnly
tighten the screws 551 sceuring large plate. Smear all fuces of jet block
with castor oil hefore replacing in mould.

PREPARING MOULD FOR CAS1TNG FULL-TACED RULES

1. Remove the inscts [rom the mould and replace with the corrsct
insets according (o the size to be cast.

2. Assemble blade and distance picces of the correct point size.

3. Assemble ather parts of mould as for casting rules, but use blade
cap 10561 in place of rule matrix.

SUPER CASTER LEAD AND RULE MOULDS,
L 4 TO 18 POINT
(FOR PLATRS SEE PP, 92, 80, B¥)

Tins MOULD is designed Lo cast high and low leads, continuous Strip
horders, rules, clumps and dashes, in any point size from 4 to 18 as
ordered.

The required point sizc is obtained by means of inlcrchangeable
distance picees, blades and caps.

Auxiliary parts can be supplied for casting full-faced rules and 12-
and 18-point tie-up slugs.

DLESCRIPTION OF MAIN PARTS OF MOULD

|. The Muuld Base 10400 carries the noczle seating plate 8824, jet
cam 7418, base facing strip 10402 (on which the mould blade travels)
and the supporting pad, cic., for use when casting dotled rules.

2. The Jet Block 12325 carries a jet pusher 7458 which is operated
by the cam 7418. As the jet block travels from the casting Lo the
ejecting position, the jet is pushed out of the block and contacts the
jet stop which deflects it clear of the jet block through the base into the
melting pot.

3. The Side Block (fixed) 10408 carrics the left-hand inset and the
matrix locator, etc. The locator for the dotted rulc allachment is at
the end of this black.

4. The Side Block (adjustable) 10416 carries the straightening
device, (he oil channel block 10460, the friction plunger 8913 and the
right-hand inset.

5. The Straightening Device consists of a voller 8924 which s de-
signed to direcl the product as it leaves the mould. It the product has
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Shows a patterned roller fitled, Tor impressing the strip printng surface with a continuous horder pattern,
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a lendeney Lo tisc. Lhe knurled head screw (0426 in end of side block
should be turned in an anti-clockwise direction until a straight product
1y produced.

6. the Lead Clamp 10403 and Lead Clamp Screw 10406 are located
in the lead clamp screw block 10407 which is secured to the mould base
at the 'end of the side block (adjustable). Distance picces 10404 of
varying width are provided for insertion between the lead clamp 10403
and lead clamp screw 10406, Onee the Tead clamp i3 set to clamp any
particular size of product, any other size can be clamped without
adjusting the lead clamp lever 12136, merely by using the appropriate
distance piece.

the correct way to assemble this distance piece is with the marking
indicating the poini size upward, and reading the same way as the marking
on the distance piece ( frant) 10427,

Trequently oil threads and clamping end of screw by placing machine
eil in the slol marked ‘O’ on the lead clamp screw block.

7. The, Matrix Locator (side) 10432 is placed on the side block
(fixed). It carries the matrix locator (end), locates the rule matrix, and
has a projection on it which acts as a splash guard. Ir is essential that
ihe foces of this part and those io which it aburs on the side block must
be absolutely clean.

8. The Matrix Locator (end) 10433 is secured to matrix locator (side)
10432, and is for setting the malrix in correet relation to the front of
the mould blade. ‘The marking on the matrix locator (side) is 4, 3, and
6 ems, and the locator (end) should he set ta the appropriate mark to
suit the length of cast necessary to produce the length of product re-
quired, e.g., if the scale on the micrometer head is set at 5 ems, the
matrix locator (end) should alse be set in thal position.

9. The Matrix Sealing Sfide 10435 is located in the matrix locator
(end) and i used for sealing the end of rule matrices when making the
first cast, thus obviating the necessity for using soap.

The machine must always be turned by hand when making this first
cast. Great care must be taken to lift the sealing slide clear of the fuce
before attempting to eject the product from the mould.

10. The Mawrix Clamp Pad 10055 is used with rule matrices only;
it rests on the side block (adjustable). and presses the matrix against
the locator when the clamp screw 7410 1s tightened. This serew musl
be in the lower hole in the post when using this pad. This part must
not be used in conjunciion with low blade caps.

11. the Matrix Locator Packing Piece 10434 1s used in conjunction
with the matrix locator (side) when casting |B-point multiple-line rules
only.

12. The Dotted Rule Supporting Pad 8922 in mould base should be
raised in contact with the botlom of the side block (adjustable) when
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making dotted rules; at all other times it should be Jocked in its Towest
position.

13. The Side Block Insets 10421, 10423 or 10529, 10531 are located
in the side blocks with the oil grooves nearest the blade.

14, The Matrix Guide 7035 is secured to the side block (fixed) and
is used te position the border maltrix holder and the dash matrix, and
or localing high and low blade caps. Tt should be used for low leads
up to and including 18 point, and for high leads, borders and dashes
up to and including 12 point.

LS. The Matrix Guide 10421 lakes the place of matrix guide 7035
when casting 18-poinl high leads, borders, and dashes.

16. The Matrix Guide Cover 7400 is nsed in conjunction with cither
of the above matrix guides when casting borders or dashes. Tt is held
in conlact with the guides by the clamp screw 7410 placed in the upper
hole of matrix cover clamp screw post 7409.

17. The Marrix Guide Cover Clamp Screw 7410 and Post 7409 arc
located mn the hole at centre of side block (adjustable). The screw
should be in upper hole in post when clamping matrix guide cover,
and in lower hole when clamping the rule matrix clamp pad.

18. the Marrix Clamp 10429 is screwed to the side hlock (fixed) and
is used for securing the blade cap when casting high or low leads, and
the rule matrix when casting rules.

19. the Friction Plunger 8913 in the side block (adjustable) is de-
sipned to prevent the product moving back with hlade.

CHANGING THE MOULD TO ANOTHER SIZE
DISMANTLING THT MOULD ;

Prepare a suitable place, and bear in mind that success or failure in
producing a satisfactory job will depend entirely upon scrupulous clean-
liness and the preservation of the sharp edges of insets.

1. Remove the side block (adjustable) 10416 by taking out the three
harizental bolts and three holding down screws. Disconnect the maould
blade slide drive lever intermediate lever ajsrl from ils commecting
tube x65F by removing the nut 6512 and lifting the ball end 6sFlF
clear of lever. Raise the lead mould blade stop lever (outer) Zsedr
to 13-em position, and move slide clear of slide housing.

2. Take off the blade and dislance picees.

3. Loosen screw 200, take off retainer 10405, and remove lead clamp
distance piece 10404,

ASSEMBLING THE MOULD

4. Make sure all parts are parfectly clean.

5. Smear blade and distance picees of required size with castor oil,
and place them in position.
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6. Select a piece of product of the size to be cast, and place it against
the side block (hixed).

7. Place side block (adjustable) in position against the distance
picees. '

8. Replace the three vertical screws 382 (2), 385, and then the three
horizomial bolts 384 with side block spring 8083, washers 2201, and
nuts 1028, tghlening them with the fingers.

9. Lightly tighten vertical screws 382 (2), 385 with spanner.

10. Lightly tighten horizontal bolts 384 with spanner.

11. Repeat instructions given in last lwo paragraphs in the same
order, firmly tightening all six screws and bolts. When casting up to
and including § point, release front bolt nut L turn to allow the necessary
side block movement.

12, Place the lead clamp distance piece 10404 of the required size
in position, and sceure with the retainer 10405 and screw 200

13. See that the blade is quite free throughout its travel when the
lead clamp 10403 is released by lever 121306,

14. Cohncet blade Lo blade slide. Tt should he understood that, as the
purpose of the connecting pin 38F is to prevent slackness between blade
and slide, there is no necessity to use it to lock the blade to the slide.

15. Return the lead mould blade stop lever (outer) 25¢3F to the ‘Teads’
position.

16. Check that blade and slide arc quite free when operated by lever,

17. Replace connecting tube ball end in correct hole in the mould
hlade slide drive lever intermediate lever.

18. Connect lead clamp lever 12136 to its connceling rod.

19. Place the martrix locator (side) 10432 in position on the side
block (fixed) 10408, making surc that all Taces arc clean.

20. Slacken the screw 422 on matrix locator (side) and set matrix
locator (end) 10433 to correel position to suit product 1o be cast.

21, If casting low leads, place the cap 7491 on top of wmould, so that
projection enters mould opening, and clamp it in position. Hor high
leads, use cap 7649 which huas no projection.

22, If casting rules, place the rule matrix in position against the
locator, taking care that the open end of matrix is against the sealing
slide 10435,

23. Place the rule matrix clamp pad 100535 on top of the side block
(adjustable) 10416 and secure by lightly tightening the clamp pad screw
7410.

24. Place matrix clamp 10429 in position and frmly tighten the
clamp screw 13470,

25. Release clamp pad screw 7410 and re-tighten to make certain
that the matrix is correctly seated on mould.

26. Push down the matrix sealing slide 10435 until it contacts with
side block insets, thus sealing end of matrix for first cast.
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INSTRUCTIONS FOR REMOVING INSETS WHEN NECESSARY FOR CLEAN-
ING PURPOSES
27. Remove the side block (adjustable) 10416 by taking out the three
horizontal bolts 384 and three holding down screws 382 (2), 385,
28. Take ofl the blade 7431 and distance pigces 10427, 10503,

ROMOVING RIGIIT-TIAND INSET 10421 FROM SIDE BLOCK (ADIUSI-
ABLE) 10416
29. Take off oil channel block 10460 by removing two screws 140.
30. Remove inset screw (short) 141.
31. Remove inset screw (long) 10413 from centre of inset and place
it in the hole from which the inset screw (short) 141 was removed.
32. T.oosen the other insel serew (long) 10413 and push on both
serews Lo cjecl insel.

REPLACING RIGHT-HAND INSET 10421 IN SIDE BLOCK (ADJUSI-
ABLE) 10416

33, Make sure that the inset and its locating faces on the side block
are perfectly clean and place inset in position.

34. Replace the three screws, putting the short one at end of inset
nearast the blade.

35. Lightly tighten all screws.

36. Firmly tighten all screws,

37. Replace oil channel block,

REMOVING LEFT-HAND INsEL 10423 ¥ROM SIDE RLOCK (FIXED) (0408

38. Remove the side block holding down screw (147 long) 385,

39, Take out inset screw (short) 141,

40. Remove inset screw {long) 10413 from cenire of insst and place
in the hole from which insel screw (shart) was removed.

41. Loosen the other inset screw (long) and push on bath serews to
gject the inset.

ROPLACING LEFT-HAND INSET 10423 IN SIDE BLOCK (FIXED) 1040%

42, Make sure that the inset and its locating face on the side block
are perfectly clean, and place insel in position.

43. Replace the three screws, putling the short one at end of inset
nearest the hlade.

44. T.ightly tighten all screws.

45, Firmly tighten all screws.

46. Replace the holding down screw.
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REPLACING TIIL SIDI BLOCK (FIXED) 10408 WHEN 71 Ha8 RERN
REMUVED FOR CLEANING PURPOSES
47. Scec thal all parts are perfectly clean.
48. Firmly hold side block in position and assemble the three vertical
screws 382, 385, 393 and three horizontal bolts 384 finger tight.
49. Lightly tighten all horizontal bolts with spanuner.
50. Lightly tighten all vertical screws with spanner.

51. Repeat instructions in the last two paragraphs in the seme order,
firmly tightening all six screws and belts.

ADJUSTING LEAD CLAMP 10403

Should it become necessary to adjust the lead clamp, proceed as
follows:

I. Make sure that the correct lead clamp distance picee 10404 is in
position, and that it is assembled correctly, see DESCRIPTION OF MAIN
PARTS OF MOULD, paragraph 6, p. 93,

2. Adjust lead clamp scrow 10406 so that, when the lever 12136 is
in its lowest position, the rod 10sD2p withdraws £ [rom the spring bax
10sp. In this position there should be about {" between underside of

lever and main stand, and <% between inside boss of lever and mould.

ADJUSTING THE JET POSITION

L. See that jet block driving rod yoke position pin a7sp7 is positioned
for 4 point.

2. Place the jet block setting piece 6513 so that the flat side (with
clearance for nick) is against the side block (fixed).

3. Turn machine to casting position (220%).

4. Release the nuts 7spl and 7sD2 on jet block driving rod connecting
rod 7sp, and Lurn the rod Lo right or left until the right-hand side of jet
opening is exactly level with side ol gause.

5. Lock the nuts, taking carc Lhat the flal on driving rod hésp remains
in the horizontal position, and check sctiing.

When the above adjustment is correct, the jet block driving rod
voke position pin will be correct for all sizes cast on this mould, if
placed in the 12-point hole in type carrier cam lever extension.

INSTRUCTIONS FOR CASTING VARIOUS KINDS OF
PRODUCT
LOW LEADS
When casting low leads. the mould must be equipped with low Jead
blade, cap and distance pieces of the required point size,
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HIGH TLEADS

When casting high leads, the mould must be cyuipped with high
blade, cap and distance pieces of the required point size, and the
maltrix clamp 10429, For high leads up to and including 12 point, use
matrix guide 7035, but for 18 point use the matrix guide 10431,

DASHES

When casting dashes, the mould must be equipped with high blade,
distance pieces of the required point size, matrix guide 7035 or 10431,
guide cover 7400, und a dash matrix and holder. When wusing dash
matrices, always put the side on which the size is morked toward the
matrix guicde.

RULES

When casting rules, the mould must be equipped with high blade
and distance pieces of correct point size, malrix localor (side) 10432
complete with locator (end) and sealing slide, and rule matrix clamp
pad 10055, For 18-point multiple-line rules, the matrix locator packing
piece 10434 must be placed between the rule matrix and matrix locator
(side). For insiructions on assembling and operating these parts, see
DESCRIPTION OF MAIN PARTS OF MOULD, paragraphs 7 Lo |1 inclusive,
P 93 and CHANGING THE MOULD TO ANOTHER SIZE, p. 94.

DOTTED RULES

When casting dotted rules, the mould must be equipped as for casting
rules. The dotted rule atlachmenl 9517 must be sceured to the side hlock
(fixed) and the dotted rule supporting pad must be raised into contact
with the bottom of the side block. A

It is advisable to use this method for production of dotted rules only
when the face of the rule is 3 point or less in width; for wider faces,
cast as a border, using a suitable matrix. See DESCRIPIION OF MAIN
PARTS OF MOULD. paragraph 12, p. 93,

CONTINUOUS $TRIP BORDIRS

When casting continuous strip borders, the mould must be assembled
as for casting dashes, but the dash matrix and holder are replaced by
border matrix and holder.

The border matrix holder is provided with a matrix sealing plunger
which obviates the necessity for using soap when making the first cast.
Afrer taking first cast, remove matrix holder, raise the sealing plunger,
and see that the border has not lifted with the matrix. The plunger
can be lifted by means of the knurled knob on top of the holder, and
is retained in this position by placing the projection at the bottom of
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the knob in the shallow slot in the holder. See DESCRIPTION OF MAIN
PARTS OF MOULD, paragraph 9, p. 93, for instructions on matrix scaling
slide, which are applicable to this matrix sealing plunger.

When placing the matrix in Lthe holder, insert the open end towards
the sealing plunger.

The matrix lifter must be in its upper position in order to altach
matrix holder.

Very carefully set the micromeler head for the length of border (the
standard length is 6 12-point ems or .990"; any variation is stamped
on Lhe side of matrix).

Before taking a cast, turn the machine by hand Lo sce that the matrix
cam seats on the mould, and that, when the matrix is in its lowest
position, the rod 14sp2p withdraws §* from spring box 14sn.

Make the first cast by turning the machine by hand.

SUGGESIIONS FOR CASTING SATISTACTORY PRODUCT

I. Freguently clean both nozzle and pump.

2. Kee surface of metal clean to allow jets to mell us soon as they
fall in metal pot. '

3. Muke sure that the jet opening is set correctly as explained under
heading, ADJUSTING TIE JET POSITION, see p. 99.

4. When changing from one point size to another, adjust the tem-
perature regulator so thal the metal is at the correct temperature when
rcady to re-start.

5. When changing style of product, take a piece of product just cast
and keep with the maitrix. This can be used for the first cast, when
again using the same malrix.

6. As soon as the product being cast is fusing correetly, test whether
the product is straight. Cast two long lengths of (he product for which
the machine is adjusted, lay them on the galley bracket foot to foot.
If the feet do nol touch throughout their length, the roller carricr
actuating screw must be adjusted.

7. Occasionally make sure that the oil has a clear passage through
the oil hole and oil channels.

8. See that speeds, temperature and trip are set in accordance with
PRODUCT TNFORMATION TABLE on p. 156,

9. When casting 18-point malerial, make sure that the pin 2564 is
connected in the oufer hole of the cutter actuating plunger link adsa3,
otherwisc the product as it leaves the mould will strike the lead stacker.

10. Secure the cutter blade bracket with the screw a6sG3 and the
washer 6sG15, in addition 1o those used for the smaller sizes.

11. For 4-poinl material, water should be half turned on; for &
point end upwards, fully turned on.

12. Make sure that the oiler is kept full with castor oil, and that the
lead clamp screw is oiled with machine oil.

H
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AUXILIARY PARTS FOR CASTING [2-POTNT TIE-UP SLUGS

Toenable 12-point tic-up slugs Lo be cast in this mould, the lollowing
parts are required:
Inset (right-hand) 10522, complete with facing plate.
Distance plate 10525.
*Blade (low lTead) (6 point) 7433,

4. *Blade distance piece (rear, low leads) (G point) 10504,

5. tBlade distance piece (front) (12 point) 10427.

6. fBlade cap (low leads) (12 point) 7491 standard height or 7489
special height.

7. Friction plunger 8692,

2 0 =

PREVARING THE MOULD FOR CASTING 12-POINT TIE-UP SLUGS

1. Remove the Inset (right-hand) from the side block (adjustablc) and
1ep1ace with the inset (right-hand) 10522, as explained on p. 97.

2. Remove the friction plunger spring abutment 8914 and take out
’r.he- spring 8018 and plunger 8213, place the plunger 8692 in position
and replace the spring and abutment. Remove cam relaining pin 10300
and cam 10020 and take out the roller carrier, complete, and spring
8019,

3. Assemble blade (6 point), blade distance piece (rear), low leads
(6 point) and blade distance piece (front) (12 point). Place distance
plate 10523 in position against the distance piece (rear), replace side
block (adjustable) and secure with the three bolts, as explained on p. Y3,

4. Assemble other parts of the mould as for casting 12-point low
leads.

AUXILIARY PARTS FOR CASTING FULL-FACED RULES

To enable full-faced rules to be cast in the mould, the ﬂﬂ}ow ing parts

are required:

Inset {right-hand) 10529,

Tnset (left-hand) 10531,

Blade 10533 (one per point sizc).

Blade distance piece (rear) 10535 (one per point sizc).
Lilade cap 10530.

- Blade disrance piece (front) 10427 (one per point size).

Tlus distance picce is part of the standard cquipment ol the mould
for 4- to 18-point material, so that only one (per point) of this part
is required il casting 4- to [8-point material and 4- to 1&-point full-
faced rules of the same point size.

’J‘E”:’*‘E"’E"i—

* 'L hese pieces are part of the standard equipment of the mould for casting 6-
poiut material, so thal only one of cach of these parts 13 Tequired if casting both
f-point material and 12-naint tie-up slugs.

T These pieces are part of the standard equipment of the mould for casting 12-
point material, so that only ovne each of these parls is required if casting both 12-
point material and 12-poiat te-up shigs.
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PREPARING IHE MOULD FOR CASTING FULL-FACED RULLS

1. Remove the side block inscls [rom the mould and replace with
the insets 10529 and 10531, as explained on p. §7.

2, Assemble the blade 10533 and distance pieces 10535 and 10427
of the correct point size.

3. Assemble other parts of the mould as lor casting rules, but use
blade cap 10530 in place of ruile matrix.

SUPER CASTER FURNITURE MOULD
(CASTING TO PREDFTERMINED LENGTHS)
(FOR PLATES SEE PP. 104, 106)

THE FURNIcURE MOULD 1s normally equipped for 24-, 36-, 48-, 60- and
7Z-point furniture, but its range can be extended to include 24-, 36-
and 48-point mounting material, two-way mounting material, 36-, 48-,
60- and 72-point Lype-high foundry furniture, 18-point full-faced rules
and numerous other shapes of preduct to individual requirements.

Predetermined lengths are obtained by a pre-set rear wall (blade
guide} and an extzrnal length conlrol that adjusts the position of the
ejection stop for completed lengths.

REAR WALL AND BLADE

These parts are adjustable so that the length of each fusing cast can
be from 3 to 6 ems inclusive.

Fusing casis must not exceed 6 ems in length.

EJECTION STOPS

‘The ejection stop for fusing casts is controlled by the counter mech-
anism and is withdrawn when the required number of tusing casts has
been made; the completed length is then cjected a further amount to the
non-fusing stop. This additional amount is a minimum of § cms, bu
a conveniently placed exlernal adjustment permits the 5 ems to be in-
creased by an amount egual to the tolal contraction of the lengths
of rype metal. The external adjustment consists of a graduated wedge
and screw indicating cach 0017 and .010" of variation from the § em
additicn. By this means, the completed lengths are consistently cast Lo
the required measure.

The various core pieces, caps, blades, distance pieces, etc.. are
clearly marked to indicate the purpose for which they are to be used.

The clamping shoc lever pivol 9974 regulates the level at which
pressure is applied to the clamping shoe 10291. Sct the pivor 9974 in
the 60- to 72-point position when casting mounting material and full-
faced rules.
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Friction applied by the platc 9947 and clamping shoe 10291 ensures
that the product remains in the position to which il is gjected whilst
clamp is released.

The jet block 12530 is designed with two jet cavities so that metal
from the nozzle is divided to ensure a satisfactory [using of the product.

CIIANGING FROM ONE PRODUCT TO ANOTHER

The packing plates 11206 and 11207 should be between mould hase
and side block (large) 15712 when casting furniture 697" in height.
Take them out when preparing mould for mounting material or the
upper half of foundry furniture (jet on facc). Use plates 11561 and
11362 when casting 18-point full-faced rules. Use plates marked ‘Toundry
furniture’ when casting the upper half of foundry furniture, with jet
on side.

When mould is equipped for product other thun furniture, the side
hlock (large) is machined for the attachment of facing strips of various
thicknessés to suit the width of product. The mould must zlso be
equipped with the appropriate clamping shoe, [riction plate, blade,
distance piece, and adjustable rear wall.

PREPARTNG MACHINE

Muowld Blade Slide Drive Lever xaSse. Make sure that the plunger
bisrd is lield back by the lock pin a3SF5. '

Remove the cxisling mould blade slide drive lever plate 5s¢2 and fit
the new plate b3sr2 marked ‘15739 and Furniture’. This special plate
st be used for predetermined lengths of furniture to absorb excess
movement of the intermediale lever a5sel when making the shorier
fusing casts.

Set the cecentric pin aSse18F at the 40- Lo 72-point position. Make
sure that the nut 3sE23 is screwed into contact with its stop collar
55624, thus causing the spring bisrll to exert maximum pressurc.

Galley Mechanism. Remove the lead guide brackcl b15sG and the
culter blade bracket bosc.

Place the lead stacker oul of action by removing the pin 2scG4.
Remove lead stacker har 16sG7.

Attach mould to machine, making surc thal the eccentric pin 38F
holds blade in contact with its slide 4sF.

Attach furniture puide. '

Connect the mould blade connecting tube ball end 6sFIF Lo the hole
marked ‘Furnilure’.

Micrometer Head. Remove the exisling wedge indicator scale (leads)
9gr5 and fit the new scale 19sE5 with additional graduations for 3 and
34 ems. (Machines numbered 71090 and onwards incorporaie this new
scale).
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Raise lead mould blade slop lever handle 2SFS (o ils uppermost
position instead of the position marked ‘Furniture’, as on machines
numbered prior to 71090,

Jer Block Driving Rod Connecting Rod 7sp. Conneet the jet block
driving rod connecting rod voke position pin a7sp7 in the 12-point
position on intermediate lever aSsrl.

FPump. Use 14" pump and No. 5 nozzle 12542,

ADJTUSTING AND OPERATING MOULD

I. Move cap and core picees Lo [ront end of mould.

2. Rcleasc adjustable wall clamping nut at rear of side block {large).

3. Place the 3-em setting gauge 15700 between the ‘fusing’ stop and
lower edge of blade. Adjust the micromeler wedge so that pauge is
lighily held in position, and set the seales 10574 and al0srl0 in wedge
screw handwheel to zero. Make sure the new weadge indicator scale
aYsFs 15 correctly positioned at 3 ems.

¥

SETTING THE COUNTER HEATY AND MICROMETER IILAD

As there must always be a 5 em addition to the total length of the
fusing casts, it is obvious that this amount must he subtracted rom
the required length before reflerring Lo the counter head drum tor the
number of casts and lengths of cach cast. If, however, the informaticn
is obtained from the furniture lengths table (see pp. 132, 153), do not
subtract 5 as this is already allowed for in the table.

4. Adjust counter head and micrometer head as indicated by drum
or table.

5. Rotate machine so that mould blade is in its extreme backward
position as dictated by position of micrometer wedge.

6. Move the adjustable rear wall into contact with the stop face on
blade and lock in position. The wall is now correctly set for the re-
quired length of cast.

7. Apply castor oil to the core pieces and assemble them in contact
wilh the rear wall so Lthat the bevelled edge of each core piece 15 toward
open end of mould.

8. Place cap between core pieces and in contact with wall. Clamp
in position.

9. Inscrt a picee of product in open end of mould after raising upper
end of clamping shoe lever 15706 to withdraw clamping shoe,

10. Make sure that clamping screw 038R is adjusted so that there
is approximately " compression in spring box x10sD.

All components required specially for supporting material are marked
‘S in addition to the point size or sizes.

See PRODUCT INFORMATION TABLE on p. 156 for speeds, lemperalure,
pump pressure, cle. 48-point supporting material should be cast at one
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MATRIX HOLDERS

1. For Stzandard (Small Type) Composition Malrices 27 5 .27,

2 For4 F,xTe4nded (Small Type) Compasition Matrices 27 % 4" or 47 %.2" or
3. For Large l'vpe Composition Matrices 47 2% or .47 x 47,

4. For 17 (Poinlwise) Display Malrices.

5. For 13" (Pointwise) Display Malrices,

6. For Border Matrices.

7. Far Dash Matrices,

3. For Quatation Cores,

9. For Electro (L..5.A.) Matrices.
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speed lower than indicated on table; 18-point full-faced rules should
be cast at I& r.p.m.

18-poinl [ull-faced rules may be cast to predetermined lengths or
sheared to length as for leads and rules. Lior the latter, make sure that
the pin 2su4 is connected in the outer holeof cutter actuating plungerlink
adsG3, otherwise the product will foul the cutler hlade.

Remaove the link 1spd so that *fusing’ stop is permanently in position.

FURNITURE TRIMMING ATTACHMENT

As the non-lusing cast does not always produce a perfectly clean end
to the completed lengths, it is advisable to fit the trimming attachment
to the end of galley bracket so that the rim of detachable box just
clears the sorts tray.

The knurled nut on atlachment should be set so that the front of
shear blade is level with the clean portion of end to be trinmumed.

Super Casters numbered prior to 70639 ars equipped with a length
gauge that must be removed whilst this altachment is in position.

MATRIX HOI.DERS
(FOR PLATE SEE P. 108 ; FOR TABLE SCE P. 159)
Houpers arc supplicd lor carrving the various styles of matrices m
correct positions over the mould. The various holders and their uses
are described in the following paragraphs.

2" %.2" MATRIX HOLDER Xa3sL
This holder is nsed only for the .27 > .2" matrix. The matrix must be
placed in the holder with the designation number to the right when
holder is in position on machine. Squaring plungers a3sr. 12 and a3s.13
are provided in the holder to ensure thal any matrix that has become
badly worn shall still be held quite squarely.

DISMANTLING THE .2"x.2" MALRIX HOLDER

Remove the handle a3sil complete with plate 35126 and spring
washers 35L3 by removing the two screws 3SL2.

Remove six screws 3SL1S and slide off matrix holder guvide plate
a3sLl4L together with martrix retainer a3sr.ll.

The squaring plungers a3s1.12 and a3sp13, plunger levers 3sL16,
plunger lever spring a3sL18 and support wire a3sLl9 can now be
removed.

ASSTIMBIING THE .27 .2" MATRIX HOLDOR
Replace plunger levers 3s16, plunger lever spring, support wire and
squaring plungers a3sL12 and adsLld.
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Slide inte position the matrix holder guide plaic a3snidr, together
with matrix retainer a3srLll, and secure with six screws 3sL13.

Replace hundle alsrl, plate 38026 and secure with spring washers
3813 and screws 3sL2.

.2 IIXTENDED MATRIX HOLDER XadSL

This holder is used for the .27 cxlended matrices, and is provided
with a matrix Jocating block 4sL6 to enable any of these matrices to be
used (whether extended above or helow the line). This locating hlack
is secured by means of the screw 4sL7.

When inserting a 2" extended matrix in the holder, another matrix
or blank matrix must be used, to make up an over-all sive ol 4% x .47,

Before placing holder in machine, make certain that the cone hole
is in correct position to engage with the centring pin.

DISMANTLING TIHE .2" TXTENDED MATRIX HOLDER

Remaove the wires and plate 4sLYL. Slacken the screw 4sL7 and
remove the matrix Tocating block 4816,

l'ake out the four screws 4sL2 and remove cover adsil, when the
plungers 4s.10 and springs 4sr.l1 can be removed.

Remove handle adsL3, insulating packing pieces 45112 by removing
the twa screws adsied.

ASSOMBLING THE .2" EXTENDED MATRIX HOT DFR

Assemble the handle adsi3 together with Insulating packing pleces
4sL12 and sccure with screws adsid, Replace plungers 4sL10, springs
4sL11, cover adsil and secure with four screws 4512, Place in position
the matrix locating hlock 4sL6 and tighten the screw 4sL7.

Replace the wires and plate 451.9L.

A7 47 MATRIX HOLDER XaSsL
This holder is used for the 4" x.4" and the 4"%.2" mainix; when
the .4"x.2" is being used, another matrix of the same size must be
located in the holder Lo retain the matrix in the correct position.
‘T'he matrix must be placed in the holder with the designation number
to the right when hoelder is in position on machine.

DISMANTLING THE .47 % 4" MATRIX HOTDFRR

Remove the handle a3s03 with plate 55012 and insulating packing
picces 581,11 hy taking out screws 3sL4.

Remove six screws 5502 and slide ol guide plale aSsuic together
with matrix retainer as3sL6.
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ASSEMBLING THE .4" % .4" MATRIX HOLDER

Slide mnto position guide plate aSsL1L together with matrix retainer
43816 and seccure with six screws 5sr2. Replace handle a’si3, plate
55112 and insulating packing pieces 3sL11, and secure with two screws
5514,

1" x1" MATRIX HOLDER Xa65L

This holder can be used for 1717, 1”x 14" and 1%x 1.35" matrices.
The matrix is inseried in the holder by pulling back the vear clamp
6sLO until it can be given a quarter turn to permit the matrix to be
inserted. The matrix must be placed in the holder with the designation
number toward the handle, Secure the matrix by reversing the rear
clamp until the projection abuts on the matrix, When clamping the
1”17 ar 1": 1} matrix, the rear clamp is turned so that the right-
angled projection clamps the matriz, bul when a 173 1.35" malrix is
in the holder, the straight projection must be usad.

A knurledhead serew 6313 is provided in the holder to move the
matrix locator 6sL10 and thus alter the alignment of the matrix (set-
wise) on the mould.

DISMANTLING THE |7 % [Y MATRTX HOLDER

Remove the handle atsLl complete with plunger 0sL4, spring. 6SLS
and insulating washers €sL15 by taking out two screws atsL?. Knock
cut (he pin 6517 and remove the rear clamp 6516, when the shafl 6818
together with the spring a6sL9 can be taken out. Unscrew the kourled-
head serew 6313 and remove the matrix locator 631,10 and spring 6sL11.

ASSEMBLING TIIE 17 1" MATRIX HOLDER

Replace the matrix locator and spring, securing by means of knurled-
head screw 6s1.3.

Reassemble the spring a6sLy, shaft 6sL¥, clamp 6sL6 and insert the
pin 6sL7.

Place spring and plunger in handle a6sr.] and sceure the handle and
insulating washers 05L15 to matrix holder body with two screws a0sL2.

1+ x 15" MATRIX HOLDER Xa7SL
This holder can be used for 147 14" and 117 1.35" matrices.
Its construction is similar to that of the 1”x 1" matrix holder, the
instructions for which apply to this holder.

LOW SPACE AND QUOTATION MATRIX HOLDER 8SLL

This holder is for locating the low space blanks and the quotation
cores on the mounld.
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The construction of the low space and guotation malrix holders is
very similar to that of the 1"} 1" matrix holder, and the paragraphs
on operating apply to both holders.

CONTINLOUS BORDER MATRIX 1TOLDER Xa9s1.
In this holder, the matrix is pushed to position against an abutment
a9sLl and held there by a spring operated clamp 9sL3,
It is advisable not to remove the clamp and spring as they are
difMicull Lo reassemble.

DASH MATRIX HOLDER 10sL1

This holder consists of a block to which the dash matrix is fitted;
it 1s used in conjunction with the 4- to 18-point lead and rule mould.

MATRICES

COMPOSITION TYPE MATRICES

Composilion Lype malrices are made in lour forms:
2" pointwise 1 .2" setwise
2" pointwise 4" setwise
A" pointwise x 2" setwise
A" pointwise x .4° setw::.e

Whm referring Lo 4% <.2° or 27 .47 matrices, always mention Lthe
‘point’ direction dimension first a_ncl the *set’ direction dimension last.
Thus, a 2"« 4" matrix is a small type composition matrix extended
setwise, whercas a 4" % . 2" matrix is a large Lype composition matrix
limited setwise to 2", '

Type from these matrices is cast to units, a unit being the 18th part
of the body em (see tables on pp. 140-147),

7w

DEPTII OF DRIVEC—COMPOSITION
Composition matrices, 050",

SIDE WALL MEASURCMEINTS OF COMPOSITION MATRICLS

Composition matrices are punched a certain distance from one side
of matrix body. With a few exceplions the lollowing measurcments
apply:

From 5 o 11 point inclusive, the standard side wall measurement
on composition matrices is .0357; in 12 point it is .025%. In some large
type composition matrices, the side wall is reduced ta 015",

‘LINE’
The ‘Line’ is the position on type bodies or matrices taken by the
lower serifs of caps. and lower case (descenders excepted).
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In ‘Monotype’ specimen books, the ‘line’ of composition matrices
is given thus: ‘Line .1295". This means that the ‘line’ of the character
comes .1295" from the rear edge of matrix. In type above 14 point,
the ‘line” given indicates the measurement from the ‘ling’ of the character
to the rear cdge of ivpe body.

DISPLAY TYPE MATRICES
Display Lype matrices are made in various sizes:
1" pointwise > 1” (or more) setwise
1 pointwise < |4" (or more) selwise

These matrices are for casting display type from 14 to 72 point.
‘They are marked with the face series numher and the point size of
type Lo be cast (rom them; also with the set measurement in points.
Thus, 199 18 toward one edge of the matrix means that the face
series is No. 199, and the body size is 18. AL the other end of the same
edge of the matrix is a number indicating the point size of the ‘set’
to which fype must be cast from that matrix; thus, 162 indicates that
the micrometer wedge must be adjusted to 163 points.

The ‘set’ number, taken into consideration with the point body size
of the type. is an indicalion of the speed at which the type must be
cast. A chart is provided (see table on pp. 150, 151) from which the
speed of casting may be obtained from any matrix marking.

DEPTII OF DRIVE—DISPLAY
Display matrices up to 36 point, .050"; display matrices 42 point
and over, .065".

SIDE WALL MEASURLCMENT OT DISPLAY TYPE MATRICES
From 14 to 60 point, the side wall measurement is .150"; 60 point
Didat and 72 point, . 1025".

ELECTRO DISPLAY TYPE MATRICES

Many cleelro malrices are in circulation for casting display type from
14 to 36 point. A special holder is provided for casting from these.

These are marked with the lace scrics number, the point size and
the set size. Thus, 159-24-%9-6 or 159-24 9 6 indicates 159 series
of face, 24 point; with the asterisk it means 93 points in sel. and with-
out the asterisk 263 points. The asterisk implies a difference of 17
points. On these matrices, the final 2 indicates 4 point, 4 indicates &
point, and 6 indicates $ poinl.

A sizing card is provided (see table on pp. 148, 149) to indicate the
micrometer head adjustment when using these matrices,

A Timited number of ¢lectro matrices are in use from 42 to 48 point.
These have special markings, such as asterisks or diamonds, the signi-
ficance of which is indicated on the sizing card.
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RULL MATRICES

For use on strip moulds lor casting plain rules in different strengths
of line, either single or multiple. The matrices remain fixed to the
mould.

CONTINUOQUS STRIP BORDLCR MATRICES

For casting strip material with a continuous border design. A
special holder is provided for these matrices. 'I'he matrix is lifted trom
the mould whilst the strip 1y advanced, and when the matrix is again
lowered to the mould, another section of sirip is cast.

QUOTATION CORES

These take the place of matrices, and a special holder is provided.
The core block is lowered to the mould, projections on the block
entering the mould, so that a cored body is cast. Quotation moulds
are provided with a special [nset and crossblock (o correspond with
the height of the quotations.

CARE OF MATRICES

Properly treated. these will last for vears.

Matrices should be thoroughly brushed before being inserted in the
machine, and cleaned every morming when in continual use, otherwise
grit may accumulate between them and causc excessive wear. Examine
the cone holes in composition matrices to sez that no metal or other
foreign matter is deposiled there, as this will affect t! he alignment of
the type cast from such matrices.

The hest method of cleaning matrices is to wash them in clean
paraftin, and then Lo blow out from the cone holes aml faces the
loosened dirt by compressed air.

(il should be kept from the face of matrices us much as possible
while the machine is running, as it causes burrs to be cast on the Lype
between mairix and mould,

If by chance a character breaks off in its matrix, the matrix should
not be dipped in the metal pot, as this soflens the matrix. The follow-
ing procedure should be adopted: set mould blade to guad p(r‘silimw
and give machine a few revolutions with the pump mechanism in
action. This generally clears the matrix.

On no account should the matrix be struck against anything hard.
Should a matrix become damaged in a manner likely to affect the
precision af the type (o be cast from it, it should at once be discarded
and replaced. 'L'he use of a seriber lor cleaning damaged matrices
should not be permitted.

When not in use, the matrices should be stored in a dust-fres cabinel.
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NAMES OF TYPE T'EATURES

D I
| 12
/
3 H_______l'—(—# _,,—*F
K [ L
T = s ) e, B \,\ s

St L "
o —
! H E
B | :
i A A M
EoDY oR WIBTH e ! i !
POINTSIZE £ |l |
1
LA 2 : .
o
I \ .
k g1 L H
E 9
L —— = !
LA T ¥
1
C :
A
1
[}

i
(A) front (of body), (B) back (of body), (C) foot, (D) head, (E) nick,
(I') counter, (G) beard (shows depth of drive), (IT) shoulder. (1) hair
line, (K) main stroke, (L) serif, (M) type line.

TYPE HEIGHT

Tre sTANDARD height for English ‘Monotype” tvpe, from foot 1o face
of characler, is 918", and when moulds are producing type more than
002" less than Lhis, they should be returned for repair.

The height of type depends upon the height of the mould blade and
the depth of matrix punchings. These are fixed quantities, and will
only alter through wear which should be very slight over a prolonged
period.

Before commencing Lo cast a fount of display type, always measurs
the height of the tvpe. This will prevent the use of matrices possessing
2 drive inconsistent with the height of mould,

ALLOWANCE FOR SHRINKAGE

Where precision is required, lype should be measured when cald.
The shrinkage in cooling in the height of a typc is .003"; the samc
applies to the body of a 72-point type.

Typecasting should be carried out with as few stoppages as possible,
50 as to maintain a regular mould temperature and uniform type
shrinkage. Types cast in a cold mould contrect less than those cast
in a hot mould.
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QUAD AND QUOTATION HEIGHT
Mourp lower blades are made to produce quads and spaces (o a
height of .750". Non-cored quotations can also be cast to this height.
This permits the use of quads and quotations as base material [or
mounting stereos and electros, machined to a thickness of 12 points.
I allows .002” for the thickness of the adhesive employed in attaching
the plates to the quad or quotation bases.

TYPE BODY SIZES
THE 3TANDARD UNIT for English type body measurcments is termed a
poinl’, and this measures .01383",

The old English terms, such as nonpareil, minion, brevier, cte., arc
obsolete, and types based on these sizes are now seldom used. Main-
ienance of these old-fashioned sizes is to be discouraged.

English ‘Monotype’ moulds can be made to any body size required,
but printers arc recommended Lo encourage the use of moulds made to
‘point’ sizes only.

Lincs to Lines to
Mames Point Inch 6 ens MNames Point  Inch G ems
(App'x.1) (App'x.1")

1 013833 7200 Pica _ . .o— 1667 5.97

: 2 027 346.00 13 748 .54
Minikin 3 0415 2400 English .. — 1880 5.29
Brilliant 30484 2057 14 1936 5.14
Gem .. 4 0353 13.00 2-live Brevier — 2166 4,59
Diamond 44 0622 16.01 16 2213 4,50
Pearl .. RS B 1) | 14.40 Greal Primer - 2350 423
Ruby ar Agate 540760 13.08 18 2450 4.00
6 U830 12.00 Paragon .. 2626 3.79

Nonpareil — 0833 11.95 20 2766 3.60
Emeralkld 6l 0399 11.07 Double Pica 42890 3.44
70968 10.28 a2 3043 3.27

Minion — a2 10.24 24 3320 3.00
Brevier — 1083 919 2-line Pica .. — 3362 2.96
g .1106 9.00 2-fine English 3750 2.65

Bourgeols — 1180 3.44 a0 4150 2.40
9 L1244 5.00 26 4980 2.00

Long Primer .. -— 1350 7.37 42 5810 1.71
10 (1383 7.20 48 6640 1.50

Small Pica - 1450 6.86 54 7470 1.33
11 .1521 6.54 60 8301 1.19

12 1660 6.00 72 990 1.00

The American ‘em’ of 2 points is hased on 35 centimetres divided into 83 parts,
and thcrcfore medsurcs 166",

The above Lable shows the measurements of standard ‘point’ sizes,
as well as sizes of old-fashioned English types. With regard to the
latter, definite standard measurements do nol cxist; the ‘authorities’
simply state that they measure (for example) ‘about 19” or ‘about 20
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lines to the inch. The measurcments of types with obsolete names are
based on average measurements of type produced by leading Lypc-
tfounders of the past, and the smaller sizcs are shown as some definite
fraction of the point.

PRODUCTION OF GOOD TYPE
10 BE CONSIDERED PERFECT, A type must possess the following attributes:

1. Tt must be quite solid, have sharp corners, a solid and flat [oot,
the face sharp and well defined, and hc casl [rom metal neither too
soft nor too hrittle.

2. It must be sguare in all directions, exuct to size pointwise and
setwise, and of correct height from foot to face of character.

Principal causes of imperfect Lype are: (1) poor quality metal;
(2) Toul nozzle or pump body channel; (3) worn piston or pump body
bearing;'t4) insufficient piston pressure Lo overcome air resistance in
mould; (5) some parl of pump mechanism not working freely; (6)
water leakdage below mould blade side blocks.

In the case of imperfcet type, make sure of the following poinis:
that « suitable quantity of metal enters below the pump body piston,
and that no dross has accumulated in the piston inlet, piston base,
valve face and seating, pump body channel, or nozzle channcl. The
pump body should be cleaned regularly, and & drill run up the main
channel till it can he seen at thc nozee end. The nozzle should he
drilled cvery day whether it appears to require it or not. Il dross is
allowed to accumulate unduly in the nozzde, it may become difficult
to drill.

CARE OF METAL

The metal in the pot should be kept clean and completely molten
when the Super Caster is in usc. In molten printing metal, the tin and
antimony arc completely dissolved, and do not tend to scparate. How-
ever, the metal may get chilled, for example, by the addition of fresh
ingots, or by a current of cold air passing over the surface. TL may
then happen that some parts of the metal cool helow the temperature
at which freezing commences, with the result that crystals of tin-
antimony form. These crystals, being light, float upwards and collect
as a scum on the surface. Severe separation not only leads to loss of
the hard tin-antimony conslituent but interferes with the proper
working of the pump and leads to the production of hollow type.
The important points, therefore, are to maintain the remperature, to
avoid chilling hy the sudden addition of a lot of cold meial and to
puddle the metal occasionally to help dissolve any tin-antumony

1
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erystals which may form. Do nol attempr to clean the metal in the
Super Caster melting pot; any skimmings should be re-melted with
type. Be careful of nostrums advocated for cleansing the metal. If
they contain acids or salts, the pump body valve may become corroded,
and the small hole in the latter will become enlarged. The main point
is to keep the antimony well mixed with the lead. Being lighter, it has
a tendency to rise and oxidize. Ocecasional puddling maintains the mix-
Lure, and assists the dirt in the metal to rise to the surface. 1he practice
of dipping the piston in vascline and other lubricants is much over-
done, as the oil carbonizes on the piston and in Lhe pump body channel,
in lime causing the latter to become choked. Simply brush the piston
end wilh a brush, and before inserting the piston, skim away any dross
above the pump body boring so that the piston may enter clean metal
and not carry dross down with it.

Regulate the metal passing through the piston so that the type is
solid and too much metal does not remain in nozzle. In the laiter cvent,
stop-casling may result. When casting small type, the piston should
have a short, sharp siroke which should be slightly longer when casting
larger type. As it is impossible to see the melal enlering beneath the
piston, any idea of the action that takes place must be bused on theory,
and this gives the operative scope for reflection and deduction.

Never attempt Lo run the pot up or down without making sure that
the metal is completely molten and that the nozzle end of pump body
is seated correctly. T'he nozzle should be a perfcetly vertical fit in mould
hase. The dross which accumulates on the surtace of the metal near the
nozszle should be cleared away so as to allow the jet pieces from the
mould to melt quickly, In the case of metal squirting over the nozzle,
or the jets not being melted, the latter may accumulate so that it is not
possible Lo cjecl any more, and the crossblock will in,consequence
become wedged. lu this evenl do not force the machine round, as this
might break the type carrier lever; run the pot down and clear away
all the jel pieces [rom the opening in the mould through which they
fall.

METALS FOR USE ON ‘MONOTYPE MACHINES

SINCE THE VERY carly days of printing, alloys of lead, tin and antimony
have been used as type melals. Over the years, the compositions appro-
priate for specitic purposes have been more closely defined and the
standards of purity have been raised.

scientific study of the alloys has lagged behind their practical applica-
lion bul in recent times there has been a good deal of rescarch on the
constitution ol the alloys and on those properties of importance in
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prinlin g. Such work nat only offers a valuable supplement to experience
in the investigation of practical prohlems; it also provides a picture of
the behaviour of the alloys on melting and casting which can be of
ereat assistance to anyone engaged in their handling.

REQUIREMENTS OF A TYPE METAL
1. A type metal should give sharp and true castings.
It should reproduce faithfully every minute detail of the matrix
and give a casting correct in form and dimension when cold.
. It should give strong and sound castings.
Cast type should be as sound as possible and stand up well to
printing wear and pressure,
3. Tt should be casy to cast.

mé‘?ﬁnfékb e m[%eﬁ ttack the iron and steeL from ”\”thh type—
casting machinery is made, nor clog the small apertures in
mduthpieces or nozzles.

4. 1t should be clean to melt.
When molten, it should give as little dross as possible and losses
on remeliing should be low.

k2

CONSTITUENTS OF TYPE METALS

Tong experience has shown that alioys hased on lead with additions
of tin and antimony meet these requirements better than any other
metal or alloy.

Lead. Tead. which forms the basis of all printing metals, melts at
621°F., and is exceptionally malleable and ductile. Tt is comparatively
cheap, so that it is a suitable metal economically as well as metal-
lurgically, but by itself it is very soft and does not give sharp castings.

Antimony. Antimony melts at [ 1667F, Tt iz a hard, brittle and highly
crystalline metal, which supplics hardness Lo the alloy and promotes
sharp reproduction of the mould.

Tin. Tin, which has a melting point of 450°F., is not much harder
than Iead but much tougher. In a printing metal, it adds toughness and
wear-resistance 0 the alloy, in addition to making it more Muid and
easv-lowing.

MELTING PROPERTIES 0OF PURE LEAD
Pure lead has a sharp melting point al 621°F. This means that at
temperatures above 621°F. it is always completely molten forming 4
homogeneous liquid, and that below 621°F. it is always completely solid.
A pot full of molten Isad, cooled down slowly from say 700°F., will
stay molten until the temperature has dropped to 6217F. At this poml
the metal will solidily and the temperalure remain conslant until the
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whole contents of the pot are solid (which will take some time). Once
the metal has completely solidified, the temperature will again fall
steadily.

LITECT OF ANTIMONY

‘Thus pure metal melts and solidifies in a simple manner at a single
temperature. The solidification of alloys is not so simple. Only in special
cases docs an alloy solidify at 4 single temperature; most compositions
solidify over a range of temperatures.

Comnsider an alloy containing 5 per cent of adtimony, 95 per cent of
lzad. At a temperature of 700°F., the antimony will be completely dis-
solved in the molten lead, forming a homogeneous liquid, although the
melting poinl of purec antimony is | 166"F.

When this alloy is cooled, nothing happens at 621°F. (the tempera-
ture at which pure lead solidifies) and the contents of the pot remain

SOLIDIFICATION OF ANTIMONY-LEAD ALLOYS
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Fi. 1.—Diagram comparing themelling behuviour of various antimony-lead alloys.
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fully molten until the temperaturc has dropped to 555°L°. Ilere small
particles like ‘gril” appear in the metal, showing thal solidification has
commenced, but the metal continues to cool, and becomes more pasty,
until the temperature drops Lo 486°F. '

‘I'hen, while the temperature remains constant, the remainder of the
metal scis solid (which again takes some time). As soon as all the metal
has soliditied, cooling continues once again.

If the test is repeated with an alloy of 10 per cent antimony, 90 per
cent lead, it will be found that the temperature falls to S00°F. helore
the grittiness which indicates the commencement of solidification
appears. Again cooling continues to 436°F. and again the metal remains
at that temperature until solidification is complete.

Thus, when antimony is alloyed with lead, the temperature of final
solidification (which is called the ‘solidus’) is lowered to 4867F.; all
alloys containing only antimony and lead finally solidily at this tem-
perature. A sccond effect of initial antimony additions is to lower the
temperature at which solidificalion commences (the ‘liquidus’); 6217
with no antimony ; 555° with 5 per cent antimony; 500° with 10 per cent
anlimony (Figure 1, p. 120). The alloy 12 per cent antimony, 88 per
cent lead begins Lo solidify at 486°F. and remains at this lemperature
until it is a solid. In other words, this onc composition behaves like a
pure metal in having a single melting point or solidification temperature.

With alloys conlaining more than 12 per cent of anlimony—and these
are of the greatest interest to 2 “Monolype® user—the liquidus tempera-
ture rises again. Thus, in an alloy containing 15 per cenl antimeny
85 per cent lead, gritty crystals appear on cooling at 558°F. {Cooling
continues and the metal becomes more pasty until the solidus of
486°F. is reached.

For the 20 per cent antimony, 80 per cent lead alloy, the liquidus
temperature is still highcr—626°F ., though the solidus remains at 486°1.

When the alloy contains over 12 per cent anlimony, then, the liquidus
tcmperature rises as the antimony content of the alloy is increased.
Since the solidus is constant, it follows that increasing the antimony
content over 12 per cent increases the length of the solidification or
pasty range. This fact has an important bearing on the choice of an
alloy for casting type, since alloys with a long solidification range
are more difficult to handle.

MICROSTRUCTURE OF ALLOYS

All metals are composed of crystals, which can be clearly scen If a
piece of metal is scctioned, ground flat, polished and cxamined under
a microscope.

Solidification of metals can be regarded as a process of crysialliza-
tion. Thus, in pure lead, the crystals form at 621 “F. io combine into an
assembly of close-fitting grains.
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PHOTOMICROGRAPIIS O PRINTING METALS

FiG. 4. Alloy lor display type: 12 per cent tin, 24 per cenl antimony, 64 per cent
lead. Note higher proportion of the hard crystals in comparison with Fie, 3.
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Consider again the alloy containing 5 per cent antimony, 95 per cent
lead. The first sign of solidification as the alloy cools was described
above as the appearance of small pasticles like ‘grit’ in the mollen
metal. These particles consist of crystals of lead which, at the com-
mencement of solidification, are very small. but grow as cooling pro-
ceeds. The crystals are, in effect, extracting lead from the liquid metal
which therefore gets progressively richer in antimony. Crystal growth
conlinues until the metal which still remains liquid contains 12 per cent
of antimony, 88 per cent of lead, by which time the temperature has
fallen to 486°F.

Similarly, when the alloy containing [5 percenl antimony, 85 per cent
lead cools, the crystals which appear are of pure antimony. These
crystals grow until the metal, still liquid, contains only 12 per cent of
antimony.

1t is possible now to see the significance of the special composition
12 per cent of antimony. 88 per cent of lcad. When an alloy cools, it
sheds whichever metal is in excess as solid crystals. Ultimately, the
liquid remaining always contains 12 per cent antimony and, as we have
seen, this always solidifics atl 486°F.

This compeosition is called the ‘entectic’ which means ‘easy melting’.
The name is given:

1. to the alloy itself containing 12 per cent anlimony, 88 per cent
lead and solidifying at the single fixed temperature of 486°F.,

2. lo the constituent in other lcad-antimony alloys which remains
after the crystals, cithcer lead or antimony (whichever is in excess),
have formed and which likewise solidifics ul 486°F.

Thus, an alloy of 15 per cent antimony, 85 per cent lead is seen,
under the microscope, Lo contain isolated crystals of pure antimony
surrounded by Lhe eutectic constituent. The laticr is in fact a very fine
network of interlaced lead and antimony.

EFFECT OF 1TN

‘Iin in printing metals can be considered as modilying, but not alter-
ing in principle, the features observed in lead-antimony alloys.

The two changes which are ol importance in consideration ol
‘Monotype’ metal are as [ollows:

1. Some tin enters the cutectic, which in type metals has the com-
position 4 per cent tin, 12 per cent antimony, 84 per cent lead. This
mclts at the single definite temperature of 404°F.

2. Excess tin and antimony over and above the eutectic composition
form tin-antimony crystals, instead of the antimony crystals which are
present in plain lead-antimony alloys.
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MICROSTRUC IURE UF TYPE METALS

Figures 2-4 (p. 122), are photomicrographs of some type metals.
Iigure 2 shows the eutectic alloy. The dark material is lead, the fine
white lines are tin-antimony. The constituents are very intimately mixed.

This alloy, which incidentally is very close to the composition of slug
casting melal, is rather soft and lacking in wear resistance for direct
printing. A dual purpose ‘Monotype’ metal is shown in figure 3. The
white cubic crystals are tin-antimony which, being hard themselves,
confer on the alloy improved resistance to wear. Surrounding these
crystals is the eutectic constitnent.

In the display metal (Figure 4), there are many more of the hard Lin-
antimony crystals.

The size of the crystals in the metal depends on the rate of solidifica-
tion. Il this is very slow, the crystals have time to grow large. Rapid
solidification on the other hand produces a very fine structure. It is very
desirable that the crystals in metal fed into the machine pot should have
a fine structure, so that they dissolve rapidly when the metal is added.

Tn type, the tin-antimony crystals may be only one ten-thousandth
of an inch across.

The tin-antimony crystals arc very hard in comparison with the lead-
rich cutectic and it is desirable to have a high proportion present in the
alloy for good wear resistance. But as the proportion of tin-antimony
crystals is increased to sceure greater hardness, so the melting tem-
perature goes up.

The same effect was observed in lead-antimony alloys containing
more than 12 per cent of antimony. If we consider the addition of tin
alone, we may find thal it lowers the melting point; thus an alloy con-
taining 6 per cent tin, 15 per cent antimony, 79 per cent lead not only
has a lower melting point than the plain 15 per cent antimony, 85 per
cent lead alloy, bul il is also much harder. There is, however, a limit
to the amount of tin which can usefully be added in this way, apart
from economic considerations, Broadly speaking, (he hest results are
obtained by increasing both tin and antimony together, and—to Tepeat

—when this is done, the hardness is increased but the final melting
temperature rises also.

PRACTICAL DISADVANTAGES OF HIGH-MELTING-POINT ALLOYS

The speed of casting normally demanded lirmnits the range of alloys
which can be used. It may be assumed that the metal enters the mould
when it is only just completely liquid and that the type is ejected very
soon after it has solidificd. Consider two rather extreme alloys: 6 per
cent tin, 15 per cent antimony, 79 per cenl lead for composition work,
and 18 per cent tin, 27 per cent antimony, 55 per cent lead, a very hard
metal tor display type.
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6/15 18127
Completely liguid sl i BORE 646°F.
Completely solid at .. 464°F, 464°F.
Solidification range - 38°H. 182°F.

The ‘solidification range’ for the hard metal is vastly greater. In com-
parable conditions of casting, therefore, the hard metal takes a much
longer time to solidily. The cooling could, of course, be accelerated by
extra water cooling, but even so, reduction in the speed of casting would
be necessary to maintain satisfactorv production of sound type.

The comparison is an extreme one bul, cven within the range ol alloys
normally used, there are alloys having widely dillerent melting points.
Since there is a maximum casting temperature above which the metal
would not salidify rapidly enough to maintain the speed of the machine,
it is clear that the margin between this working lemperature and the
first freezing point of the alloy is much narrower with hard metals,
‘T'here is a narrower permissible range of temperature with hard metal,
and closer attention 1o temperature control is necessary.

A further disadvantage of hard metals is their greater erosive effect
on matrices.

CHOICE OF METAL COMPOSITION

To some extent, therefore, the composition of the alloy must repre-
sent a compromise between hardness and ease of casting. 'T'he final
choice 15 dictated by the service to which the type will be put.

There is. however, ane most impartant point which must be borne in
mind. The resistance of type to wear depends not only on its hardness
but also on its soundness and, particularly, the solidity of the printing
surface. With the harder alloys, more care and preferably a slower rate
of casting are necessary to secure solidity. Tf high speeds of casting are
to be maintained, then it is unwise to aim for hardness at the expense
of solidity. A somewhat softer alloy which will in routine casting yicld
solid type will in the end he more reliable.

The faregoing may explain why metal compositions are not more
rigidly standardized. Conditions of casting and use vary and it is for
the individual user to select the composition which best meets his
requirements.

COMPOSITIONS AND PROPERTIES OF ALLOYS
& per cent tin, {5 per cent antimony, 79 per cent lead

Compleiely liguid al .. i .. S02°F.
Completely solid at .. S .. 4064°F.
Brinell Hardness Number .. ey 2310

The alloy cantaining & or 7 per cent of tin with 15 per cent ol anti-
mony is most widely used for composition work. Tt has the lowest
melting point of the alloys normally cast on a “Monotvpe” machine and
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is easy to handle, giving sound type al high casting speeds. ‘The type is
naturally softer than thar produced from the higher melting point alloys
but has adequate wear resistance [or the general run of compositicn
waork.

10 per cenf tin, 16 per cent antimony, 74 per cent lead

Completely liguid at .. i e SZACE,
Completely solid at ., b .. 464°F.
Brinell Hardness Number . s R

Containing a higher proportion of tin-antimany erystals, this is con-
siderably harder than the preceding alloy, although the Hquidus tem-
perature 1s not very much higher. Tt has excellent fluidity, owing Lo
the relatively high tin content. This is the recommended alloy for the
dual purposcs of composition and case type, for which it is well suited
by reason of its good combinalion of wear resistance and ease of
handling.

9 per cent tink 19 per cent antimony, 72 per cent lead

Completely iquid at .. i .. 5406°F.
Completely solid at .. i3 .o 4edt T,
Brinell Hardness Number .. . 285

This formula was once very popular but it has lost ground as a dual
purpose metal to the 10/16 alloy. The reason lics in the higher liquidus
temperature, for although it is slightly harder intrinsically than 10/16,
and in favourable conditions gives cxecllent results, there is greater
difficulty in maintaining output of solid type in routine production.

The difference shows up sharply in the casting of rule. Particular care
15 Tequired with the 9/19 alloy to secure a clean face and good welds.
By contrast, the 10/16 alloy, with its high ratio of tin to antimony,
flows and welds more easily,

13 per cent tin, 17 per cenl antimony, 70 per cent lead

Completely liquid at .. 2 DA E
Completely solid at .. 5 .. 4064°F.
Brinell Hardness Number .. vi o 205

This alloy illustrates the virtues of a high tin content. It is particularly
tough as well as free flowing. Easy Lo cast, it vields beautifully clean,
hard-wearing type.

12 per cent tin, 24 per cenr antimony, 04 per cent lead

Completely liquid at . . .- o, BROTEL
Completely solid ut .. - o 46471
Brinell Hardness Number .. .. 330

This is the composition occasionally used for display type. The hard-
est metal normally cast on a Super Caster, it contains, as ligure 4
shows, a very high proportion of the hard tin-antimony cryslals.
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The liquidus lemperature is a good deal higher than any considered
ahove; this means that special care is required in casting to maintain a
homogensous metal in the pot and to prevent blockage of nozzles.

HANDLING OF MOLTEN PRINTING METALS

FROM THE CXAMINATION of metals under the microscope, it is possible
to deduce a good deal ahoul. their behaviour on melting and casting.

We have scen Lhat a normal metal for ‘Monotype’ composition, pro-
perly melted and maintained throughout al a temperature of say 700°17,
is a completely uniform and homogeneous liquid. The tin and antimony
are dissolved in the lead, and so long as the temperalure is maintained,
they will stay dissolved. No scparalion will oceur, for even though tin
and antimony are lighter than lead, they cannot separate because they
are in solution.

The temperature of 700°F. is well above the temperaturc at which
the alloy commences to solidifv. The superhcal is necessary to allow for
the cooling which oceurs on the passage of the metal through the pump
and nozze, so that when it enters the mould it is still sufficiently fluid
to fill out all the detail.

Unfortunately, practical factars tend ta disturb the uniformity. The
temperature in a Super Casler pot Is not absolutely the same at all
points. Conduction away of heat by pump parts lowers the lemperature
of surrounding metal. 'resh metal added has a cooling effect. A current of
cold air passing over the pot will tend to chill the metal on the surface.
The cjected jet pieces both chill and aerate the melal where they fall.
Thus the temperature generally may remain satisfactory but the metal
may be chilled loeally to such an extent that the temperature falls below
its upper melting point. It is this condition which gives rise fo separation
m the pot.

SEPARATION OF CRYSTALS

The alloy 10 per cent tin, 16 per cent anlimaony, 74 per cent lead, as
an examplc, commences to solidify at 524°F. When the temperature
drops below this, tin-antimony crystals form. If cooling continues,
more and more tin-antimony crystallizes out. If, however, the temper-
ature remains constant at a few degrees below the liquidus, say al
515°, crystal formation is arrested: the crystals which have formed
remain suspended in metal still molten,

The tin-antimony crystals arc, however, much lighter than the re-
mainder of the metal and hence thev tend to float to the surface wherc
they form a scum. If the pot is skimmed in this condilion, a proportion
of the valuable hardening consliluents will be removed and the quality
ol the metal will fall.
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If separation of the rich constituents does take place, as cvidenced
by the presence on the surface of the metal of a thick scum, do not
skim this material off. Steps must be taken o redissolve the crystals
43 soon as possible, for if they become oxidized on the surface, they
may be drawn into the dross and lost. The temperature should be raised
well above normal for a brief period and the metal thoroughly stitred.

If the metal is always raised to 730°1". before skimming, loss of hard
crystals will be kepl to a minimum.

The metal should always be stirred well after it has been melted from
cold in the mornings und at frequent intervals during the day, parti-
cularly after the addition of cold metal. This helps Lo cven out the
lemperature and to redissolve crystals which may have formed.

FEEDING THE I'OT

Tt is advisable to add metal to the pot regularly as required, one ingot
at a time. If a lot of metal is added al onee, the pot is chilled, separa-
tion is likely o occur, and the temperature will fluctuate widely. A single
nugget melts quickly and produces less disturbance of the general
temperature.

The ideal method of supplying make-up metal is by the use of the
Ingot Feeder Attachment. The level in the pol remains constant and
steady feeding of small quantities of pre-heated metal provides the best
conditions for precise control of the temperature.

SPLCD OF MELTING

Printing metals should always be melted quickly, and there should
always be adequale inpul of heat for this purpose. With a slow rate of
heating between the first melting of the eutectic and the final melting
of the tin-antimony crystals, the latter will be free to separate to the
surface into a concentrated crust which is only redissolved with diffi-
culty. Similarly, when the Super Caster is working, the reduced heat
supply may be inadequate to give the required quick response after the
pot has been chilled by the addition of fresh melal. Reductions in the
supply voltage are a frequent cause of slow heating, and furthermore,
they arc most likely Lo oceur in cold weather, at just the time when
extra heat 1s needed in the metal pot to make up for losses due to the
colder machine and atmaosphere.

EFEECT OF SEPARATION ON THE CASTING OPERATION

Possible loss of hardening constituents is not the only consequence
of separation. The operation of the Super Caster may be affected.

If separation has occurred, there will be solid grit-like crystals
floating around in the melal. They will lend Lo scille out on cooler
surfaces. As the metal Hows from the pump to the mould, it loses heat,



130 THE "MONOTYPE' SUPER CASTER MaNUAL

The crystals may setlle out in the metal channels and in parveular, in
the nozzle. A build-up occurs, which gradually reduces the effective
arca of the nozzle, thus contributing towards hollow type. Ultimately,
the nozzle becomes so blocked that casting is stopped.

This hazard is clearly more serious with the higher melting point
metals and it can readily be scen thal Lhese require greaier care o keep
the metal channels free and thus to maintain production of solid type.

MEOLTING LOSS AND DEPRECIATION

Printing metals, when molten, form dross which contains slightly
higher proportions of tin and anfimony than the molten metal. Tf the
same metal is used over and over again, the result is a gradual deprecia-
tion which ultimately throws the composition out of halance and results
in type of inferior qualily.

The depreciation can be ascribed to two separate causes.

Firstly, when type metal is molten and in contact with air, oxidation
takes place. All three consliluenis of the alloy suffer, but tin, and to a
lesser degree antimony, oxidize rather more rapidly than lead.

The second cause of depreciation arises from the separation of the
tin-antimony crystals which occurs when the metal is chilled.

REDUCING THE MELTING LOSS

I'he formation of dross by oxidation of the metal i is ‘11:35\.apa,31e little
can be done to reduce the amount apart from the exercise of reasonable
precautions in the re-melting of type. Oxidation takes place more rapidly
at high temperatures; if metal is overheated and then vigorously stirred
for a long time so thal a fresh surface is continually exposed to the air,
then a heavy dross will be formed. Losses of this kind are avoided by
working at the correct temperature.

Losses due to the separation of tin-antimony crystals, W}nle they can
bc much maore serious, are kept low if care is taken in the handling of
metal whenever it is molien or melting.

‘T'he greater part of the loss is likely to oceur during re-melting but
foss in the machines can be considerable in unfavourable conditions.
The precautions necessary to limit the loss from this cause have already
been described: melt the metal quickly; maintain it at the correct
temperature; do not skim when it is cold.

DEPRECIATION AND HOW IT 1S MADE GOOD

However carefully type metals are handled, some depreciation will
occur. The joint effects of oxidation and separation produce a gradual
reduction in the tin and antimony contents of the metal which, if not
corrected, will soon be evident in the quality of the Lype.

The regular addition of new metal to the old stock helps partially
Lo maintain the quality hut it is rarely easy to ensure uniformity in this
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way. Since some of the metal in printing works is locked up for long
periods, while other metal is used again and agin, the quality of the
stock is liable to become irregular.

Satisfaclory results in the composing room depend on & unilform
supply of metal. Perfeet uniformity can only be achieved if every potful
of type, as it is re-melted, is brought up Lo the standard of new metal.

This ideal can be approached very closcly by the regular use of
reviving alloy.

Experience has shown the average Joss of tin and antimony occurring
each time an alloy is used, ie.. cast into Lype and subzequently re-
melted. On the basis of these figures, reviving alloys have heen designed
centaining high proporiions of tin and antimony so adjusted thal the
addition of the correct proportion of the alloy at each re-melting will
restore the tin and antimony wastage. Since most of the wastage occurs
in re-melting, the effect is to correct the loss as soon as it has occurred.

This procedure is recommended in preference to the occasional
addition of a substantial quantity of reviving alloy, which costs just as
much but only improves part of the stock.

RE-MELTING TYPE

The importance of careful re-niclting of type can hardly be over-
stressed. Poor meral, which has become contaminated or impoverished,
produces bad type. wastes time in all departments and does a poor job
in the end. Careful re-melling—which does not mean expensive re-
melting saves money at every stage ol production.

EQUIPMENT I'OR RE-MELTING

The melting pot should hold at least 3 cwt. and preferably 5 cwt.,
so that the metal is melted in batches of reasonable size and is thus kept
uniform. The pol can be efficiently heated by gas or electricity. Gas is
cheaper both in first cost and in operalion; electricity is cleaner and
simpler to control; but, whereas electrical heating of tvpecasting mach-
ines has enormous advantages, there is not the same need for it when
re-melling.

T'he pot should preferably have a boilom pouring valve. This saves
labour and ensures that only the clean metal below is poured.

The pot should be hooded and the outlet conveyved out of doors. in
order to take away fumes.and the products of combustion, if gas heating
is used. lhe fumes from the pot arise mostly from the ink and from
floor sweepings and also from the use of flux, which cannol be avoided.
All these fumes arc harmless but unpleasant. Mo fumes arc given off
by the metal but a certain amount of dusting from the dross is inevitable
and such dust is, of course, obnoxious.

The best position for the re-melting pot Is near a wall [or simplicity
of providing gas or cleetricity supply and as near the flue as possible.
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Other cquipment required is: ingotl moulds—for large ontputs, water-
cooled moulds are desirable, but for normal work, heavy cast iron
moulds are satisfactory—al least six should be available (if Automartic
Ingot Feeder Attachment is fitted, two special ingot moulds will also
be required); a ladle, which can be used for stirring; a perforated
ladle for removing the dross; dross container to keep the dross under
cover; mould skimmer Lo remove the ‘froth” from the ingots after they
are poured, and thermometer to test the temperature of the melal.

KEEPING GRADES OF METAL SEPARATE

‘T'ype should be kept apart from slugs or slereos since a few pounds
of these in a melting pot may affect the composition appreciably.

Founders’ leads and furniture should be kepl out of the pot for the
same reason.

Founders’ type should not be re-melted with “Monotype’ metal since
it is likely to contain guite a high percentage of copper which will lead
to troublc in casting.

Any “foreign” metals should therefore be carefully picked oul before
type is put into the melting pot.

MELTING AND CLEANING THE METAL
Metal should be melted guickly because, as already deseribed, slow

melting leads to scparation of the tin-antimony crystals with probable

loss of some of these valuable hardening constituents in the dross.

The correct temperature Lo which the metal should be raised for
cleaning is 700-750°F., the higher tempcralure being necessary for
harder metals. '

Regular use of a thermometer will avoid under- of, over-heating,
both possible sources of loss through extra dross formation.

When the metal has been raised Lo the cleaning temperature and
thoroughly stitred, the dross on the surface will be rather thick and
contain a high proportion of metal in addition to metal oxides and dirt.

A flux should then he used to clean the metal [rom oxides and non-
metallic matter and to produce a dross which contains as litile valuable
metal as possible. The flux should not have any corrosive dction which
might aftect pot or machine parts. The flux is added 1o the molten metal,
well stirred into the dross and, if it is of the burning tvpe, the fumes
should be ignited and allowed to burn out. The dross should then be
4ne and powdery, showing that the bulk of the metal has been released
into the pot. :

This dross is then tuken off in a perforated ladle. The ladle is shaken
each time to allow the good metal to drain away.

Dross should be immediately dumped into a svitable container so
that it is kept under cover.
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REVIVING OR REJUVENATING 1THE METAL

Tt has alrcady been pointed out that the best way to maintain the
standard of the metal is to add reviving alloy to every pottul of metal
re-melted.

The recommended quantity of reviver is & Ib. to every | ewl. Aller
the metal has heen skimmed free from dross, the reviver should be
added and wcll mixed in lor several minutes,

INGOTTING THE METAL

The temperature required for cleaning the metal is comparatively
high Lo provide the right conditions for separating metal from dross.
1t is advisable to lower the temperature for pouring the ingots. A high
pouring temperature results in slow cocling of the ingots; this is un-
desirable as it produces a coarse-grained structure which may lead to
frouble in the machine.

Ingots shiould be skimmed as they are poured to remove any [(rolh
and scum from the surface.

IMPURITIES IN TYPE METALS

Molten printing alloys will attack and dissolve many other metals.
The resulting contamination nearly always has a detrimental effect on
the working properties, hence the need tor care in handling of type o
keep out any ‘foreign’ metals which might give rise to trouble. -

Zinc is the most harmful impurity. In the form ol zincos, this metal
is quite readily dissolved if it remains in contact with molten printing
metal for some time. Brass rule, another source of zinc, is rather morc
resistant, but even here the molten metal will exert a solvent aclion,
When only a few thousandths ol one per cent of zinc is present, the
effect is immediately noliceable on the surface of the molten metal.
The freshly-skimmed surface of properly melted metal should be bright
and mirror-lilkke. Metal contaminated with zinc, however. will not skim
cleanly: there will be a strong thick film which immediately re-forms as
the skimmer is drawn through the surlace.

This strong film tends to enclose droplets of metal and thus greatly
increase the amount of dross. urthermore, the film retards the flow
of the metal and restrains its entry into fine detail in the mould, thus
spoiling, the sharpness of the type.

Aluminiwsn has rather a similar effect to zinc. Fortunately, il is not
readily dissolved by the molten metal. If any aluminium is accidentally
charged into the pot with type, il usually rises to the surface and is
skimmed ol with the dross.

Copper is not quite so harmful an impurity and a certain quanlily
can be tolerated in the metal withoul delriment to the casting pro-
perties. The exact amount depends on the composition of the alloy,
heing higher with the harder metals.

K
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Copper in excess of this safe limit forms crystals with antimony
which have a relatively high melting point. The crystals readily separate
from the molten metal and dcposit on cooler surfaces of the pump
assembly. As the metal flows through the nozzle, the copper-rich crystals
tend to build up in the orifice, restricting and ultimately blocking the
flow.

Nickel in very small proportions has the same effect in causing
blocking of norzles. Nickel "quite frequently occurs as an impurity
through the accidental inclusion of plated stereos with type for re-
melting; this should be carefully gnarded against.

fron. Printing metals are melied and cast in iron pots so that it mighl
be expected that they would gradually absorb iron. Fortunately there
is very little corrosive attack of the metal on iron and steel. The amount
of iron absorbed in normal working is very small and has no practical
influence on the behaviour of the metal.

ANALYSIS OF METAL
FrOW TIME TO TIME, melal should be analysed to check the quality and
the effectiveness of the reviving procedure. In the average jobbing
works, a check analysis once every six months is adequate.
For the analysis to be of value, it must be reasonably representative
of the metal in circulation, Samples should be selecled with this point
in mind. It is recommended that a few stamps should be taken from

each machine on two or three separate days to form a compeosite sample
to be sent for analvsis,

4

FORMULA FOR FINDING NUMBLER O SORTS
10 MAKE ONE POUND

MurtieLy the body peints of the sort required by the set points and

divide the answer inte 22,000.*

Example—Cast 2 Ib. of 36 point characters, the set width of which
is 124 points.
Answer—22,000x 2 — (362121} — 98 characters (approx.).
In the case of cored type, allow a percentlage Lo correspond with the
degree of coring.

* Four square inchc;‘, (20,736 square points) is only approximately equivalent to
one pound avorrdupois ; fo_r all-round eslimmates 22,000 square points is a more
satisfactory basis. This applies ta Fnglish type height.
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FOUNT SCHEMES
IN CASTING FOUNKTS, it is desirable that an approximately correct number

of the various characters should be cast, otherwise much time and meial
will be wasted in casting characters that will not be needed.

Founts are divided inlo two categories: those that are intended for
bookwork and those intended for jobbing work.

The proportions of the various characters necessary for ordinary
English book composition are [airly accurately deflined, but this is not
the case in johbing composition, where certain subjects often cause a
heavy demand on certain characters. 1o jobbing work, the demand
upon capitals is much greater than in straightforward news or book-
work, and this demand varies according to the class of work that is
being composed. In hook and news work, the six most frequently-used
characters, arranged in order, are e, t, a, I, 0, n, whereas in a large
dircctory a count of the initials of the surnames gave the following as
the order*for the six most frequently-used capitals: B, 8, C, H, M, W.
As the lalict were based on the initials of names of English persons,
their order cannot be accepted as a standard of average frequency of
use of capitals.

Therefore, whereas it is a simple matter to give the proportions for
founts to be used for English bookwork, it is not so easy to arrive at
the quantities ol capitals required for jobbing work. In subscription
fists, the capital M naturally predominates.

A table of average quantities required of each characier to make a
fount of 1,000 lower-case characters in English book and jobbing
founts is shown in table on p. 158,

A TO 7 MEASUREMENTS

The ‘a to > measurernents for determining the relative space-covering
gualitics of u fount are useless when estimating how many lines or
pages certain copy will make. The ‘a to 7” measurcmentys ol two founts
may be identical but, if the frequently-used characters in one fount are
more condensed than those of the other fount, and the infrequenily-
used characters of the former fount are wider than the similar charactlers
in the latter fount, the former founi would cover considerably less
space than the latter.

CHECK THE CHARACTERS WHEN FOUNT CASTING

When casting a fount, check on a slip of paper cach character as it
is cast. This will avoid somc characters being overlooked, and may
avoid unnecessary niould changes.
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ARRANGE MATRICES BEFORE STARTING TO CAST TYPh

Before starting to cast a fount, arrange the matrices in the order of
the progressive thickness of the characters, from thinnest to thickest.
This will save considerable gear changing.

OUTPUTS

OWING to so many intervening factors which qualify the calculations,
it is only possible to give estimates of approximate non-stop hourly
outputs of the various products of a Super Caster.

For type ahove 14 point, the speeds given in Lhis manual in the
CHANGE SPERD TARIE (sce table on pp. 150, 151), and the rrODUCT
INFORMATION TABLE (see table on p. 157), are based on a non-stop pro-
duction of about 40 Ib. per hour. Cored type is cast to the same weighl
per hour, but shows more in guaniity.

‘The weight of hourly output must primarily depend upon the cubic
content of the material cast, multiplicd by the speed of casting. These
are definile factors, bul are qualified by other influences, such as tem-
perature of metal, area of surface exposed (during casting) to the
cooling influence of the mould, the condition of wear of pump body
and piston, and other considerations.

It will thus be undersiood that it is impossible to estimate hourly
outputs with anything like mathematical precision, even on non-stop
runs over a given period.

At the same time, printers and machine operatives should have
a reasomable ideca of the oulpul of the various products obtainable
from a Super Caster on non-stop runs, and should Know how to
arrive at estimates of production. As there must he an arca basis for
the calculaiions, the usuval basis of Tour syuare inches of solid type
as being cquivalent Lo one pound avoirdupeis is used. This formula has
been tested rather extensivelv, and it is found that, in ‘body™ types,
rather less than one pound avoirdupois is contained in four squarc
inches, whereas in display type there is often ruther more than one
pound. Strip tules are slightly heavier than type, as the drive of the rule
maltrix 1s Tess than that of type matrices.

Four square inches of type contain approximately 22,000 square
points, and this weighs approximately one pound. Therefore, if the
square points of cutput per hourare divided by this sum, the approximate
weight of outpul in pounds per hour is arrived at. To estimate the
square-point output per hour, multiply the body in points by the set
in points of the product to be cast, and multiply the answer by the
number of casts per hour.
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Cored type bodies are cast at slightly higher spceds, so thar although
a greater mumber of cored types arc cast per hour, the approximate weight
cast per hour remains the same. This applics also to casting quotations.

Leads may be cast faster than rules, being approximately 20 per cent
less in height.

Type below 12 point can only be cast on a Super Caster at 144 revo-
lutions per minute; therefore, the smaller the type below 12 point, the
less the weight produced per hour.

lu the case ol very large types, where the speed demanded is less
Lthan that provided by the lowcest gear, the pump must be disengaged
during every alternate revolution. This applies only to a few characters
of the largest sizes.

In actual running practice, the weights obtainable per hour depend
largely on the size of founfs cast, as it will be understood that in founts
ol ymall weight the time taken Lo change the matrices and gears will,
in. proportion Lo actual casting time, be considerably more than in the
case of founts of greater weight.

Super Caster users are advised not to run their machines at speeds
higher than those indicaled in the CHANGE SPEED TABLE on pp. 150, 151.

Solid type may in some cases be more consisicntly obtained at speeds
lower than those given in the tahle, owing mainly to cxira time given
for the newly cast types to cool before the return stroke of the pump
piston commences. !

Where a machine is kept constanily employed. the quantity and
quality of output arc governed by the ability of the Super Caster opera-
tive and the organization of his depurtment.

NOZZLE SEATING 'IIMING MECHANISM

A consisiently high output of good qualily solid display type can be
accomplished by the use of the nozzle seating timing mechanism which
1s applicable to type bodies requiring casting speeds of 22 r.p.mmn., or luss.

The mechanism provides an independent adjustment for Lhe seating
ol the nozzle as distinct from the usual method where the seating s
subjected to a relatively small variation by the use of the pump hody
spring rod stop plates.

The adjustment of a trip screw in conjunction with the latch trip
plates permits the seating of the nozzle (o be delayed until the descend-
ing stroke of the pump pistons is about to commence. The delaying
zction enables the nozzle to be kept in close proximity to the molien
melal end reduces heat losses to a minimum. The sudden release of the
nozzle into the mould cnsures a more accurate seating.
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MICROMETER HEAD SETTINGS

FOR COMPOSITION MATRICLES
5 Set to 71 Sel

Twrre| 5 SET : 5% SET | 51 Ser | 52 SET | 8 Ser 1 Sue| 83 Smr| 8§ SeT| 7HET | 7% SET
3 2Tz0 T 2dzn Slza 1 11z 'J”3\-',-g . 11 l_.'ﬁ.J:_[\_ q T3
0115 | 0121 | 0127 | 0133 | .0138 | .0144 | .0150 | .0156 | .0181 0167
- 11g 1 b3n 175 192 1 1lzn 134 175 12 195 18
4 0154 | 0161 | D1A8 | .0177 | .0181 | 0192 | .0200 | .0207 0215 | 0203 |
11350 | 1lbgp | 1li | 1185 | 11l 13 1 13y 17 11hg | 213
5 0192 | .0202 | .0211 | .0221 | U281 | .0240 | 0250 | .0259 | .0268  .0279
115 | to4 | 127z | 1895 2 255 | 234 21, | 21z | 2l
6 0231 | 0242 | 0258 | .0m65 | 0277 | .0288 | .0300 | 0311 | 0323 | .0a34 |
115 | 21z | 233 21; | 2ls | 275 | 217 2 5y 223 | 2l
7 To6s | 0282 | 0280 | 0309 | ©0aza | 0336 | 0850 | o03ea | .0arr | .0390 |
27 | 2l | 27 2% | 2% | 2% | 225 a 3l 3 7a:
8 0307 | 0325 | .0338 | .008a | 0380 | 0384 | 0400 | 0416 | .0430 | .0416
21y 2 53 2 Ag 27y E 3l 31y B 3lp 3 5y
9 0316 | .0363 | .0300 | .03e8 | 0415 | .0422 | 04RO | .0467 | .0484 | .0501
T | 2% | 3l 3315 | 211z | 33 35 3 3 3 7g A Ly
10 0564 | 0408 | 0823 | 0442 | 0361 | 0480 | 0ROD | .0519 | .0638 | U7
8l | 372 | 3% 3L, | 3213 | aloe | B2 | aly | 4%y | 4Ty
11 D423 | .0443 | 0485 | 0486 | 0807 | .0s28 | 0549 | 0571 | .0u592 | 0613
3l | alpy | 32l | &2ia py a5z | Allg | al; | all | a7
12 0461 | .04Ba | .0A07 | .0830 | .0558 | .0576 | .99 | .US22 | L0846 | L0650
3y | Blig | B0l | 4k | Al | 4Ly | ally | 47 51 51
13 0500 | 0s25 | 0848 | .0s7a | .osen | .062a | 0649 | .0674 | .0699 | .0724
37 43zp | 4tz | Alizp | 4lg [ Tg 5135 1y 576 | 523
14 0500 | o585 | .0s02 | 081 | 0648 | .0872 | .06vY | .072G | .0753 | .0789
ahz | 43 |4l¥p | 4lng 5 5731 | 5% | 5% | 3f75 | 61m
15 0576 | 0605 | .0832 | 0683 | .0882 | .0720 | U749 | 0773 | .0807 | .0835
aTg | 41l | 47g 5 lg 5llz; | 555 | G5 | 6 672 | 671
16 0615 | 0Rak | .0878 | .0707 | 0738 | .0769 | .0799 | .0830 | .0861 | .nan2
et 433z | 43y | 53545 5T | 5l | 5% 61 6454 Big 6537
17 [ esa [osss | om18 | 7o o734 | om17 | 0840 | 0RA2 | .0815 | .0B47
5 51, 51y 5 By 5] &1y A 1la 61 7 Tl
18 0692 | 0726 | .0761 | .07es | .083a0 | .ooe5 | 0899 | .0034 | .n8AR | .1003
5z 5 %5 [} 131':' 61lg 5 ‘\lw 51 1'352 [ ?;3 Ty T logn 7 Elg:
19 o730 | 0767 | 0803 | .oea0 | .0876 | .0913 | 0949 | ooas | 1022 | 1089 |
5453 | 52lg 6 lg Gliz | 67152 | 18 7 Tza T ln 7 2y f g
20 0780 | 0A07 | 0845 | .0ue4 | .0s22 | .@st | 09ee | 1037 | 1078 | 1114 |
5 273y 61g 613z | 6254 v TA | 7 7 7g 8Lz | 813
21 o807 | 0847 | .0888 | .gzs | .oess | .aooe | .1oas | .inag | L1130 | 1170
B1; | 6105 | G628 | 7z | 713 | 72L;p | 7Tleg | Bl BS5 87
22 oBa5 | 0888 | .uvsu | 0972 | 1014 | 1057 | 1088 | 1141 | 1184 | L2z
E 6 &3 € 230 Tlzz | 7llge | 7@l 3 8 5-g Bug 8 1 B 1y
23 o524 | 0628 | .0972 | 016 | 1061 | 1105 | 1149 | .110a | 1287 | .1231 |
i 6 2lzg 7 7 lzz | 7215 ) gllz; | 82l a 9 1lzn | O Elzs
24 o2z | 0868 | L1014 | L1080 | 1106 | 1132 | 1198 | .i2aa | .1ea1 | 1a37 |
B T 7 %2 7 Zlzy B gllyy | 8115 9lz; & 3g 9 doge | 10 L3
25 0581 | 1008 | L1057 | 1106 | 183 | .1201 | 1289 | 1297 | .1345 | 1308
Fo Tizp | Tl | T51¢ | 85 | 814 | 973 a3y 933 |, 10ly | 10
28 oooe  oae | Jose | 114w | 198 | 1249 | L1299 [ 13as |, 1aes | 1449

Upper figures show adjusunent in points and fractions of a point of wedge screw handwhes
scale ; lower figurcs show resultant sizes in thousendihs of an inch.
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MICROMETER HEAD SETTINGS
FOR COMPOSITION MATRICES
74 Set to 92 Set

7% Spr| ¥4 Swr| 8 8=r | 81 Ser| 8} Ser.| 83 Ser| 9 SET ll 91 Sur | 83 Suwr | 8 Ser | Unrre
11, 1 932 1 g, % Bg 113z | 11bgp 1l 1 17zp 1 1933 15¢ o
0173 | .0178 | .18 | .0190 | .0196 | .0202 | .0207 | 0213 | .021% | .0226 3
Tilig | 1283 | 125 | 1875 | 17 | 11Ing 2 2L | 21g | 25g
o031 | 0238 | .uza6 | .0%5a | 0261 | 02A0 | .0077 | .0284 | 0292 | .0300 4
23 2 %3y 275 205 255 | Rig 21 29 | 275 | 2%
o288 | ozes | 0807 | 0317 | .0a27 | 0836 | .0846 | .0355 | 0365 | .0375 5
21, 2105 | 2113 | 24 D2z | 229 3 | a3 35 | 313
03aG | .0a57 | o@sa| .0aa0 | .0382 0408 | .0415| .0427 | 0438  .0450 6
2 A, a aly BTz | 355 , 8Bliy | 81z | 3185 | 3llyg | 81ligp
0403 | 0417 | .0ea0 | .0444 | .0a57 | .Ua71 | .0apa | .0ags | 0511 | .0595 7
3 1lze 3 Tig 345 3 2izs | 3 2552 3 ?3 4 4 18 a4 Tz0 41130
0461 | 0476 | 0402 | .0507 @ 0523 | .0538 | .0553 | .0569 | .0SB4 | .0599 8
a3, 2y 4 4lg 1 14 4 53 41z 4 bg 4 4 4y
o510 | .0a36 | 0853 | .0571 .0s83 | 0605 | 0822 | .0640 | L0657 | .0AT4 S
4ugp | 4G | 4Tig | 418 aMgp | 4Ty 5 Bign | S%sz | 813
o576 | 0588 | .0e15 | .0634 . 0653 | o&72 | onaez2 [ L0711 | 0730 | .0748 10
a1y a5 4Ty 61z | B85 | Bllgp | 61y | B2y | 51k | 5ily
Oes1 | .0eus | 0675 | 0897 | .07IA | 0740 | 0781 | 0782 | .0BU3 | 0824 11
5 | iy | 5lig| 312 | Bilg | Bl B | 65y | bllg | ol
g9z | .0715 | .07as | 0761 | 0784 | .08D7 | .0B30 | .U8G3 | .UBTG | 0899 12
518, | 5195 | 5@ | 5o B 1g T 81y | Bl | 6% | Tlm 13
U7a9 | .0774 | 0799 | .08pa | OR49 | 0874 | .089Y | .Ueza | L0948 | 0974
5575 | 613z | 67 | 6l @ 5y 8 13 7 T, S 70 | oo
0607 | 0334 | 0861 | .08RA | .0B16 | .0911 | .U9CH | .0985 | .1022 . 049 14
| 61y 6 Lagg 6 2lzn 8 g 7 332 7 M Tie | 7%z 7 5 81y o
865 | .0mas | .oom2 | .o@s1 | 0980 | .1009 | .1037 | 1088 | .1005 | 1123 15
B2lzp | 15 Tlg | 7l | 7945 | 7% | 8 aiz | B | 82z
o020 | 0053 | L0984 | 1014 | 1045 | 1076 | 1107 | 1137 | 1168 | _1189 16
7 430 'J'C]_a. 795 rR = 81z | Bl 8l 83q B alzy Q'fza 17
0880 | 1013 | 1045 | 078 | 1111 .11a3 | 1178 | 1208 | 12ar | L1974
Tl T g Bl al; T 9 aly O le 8 3y
038 | 1072 | 107 | 1141 | 1196 210 | .12a5 | 1280 | 1314 | .1349 18
7 232 8 345 878 883z, g3l gl aly 9 Eizn in 152 10 45
095 | 1132 | .1168 | 1205 | 1241 1278 | 1314 | 1351 | 1387 | .1424 19
8 Lz 85g 873 Y gy Ty 9 10 1049z | 1095 | 1027z
1153 | 1191 | 1230 | 1268 | 1307 | .13a3 | 1383 | 1422 | 1460 | .146A 20
By 9 13n g 1llz 9 5y g Phiag 10 Tz 101 10137 11 30 11 3g
1210 | 4251 | 281 | asa |oaarz | sz | Liase 1403 1533 | 1574 21
0 bz 9 15z 9 253, 10 53 10 1822 | 1011, 11 11 215 il g 11 ¥z
1o | 1310 | 1853 | .a39u | 1437 | 1479 | 1522 | 1564 | .1608 | .1A48 22
©10; | 0495 | 107a | 10175; | 107g | 1iag | 11 | 13| 121y [121
1395 1360 | 1414 | 1488 | .asu2 | 1346 | .1591 | 1635 | .1s8Te | 1723 23
10 10 11z, ; 11 iy | 1185 | a2 12 Lap | (2815 | 1B
qaea | 1420 | 1475 | 1521 | w6/ | L1613 | 1660 | 1706 | 1752 | .1798 24
10183 | 1034 111 | 1115 | 11155 | 1255 12 1g 1227g2 | 134815 | 13 Lz
441 .1a@n | 1a37 | .1585 | .i6ss | .681 | .1729 | 1777 | 1828 | 1873 25
10 2Tp | 11995 | 18 59;s | 112355 | 1295 | 123y 13 133 | 13 %30 | 14 d5p
1400 | .1540 | 159 | .164B | .1488 | 1748 | .1798 1048 | .1898 |.1948 26

Upper figures show adjustment in points and fractions of # point of wedge screw handwheel
scule ; lower Ogures show resulient sizes in thousandths of an inch.
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MICROMETER HEAD SETTINGS
FOR COMPOSITION MATRICES
10 Sct to 113 Set

UritTs | 10 SET {107 5ET (104 35T 105 Sev [ 11 Sur (11} Ser 113 Sepve 113 Sur
Vi |1z | 13y 113 | 1275 17g |12 | 13;
3 0231 | .0236 | .0242 U248 | .0254 | .0258 | .0265 | .0271
20 | 2P | 2Vg 2%y | 2T | 2Ll | 2% | 2%
4 0307 | 0915 | 0328 | 0330 | .0338 | .0346 | .0354 | .0281 |
g 2% | 2075 | 220y 3 3135 3 iz 338 3l
5 | 0334 | 0884 | .0403 | .0013 | .0423 | .0432 |.0432 | .04B2
3z | 315 | sl | 313y | Bl | 83 |32 | 389
6 0451 | .0473 | .43a | 0495 | 0607 | .0618 | .0530 | 0542
- a7 3 4%,; | a3y | A9, | Asg | 4lsz | 4%is
7 0538 | 0551 | 0565 | .0578 | U592 | LOGOS | L0619 | U632
4Tg | 4B | a4llp |47 47 | & b1y 5 752
8 0815  .0630 | 0846 | 0851 | .0GYG | .0692 | .U707 | 0722
5 513 | 611 | 57 5z 5 5 5 57y
9 aae2 | o700 | 0726 | 074z | 0761 0778 | .0795 | L0813
B ¥ L] 5 V52 5 3lzg 61y G- 6 135, G1liy,
10 0769 | 0788 | 0807 | 0826 | .0645 | .0@ss | .0sBa | 0903
6l 6 Y30 | 6 liza 653 5] 23w 51 ?3 K ]-f}:’ | 7 5;‘5
11 .0845 | 087 | .0883 | 0009 | L0930 | .0951 | 0972 | .0993
82lzy | 627z 7 Tegy | Tlse | Tl 7l T
12 0822 | .0B45 L0968 | .0991 | 1014 | 1087  .1061 | .i084
“wm | 7Tz | 7% | Timp |72z | Tihs | 813 | 85 | 81z
13 0999 | 024 | a9 | 1074 | 1000 | 1128 | 1148 | 1174
N gy | 73 | B85 | B B 5 863 |Blog | aly
1 A07G | 108 | 1180 1157 | 1184 | 1210 | .1237 | .1964
15 | @ Ny | 817, | 83  Bolgs | 92 | 965 | 9lizz | 815,
1153 | ez | azio L1239 | 1268 | 1287 | 1396 | L1285
87 g1y 911, g N O 25, 10 101 7zs | 1075
16 | 1200 | .1260 | 1291 | 122 | 1353 | .138B3 | 1414 | .1445
17 9% | 9llg | 92 105 [ 1013 | 105 | 1078 | 1133
1306 | 1830 | 1372 | 1404 | 1437 1470 | .1502 | .1585
10 1024 101z | 1035 i1 111, 11 1z 11 3
18 1383 | 1418 | 1483 | 1487 | 1522 | 1356 | .15@1 L1625

109g [ 10dmg | 1135 |11 113 | 115 11 74 121y 1215
19 .1480 | 1497 | 1822 | 1570 | .1e0e | 1643 1579 | 716
: 11dg [ 11335 12z [111kg | 1275 | 121 1225 | 1315
20 1637 | 1576  .1€14 | 1882 | .1881 | 1729 | .1768 | .1806
21

12 [ 1135 125 |22 Lizg | 12275 | 1815 |13 1333 |13 233
615 | 1684 1696 | .1735 | 1776 | .1B16 |.1856 | .1896

25 1275 | 1217, (12275 |135s | 13115 | 1392 |18 1;; | 1495
1691 | 1733 | 1775 1818 | .1860 | .1802 | .1044 | .1887

12%5 | 1335 | 1813, 133, | 141 143; |18 ll; | 16 Iz
I 15 & 15 3

23 e 1811 | .185% | 1898 | .1844 | 188 | 2na2 | 2078
oq |2 Uz | 132072 | 14 |14y (142 | 16 |16 Lz |15 el

1844 | 1087 | 1936 |.1982 | 2028 2075 |.2121 | .2167
25 13 7y 1424 1 Yiga 14;15-_5 15 954 15 5g 15 3lzz |18 315

A921 | 1969 | 2017 |.2065 | .2113 | 2161 |.2208 | 2257
1475 [ 1413 | 158z (15175 | 167 161. | 168 |16 31y

26 1988 2043 L2098 | 2148 L2198 | L2248 L2288 | 2348

Upper [igures show adjustment in points and fractions of a point of wedge
screw handwheel scale ; lower figures show resultant sizes in thousandths of
an inch. )
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- MICROMETER HEAD SETTINGS

FOR COMPOSITION MATRICES

12 Set to 14 Set

12 Her 121 See|121 Swe (12§ Ser) 18 8=1 | 134 Se1|132 SeT 131 SE7 | 14 SeT| UNITs
2 21z | 2% | 2 25y | 27T | 214 | 2% |21y 3
0277 | .0782  n2AR | 0294 | .0800 @ .0306 | .0311 | 0317 | .0323
210p | 2252 2omp | 2203 | 275 215 a 81 | 3% -
0G69 | 0377 .0as4 | 0382 | .0400 U407 | .0215 | .0423 | .0430 4
3115 |81 3ip |8l | 85 sl | ok | 3TAe | 37
0451 | .0a71 | namn | .04%0 | .0300 @ .0v08 | .0519 | .0s2a | .053a 5
4 48z: | 4Gz | al: | allg | 4ldp | 41 | 419 | 425
0553 . 0866 | .0678 | .0587 | 0599 | 0510 | 0622 | 0633 | .0645 6
allyy |42z | 47y | 43y | 5L | 5% | Slq | Sl | 5T
0Ba6 | 0650 | o812 | 0685 | .0089 | 0712 | 0726 | 0739 | .0753 7
S1; | 6 | B%n | G245 | 9% | 5% | © Bisp | 67s
0738 | 0753 | .0768 | .0784 | 0799 | .0815 | .0030 | .0845 | .0861 8
-] 6 lg [ P¥] -5 61y G5y 6y 6Ty 7
0830 | .0847 | .0885 | .02 | .0899 | .0916 | 0934 | .0951 | .0068 9
6 2lzzc ﬁ'l.lzi-_ﬁ [ REIES 7 552 7 T3z g 53 7 1a 7 lzn 7 20zn
onoo | L0041 | .ows1 | .ugso | .0oes | .10ie | .1087 | .1067 | .1078 10
Tlz | Tl T2y | Ty | 7lae | Bim 2ly | B3z | B9y
014 | 1038 | aus7 L1078 | 1099 | 120 | 1141 | 1162 | L1184 11
3] 38 5_;; B.l'_‘-;,g 813 §2lzp B-27za a 9 333 B llzs B
1107 | 4180 | 11s3 | 1178 | 1109 | 1202 1245 | .1288 | .1201 12
Bia | 827 | 9l | 872 | 905 | 09 | 95 | 8lgg | 1013 | ap |
1189 | 1224 | 1249 | 4274 | 1299 | 1324 | .1348 | .1374 | .1390 13
O Lz | 9liz | 9%, | 975 | 101g | 10v5 | 10l | 10Llg | 1078 .
1291 | 1918 | .1345 | 1372 | .1399 | .1428 | .1453 | .1478 | .1508 14
10 | 1074 | 101z | 10Es | 1027 | 111z | 111 | 11 55 |11 21 5
1883 | 412 1841 1270 | .14989 | .1528 | .155G | 1585 | .1614 | 1
(1011 | 1075 11l [ 11305 ] 1194 | 11 255 Tz 1275 | 1275 16
1476 | 1506 | 1537 | .156a | .1599 | 1629 | 1660 | 691 | 1722
(1110g 118 | 1118 | 1215 | 129z | 1235 | 125 13 | 13 T3
1508 L1600 | L1833 | 1866 | .1688 | .1781 | 1764 | .1796 | .1829 17
12 121, 1217 12 34 13 1314 13 1 13 3 14 8
1660 | 1895 | 1720 | .1764 | .1798 | 1833 | 1868 | .1902 | 1837 1
12003, 12143 | 1805 | 18Lgp | 1825 14 Tal, | 141y | 14253 19
4752 | L1789 1825 1832 1898 | 1935 | .1971 | .2008 2044
Tallsy | 125 | 187z | 145z | 14T | 14%5 | 15 5% [ 1690 | o
igaa | .i@a3 | 1821 | .1960 | .1990 | 2037 | .2075 | .2113 | .2152 0
14 idury | 14155 | 19T 15550 | 151650 | 164z | 168133 | 168 ligp 2 =
Jo937 | 1077 | 2017 | 2038 | .20es | 2138 | 2179 | .221a | 2258 1
1@ 15 |149lz | 1692 |1561%; | 157 | 1685 | 161 [ 16155 [ 171g j
2020 | 2071 | 2113 | .2156 | .2183 | 2za0 | .2ess | 2395 | .2387 22
15115, |15 2lzz | 15303 | 165z | 165 | 1616 | 171 | 17815 | 177g !
2121 | 2186 | 2208 | .2253 | .2293 | 2342 | .2ase | .2430 | .2474 23
16 |18Lgz | 181 | 17 | 171i; | 1725 | 18 | 18115 [ 188y
a3 | .2250 | .2aos | .2351 | 2398 | .2444 | .2480 | .2536 | .2682 24
B ihg | 17 173, 17%g | 1BLig | 18155 | 1831 | 195y | 197y o5
2an6 | 2351 | .za02  .2450 | 2493 | .2mak | .2594 | .2542 | .2690
17 Lz |17 i 18 135 16 13-33 18 2835 iy | 181z 18 73 20 ?5-2
2398 | 2448 | 2490 02548 | 2508 | 9647 | 2697 | 2747 2797 | 26

Upper figures show adjustment in noints and fractions of a point of wedge screw
handwheel scale ; lower Ouures show resullant sizes in thousandths of an inch.



MICROMETER HEAD SETTINGS
FOR T.ARGFE COMPOSITION MATRICES
14 Sct to 164 Setl

Urnirs | 14 Ser| 14} Ser| 144 Sor (143 Ser| 15 SEr 154 SET 152 Ser 152 SET| 16 S£r| 161 ST
Zllgp | 235 | 213y | 2liy 2L, | 2ilyp | 216 | 28 25y | 2l
3 0823 | .Us2e | .0334 | .0sav | .03a6 | 0361 | 0357 | .0363 | 0369  .0374
33 | 3853 | 87 | 393 Lz | OF | 37 dlz | 895 ol
4 030 | .0438 | .asc | oass | .0a61 | .0aes | .0a7e | 04sa | oae2 | .oaes
3Tg | 33lxp | ATy | afp | 4% | 4’y | afg  afy | 4l | 47z
S5 I 0538 | 0547 | 0557 | 0557 | (0576 | 0566 | 0396 0805 | .0615 | .0624
4 2150 4 iy 4 Mz 4 Mga 5 5z 5 Gz 51y 51z 5 18z¢
6 0645 | 0857 | .0668 | .0680 | 0892 | 0708 | 0715 | 0726 | 0738 | 0748
57 | 5172 | 563 | 5% | 327 | 515e | Blm 6 1; Bl | Bogs
7 0753 | 0766 | 0780 | .07aa | .0s07 | .0A20 | .0BR4 | 0Ba7 | 0861 | .0&74
61z | Bl By | Belxn | 62x | 6T 7 T | T
8 a1 0875 0907 | .0822 | .0833 | .0953 | .0968 | .0D&a | .0899
7l 7lg 73z 71z 7 5g T3 77z a A lg
9 (0988 .0985 1020 | .1087 | .10s5  .1072 | .1088 | .1107 | .1124
T2 | T 8 I 3 115) 8 155, 8 1933 B 87q 913
10 1076 | .1083 [Trss | a1os | vz aawr | azio | .2d0 | .1zae
8% | 81l | 7 98 | 95y | 95 | wsy | 925 | 9lsy
1 184 | 204 | 247 | 1268 | .12 310 | 381 | 32 | .187a
9lly | 91y | 8tz | 9o 10 1063 | 10115 | 101z | 1015 | 10775
12 291 | 1814 | 1337 | 1360 | .1383 | .14086 | 1429 | .1452 | .1475 | .1498
101 | 100955 | 10 63 | 102z | 10 /g3 11 115, | 113 | 116 | 115
VB T | 0 | 5 | e T on T = o5
107 | 1105 | 1195 | 111 | 11205 | 117 | 1955 | 1913 | 12755 | 12205
14 1506 | 1522 | 180 | 1687 | 1814 | 1Aal | 1Ras | .1ena | 1721 | L1746 |
11 2132 117 12 oz 12 £x0 12 lp 12 2izn | 12 2939 13 13 131133 | 13 173
15 [ aia T s [ iers | o0 | 5758 i7es | .i7ar | 1aia 1Bar | 1873
125 | 1221z | 127 | 13333 | 134lzs 1395 | 13255 | 14 14tz 14 iig

16 722 4752 1783 1813 1811 1875 L1806 | .1837 96T 1988

1875 | 187Ny | 181 [ 1315 | 145 1415, | 145 | 1475 1933) 15 115

17 1829 L1861 L1824 927 L1960 L1992 2025 -2058 L2080 | L2123

18 14 14 14 14 1g 14 34 15 151, 1513 15 A4 16 161
1937 | 1971 20068 | 2040 | 2075 | 2110 | 2144 | 2179 | 2213 | .2248

19 14253, | 15133 | 155 | 169:¢ | 15275 | 163 | 8% | 165 | 1673 | 1755
2044 [ 2080 | 2117 | 2158 | 2190 | 2297 | 2263 | 2300 | 2336 | 2373

1845 | 152i5 | 18453 | 161ogp | 1621zp | 1615 | 17 ¥3n | 1713 | 172532 | 18 1q¢
20 2152 | 2180 | .2028 | .22A7 | .2305 | .2R344 | .3A&2 | 2421 | 2450 | 9403
161lzy| 1853 | 18293 | 177z | 17dp | 172 | 18z | 182y | 182z | 1855
21 2258 | .2298 | .230 | .2380 | .2421 | .2461 | .2501 | 2542 | .2682 | 2622

171g | 17 13sz| 17835 | 1815 | 1810, | 1833 | 1815y | 181 | 1835 | 197

22 i) paom | oaac | wonen | imss |veenrs 2o21 | 2668 | 2705 | avar
' 177 | 1835 | 18175 | 182755 | 196355 | 19155 [ 1918, | 201y | 207 e | 203
23 2474 | 95186 | 2563 | 2607 | .2651 | .2695 | .2/40 | .2784 | 2828 | .weve
1823lzp] 19 | 191l5p | 18215 | 20 | 2065 2073 | 21 | 211lg | 212l

24 | ossz | oags | o674 | 2720 | 2767 | 2813 2059 | .2905 | =est | .2ue7

25 19 9e 19 203> 20 1g 201z | 202730 | 21 35 21 T 21 7; 22 Tzo 225
.0R80 | 27R7 | .27AR | ©28a4 | ORA? | o630 2078 | 3025 | 4074 | &i02

28 20T | 20135 | 20155 | 2101 | 2125 | 221z 22 L9sp | 2235 | 238z | 23 Ligy
2797 | .2B4A7 | .2897 | .2847 | .2987 | .3047 .3087 | .A31a7 | AA7 | 3247

Upper figures show adjustment in peinls and fractions of 2 point of wedge screw handwhee!
scale ; lower figures show resnltant sizes in thousandlhs of an inch.



MICROMETER HEAD SETTINGS

FOR TLARGE COMPOSYITION MATRICLS

164 Set to 18% Set

161 BET [162 Spe| 17 SeT 172 Bun |17 Siee (17§ Soe| 18 Reee [18] S (185 8 rl‘l‘ng Sar| Ursirs
3% | 235 | 20 | 27 | 2%;p | 235 3 3lp | 3% | 3l
0980 | 0306 | .0392 | .0390 | 0403 | 0408 | Dal= | Dasi | 0425 | .0432 <
ailyy | B2 | 353 | 82y 37y 3lApg 4 415 4 Azp 4 b5
0507 | 0615 | .0822 0530 | U538 | .0%45 | .0533 | .0361 | 0569 | 0576 4
G By | allyp | At efim | A7 | 415, 5 5l 5y 58
nAa4 | 0844 | .0853 | .03 | .0672 | .oos2 | .oee2 | .0701 | o711 . .0720 5
51, | 5%g | B%m 5% | b | 529 6 68y | 663 81q
0781 | 0772 | 0784 0785 | .0BO7 | L0830 | .0841 | .0B53 |, .0BES 6
6o | Bly | 619 | 624 | 6lhg | 7 Thp | THg | Thy
0823 | 0am | 0914 0823 | .0841 0863 | .COB2 | .0995 | 1008 7 i
T Tl | 7 785 | T2z | T2 8 | 8l BT | 8l
1014 | 1030 | 1045 | L1060 | 1074 107 | 1122 | 1137 | .1153 8
al: 8 3g 81l 2.z fag | ] 9l 914 933
1741 | 1158 | 11768 4193 | 1290 | 1228 | .1248  .1262  .1280 | .1297 9
95z g I T 9 L¥zs g 2izo 92i5n 10 1013 103 | 10 135
L1268 1287 1306 1376 15848 1364 1383 L1402 .“.1.2'2 1441 10
10 3zp 1als 10 85 10175 | 101l 1027 11 |11 53z 11 59 11 155
1395 | 1416 | 1437 1458 | 1470 1500 | 1A%z | 1648 | .1584 | 1688 11
11 11 £z 11 1Lz 11 1s 112y 1180z 12 12 Iz 12 1135 | 1213
1522 | 1345 | 1668 | 1801 | 114 | 1637 | .1B60  .4883 | .1708 | .1728 12
11 Mz 12 732 12 iz 12 “hza 12 5g 12 iy 13 13 35 13 43 13 Uiz
1GaB | 1673 | 1889 | 1723 | 1736 | .1773 | 1796 1a23 | .1838 | .1873 13
2 2z | 13 152 | 137z | 13 TAz0 | 135; | 1313 14 148 | 143; | 14195
2477s | asoz [ ises | aese | 1sa3 | 1910 | 1937 | 1063 | 1900 | .em7 14
18 3 183 50 | 14 333 14 8z | 14 1950 | 14 1393 15 18750 | 151330 | 1559
1802z | 1831 | 1960 | 1983 | 2017 | 2048 | 2075 2104 | 2133 | 2181 15
1981, | 147 | 15ly | 1510zz | 15%5 | 1593 | 18 1675 | 16753 | 11 Lljg
2029 | 2060 | .2090 | .2121 | 2152 | 2182 | 2213 2244 | .2275 | .2306 16
_151%:2 [5‘_.5-_‘&: 16 L I 16 Dy 16 1745 : 16 255, 17 134 17 153z I7E~‘.55_g_ 17
2156 | 2188 | 2221 | 22s4 | .22ee | L2319 | =352 2384 | 2417 | 2450
16lp | 16% 17 | 1774 | 171z | 173 18 181 | 181 | 183
2282 | 2817 | 351 | L2885 | 2421 2455 | 2480 | 2524 | 2508 | 2594 18
1715 17104 [ 1715 187z | 18155 18 Ay 19 19950 | 19775 | 19 1345
2409 | 2445 | 2482 ; 2592 | 2628 | 2665 | 2701 | L2730 18
18 zn | 13168z | 18 Mzn | 18 2o 20 20 z- 208 | 2027z
2536 | 2574 | 2513 2728 | .2i67 | .2605 | .2843 | .2802 20
1914 | 191730 | 19275 20 PAzg 21 21 %z | 2178z | 21 7g 1
2668 | 2708 | 2741 | b | .BUS | 2805 | 2w4b | 298G | 8026 2
20 155 | 2085y, | Zating | w2 | w2fy, |22 By | 22 P
2832 | 2801 Bo01 | .s0a3 | .s0ms | mizs | L8170 2z
21 L | 21 23y Iz a2ll-5| 28 28 Eqp | 28 2lzy | 23 gy
2851 | .aous | .svaw suws | .a1s7 | .3isz | .a22e | 8270 | .a314’ 23
w2 | 221155 | 23 03 lizy | 232130 | 24 | 24 ilz; | 24233 | 26
2089 | L3186 | 3182 | 9228 | 3274 | 8320 | 3886 | 3112 | .3458 24
2289z | 28.q | 2355 | 233lzz | @455 | 242153 | 25 | 26 ilzz | 25 Lag | 28 las
3170 | 3218 | 3285 | 3314 | (8382 | 3410 | .8458 | .3508 | .3564 | .3602 25
23273z | 24 e 2435 | 242330 | 25 % | 252z 28 hog | 2R Ein | 2T Im
3297 | 3847 | .3397 | .3447 | .3497 | .3547 | .A%08 | .A€47 | 3897 | .a748 26

Upper figures show adjustment in points and ractions of a point of wedge screw handwhecl

scale ;

lower figures show resultant sizes in thousandths of an inch.
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MICROMETER HEAD SETTINGS
FOR TARGE COMPOSITION MATRICES
19 Set to 213 Set

Uwrea | 99 8er (192 SET|19% SET 192 SeT| 20 S5T | 204 S5y 203 S-!r':'i'| 202 Ser| 21 SEr |11 SET
8%z |87 | 8lc | a%p |38llxp | 335 |39z | 3lip | 3l | 317
3 " osss | .oma | 0950 | osss | as1 | 067 | o472 | 0a7a | 0484 | 0490 |
475y 49 | 4lly 43 4T 41p 4t 4 5g aelzy | 425
4 0884 | 0802 | .0698 | 0607 | .UB16 | .0622 | .0530 | 0638 | 0646 | 0863
B9, | 6513z | 5132 | 5% | 575 68y | 511j3 | 533 | Belzz | By
5 0730 | 0740 | .07 | .aieg | .o7ee | .0778 | .0788 | .0787 | .0807 | .0B17
8llz | 6153 | 61s | Blig | 62lz; | 63, | 6275 | 62 7 7 20
6 0876 | 0808 | 0800 | 0911 | .om2z | .0933 | .0945 | 0957 | .0068 | 0980
73y | 718 | TWsp | Tilte | 7om | 77a | 734 | 8l | 8bux 81,
7 T 1022 | .1086 | .i0ad | .1082 | 1078 | .10B9 | 1108 | .1116 | 1130 | .114a
BTg | 8% | 82lyp (B2 | 8ig g 9% | 87 | 9l | 975
8 1168 | 1184 | 1199 | .1214 | 1230 | .1245 | 260 | 1278 | 1201 | 1306
Blp 9 bg 93, 8 7g 10 1013 10 14 10 3 1013 10 5g
9 1518 | 1331 | .1340 | 1368 | 13BR | 1401 | .1418 | 1435 | 1452 | 1470
10 94 10 114, 102720 | 10 3132 11 3zp 111y 11 59 11 Lzs | 11 elgp | 11 5
10 1260 | 1479 | 1490 | 1518 | 1537 | 1556 | 1575 | 1505 | .1614 1633
11 1839 113 1138z {121 127 | 123 121752 | 12145 | 12 iz 13
11 1608 | 1627 | 1648 | 1670 | 1691 | 1712 | 1733 | .1784 | 1776 | .1796
12213y | 12 275 13 188, |13lly | 137 | 13 M3 | 18 275 14 14 315
12 752 | 775 | 1788 | .18zt | 1044 | 1867 | .1881 | 1914 | 1037 19ac |
13833 | 18295 | 1453 141y | 147g 1435 | 14718 15 150z | 18 1z
13 1898 | 1923 | .1948 | 1973 | 1998 | .2023 | 2028 | .2073 | 2008 | .2123

142z, | 143lzy | 1653 | 16%; | 169 | 158: | 1515 | 1653 [ 16115 | 16 5
14 2044 | o071 | 2088 | 2125 | 2152 | .2178 | .2206 | .2293 | 225% | =228
15873 | 181lz; | 161 |1610z | 181l | 1875 | 1755 | 179 | 171y | 17 23z |
15 2180 | 2210 | 2248 | 2277 | 2a0e | .2a34 | 2363 239z | .2a21 | .2450 |
1873 | 1T4z; |17 11z | 17%¢ |1725z | 18 1Bz | 1B7g | 1823 18
16 | 23068 | 2367 | 2398 | .2420 | 2438 | .2400 | 2521 | 2651 | .2582 | 2613
11715 [ 183 |18185; 187l 187z | 101 | 1835 | 1919z [19275 | 201
17 2482 | 2515 | 2548  .2580 | 2613 | .2648 | .2678 | .2711 | .2744 | .2776
19 1814 | 1913 | 194 20 201; | 201z | 203 a1 21 14
18 2628 | 2663 | .2697 | .2732 | .2767 | .2801 | 2836 | 2870 | .2005 | .2840
201y | 205 |20785 (20375 211y 218y | 21 Rlzy | 21 2za | 22 bza 29 fiz

19 774 | 2811 | .2847 | .2884 | .2920 | 2057 | .2993 | .3090 | .0086 | .3103

213y | 2135 | 212z 21155 | 2375 | 221y | 2225 | 23155 |23713p | 238
20 2920 J2B50 2087 2036 .3074 S112 .31561 8189 3223 .325‘5_
29630 (22 Loz 22 14 | 23 lgn | 23 Llas 23 5g 28 2835 | 24 Vs 241g 24 Mo
21 3088 2107 | 8147 | 3187 .3228 2288 .3308 2348 .3389 3430
22 23 Tze (23 17zp |23 2¥za i 24 bzn | 24 T1g 2434 © 26134 53y |25 2z |25 By

3212 8255 | .3287 I .3339 3381 3424 | 3466 8802 | .35E1 .3583

24952 24 13zp |24 2850 | 2514 o5 915 i 25 TB L 26 3.5 26 1o 26 2‘-’52 27 L30

23 .3358 2403 3447 | 349 .3535 | S57T9 0 L3024 L3668 3712 3756
24 a5 1152 25 2152 20 26 1152 26 21& | 27 27 1152 27 21 %2 20
.3504 .3551 35687 .3843 3689 3738 3781 .3827 3873

o5 D635 | 2834 |273;p |27Tg (2725 | 28lg [
1 3650 | .3700 | .3747 | .3795 | .3843 | .3391 i

27 Tg |27 Lo | 28 030

26 -+

2788 .3B66 3808

Upper figures show adjustment in points and fractions of a point of wedee screw handwhee!
scale ; lower figures show resultant sizes in thousandths of an inch.




MICROMETER HEAD
FOR LARGE COMPQOSITION MATRICES
' 211 Set to 233 Set

SETTINGS

147

213 Sgr (214 Ser| 22 Ser | 221 Sev| 224 Ser 222 Swr| 23 Ser |23} Ser| 233 SETE 233 Bur| TTxarrs
3 185 35y Jelgy | 323 EEN 3dhzg | 3273 37 32 | 33z
0498, | 0501 | L0507 | .0512 | 0518 | .0504 | .0530 | L0538 | .0542 | 0548 3
athgy | afiy | alg | alug 5 alyg | Bozp | Bz | Bz | By
.0681 | .0868 | 0876 | .0633 | .0692 | .0699 | .0707 | .0715 | .0722 | .0730 4
5 3lzn B 13z 8 3xn 6 3¢ 61, 6815 6 3g 6 liza &1z & l¥zn
0826 | 0838 | .0845 | 0g55 | .0865 | .0B74 | .0884 | .0883 | .0903 | .0813 g
7 532 Tl 71z 7 1535 Tl 7 183 7 2z T i 7 iz 7 24z
o891 | oos | 1014 | j026 | .1038 | .1048 | .1081 | .1072 | .10B4 | .1086 6
Big |Blogp | BY%g | 8213 | B84 | 825 | Blos | 0lm 91 91,
157 | L1170 | 1183 .11e7 | 1210 | 224 | 1237 | L1251 | 1264 | .1278 7
BYg | 9%z | Bébgp | B7g | 10 101g | 1075z |05 | 107 | 10%s | =
1322 | 1387 | .1363 | .1368 @ .1383 | .1399 | .1414 | .1420 | 1445 [ 1460 8
108y 1Qa7g 11 Mly | 111, 11 3g 11 7g 11 g 13 | il
.1487 | 1604 | 4622 | 1532 | .1566 | .1574 | .1591 | .1608 | .1895 | .1843 9
1115 [ 123 | 1279 12 59 121y | 1221z35 | 12263 | 128633 | 13135 | 1385 10
1882 | .1@72 | 891 | L1710 | 172 | 1788 | 1788 | 1787 | .1806 | .1825
135 | 13%: 137 | 1319 | 13353 |13 | 1415 | 14 T3 14 3y 14 1p
818 | (1838 | .1260 | .1881 | 1002 | .1823 | .1944 | .1985 | .1887 | .coo0s 11
14113 | 141y 14 20z0 | 14 2732 18 169z | 18132 | 181p | 15215y | 15275
.1983 | 2006 [ .2020 | 2082 | 2075 | 2088 | 2121 | 2144 | 2187 | .2190 i2
151733 |15 23z 1613 18115 | 1814 18 Ty 165; | 182b3p | 18315 | 1763 3
2148 | 2173 | 2198 | 2203 | 2248 | 2273 | .2o08 | .2323 | .2348 | .z2avs 13
168 29z0 | 1629 | 1738z | 17515 | 171p |17 | 17282 | 183z | 1895 | 18165
.2313 | 2340 | .2867 | 2394  .2421 | .2448 | .2475 | .2502 | .2528 | .2556 14
1785 | 181y | 18115y | 181735 | 183; |183lzgp | 1955 | 1985 | 19 19z | 19 25,
2478 | .2507 | 2626 | .2565 | .2504 | .2662 | .2651 | .2880 | 2706 | .2738 15
1915 [1911zy | 1995 | 19263 | 20 2075 | 207 |20215 | 2075 | 21 33z
2644 | .2674 | 2705 | 2736 | 2787 | 2797 | 2828 | 2839 | .2800 | .2920 16
2055 |20173 | 20255 21 211y 211550 | 212550 | 213159 ( 22315 | 22Ty
2809 |.2842 | .2874 | 2007 | .2940 | .2872 | .300s | 3038 | .Bove | 3108 17
211, 21 3y 22 221y | 221 22 3y 23 231y 2315 23 3
2974 |.3008 [ .3043 | 3078 | 3112 | .3147 | 3182 [ .3218 | 3251 | .3285 18
221l (2233 | 287z | 2315 | 231y 24 24 9z | 2417z | 2913515 | 26 Lig
3139 | 3178 | 3212 [ 3249 | 3286 | .32 | 3358 | 3395 | .3331 | 3468 19
23 Tg 24 Lzo 24 T.5 | 2485 25 25 95 2595 | 2627z | 283z 26 3g 20
3208 | 3343 | .32B1 | .3a2n | 2488 | 3407 | 3838 | .3674 | .@eé12 | .3850
28 330 254 [252lgy |26 3lzy | 2BLly |261Vzn | 268275 | 2T1ly | BT ligp | 27 25 21
3470 | w510 | 3550 | .33¢1 | 3831 | 3672 | 372 | .27se | .avea | ze32
200 (2618, | 267 | 278 | 271z |271%g | 281 ! 122
8685 | .8677 | @720 | 8762 | .3804 | 3846 | .3089 | )
27 155y |27 2530 [
3800 | 3845 ! S 23
24
25
- 26

Upner figutes show adjustment in pointe and fractions of a point of wedge screw handwheel
scale ; lower ligures show resultant sizes in thousandths of an inch.
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MICROMETER HEAD SETTINGS
FOR DISPLAY MATRICES _
Width in Points denotes the Micrometer Head Setting

MATTTS MATHYY M ATRIY MaTRIX
MARRTNG Witk MARETNG Widbh MAREING Widta MAREING Width
wﬁm Lld In]crll:es 'W‘I_E:Lh Gl Ini;_es W;ﬁ-_]: ol | Inl(;_:e.a ® ;ith Ol J_nr::‘c_:
Pointa Btyls I’o;int.% Biyle Print: z Puints Style
2 0277 | 12 * 11 8| .1660 | 22 4 g | 3083 | 32 14 g | .a427
I |* 22| 0811 I | * 12 2| .169s 14| 5 2| 3078 10| 15 2| 4467
I | * 24| .0348 I | *= 12 4| 720 1| 5 4|.3113 Ly | 15 4| .a486
3. [+ 2 6| .0ze0 Ip | * 1z 6 avsa 3| v 8] .a1av Ay | 15 6| .an30
5 * 28| .0115| 18 | * 12 8| .1796 | 28 56|.3162|33 | 158 .4666
1, [~ 32| .u450 14| * 13 2| 1833 .| 62| .8218 1 | 18 2| .1600
i; | * 3 a| .wana 1: | * 13 a| 1868 1,1 G al| .3zm 1, 16 4 | .au3a
it | * 3 6| .0510 34| @ 13 8| .1902 34| 6 8] 32885 3. | 16 6| .1680
a * 3 8| .0553| 14 |* 13 8| .1937 | 24 5 8 | .5320 | 34 16 & | .A708
l; | * & 2| .0588 g | * 18 2| 1971 12| 7 2| 335§ Iy | 17 2| .a738
1, | * 44| o624 | * 18 4| 2008 1,] 7 4| 3388 l: | 17 4| .a77a
3 |* 4 6| 0857 34 | % 14 6| .2040 2] 76| .3474 34 17 6| .a807
5 * 48| CAOZ| 15 | * 14 8| 2075 | 25 7 8| 468 | 28 17 & | 4842
1. | 62| 0776 L [* 15 2| 2110 1.| & 2| .za0a I 18 2 | 4B76
1; |* A 4| 0781 I |* 15 4| 2144 1;| & | 2528 1 18 4 | o1
i, |* 5 6| 0795 54 | * 15 6| 2179 4| 86| 3562 4 | 18 6| .4945
& * 58| osa0| 16 |# 15 8| 2213 | 26 &8 |.3397 |36 | 16 8| .4900
1. [* 6 2| 0268 Ty |* 16 2| .2243 3| 9 2| .38a1 I, |[** 2 2 | .5014
I; |# 64| 0399 1 |* 16 4| .2283 5| 9 a| o666 1 ¥t 2 4| 5048
. |* 6 6| 0934 B |* 16 6| 2817 3| 96| .a700 Ay |** 2 6 | 5083
. * 60| 068 |17 |* 16 8| 2552 | 27 983735 |37 |** 28 5118
1y |* 7 2| 1000 1g |* 17 2| 2386 g |10 2| 3770 1, [ 32 5183
t; |+ 74| 1098 Ly [* 17 4| 242 Ly |10 4 | 3804 1fi|»2 3 4 5187
33 |* 7 8| .1072 34 [* 17 6| 2455 5106|8839 | 35 [*¥ g 6 .5222
[ ® 73| 110718 /v 178 .2490 (28 10 8 |.3673 |38 |*+ 3 8 | .5288
3 |* 82| 114 g (* 18 2 .252% 14 11 2 | 3908 1; [++ a 2| .5281
o | * B4l .76 1, [+ 184 .2558 | 1z 11 4 | .3943 Ly [e* 4 a7 5325
3; |+ b 8| az10 I [* 18 6 2591 3. 11 8 | 3977 I, |** 4 B | 536D
_9 * 8 D, L1245 -‘IB * 18 8 2628 | B9 11 8 A012 | 28 e+ 4 & | 5305
1y |r g 2| azE0 I 2 2 .2883 Iy 12 2 | 4048 I; [** 5 2| .5a29
g |* 94 1814 1, 2 4| _=A9R 1 12 4 | .4081 1y |#* 5 4| Baes
3 |* 86 .1348 % o 8| .2732 5 12 8 41156 44 [#** & 6 | .5408
10 | * 98 .1883| 20 | 2 8| .2767 |30 12 8 4180 | 4D |** & & | .5533
1y *10 2] .1418 0 3 2| .2801 1. 13 2 .4185 Iy [** B 2 | .5568
T %10 4| 1453 o 3 4| .2836 I3 |13 4 | 4219 I [** 6 4| .5600
T3, t10 6] .1487 5 3 & 2870 £, |13 6 | 4954 35 ** & 6| 5637 |
1 ti0 8| 522 | 21 38| 2005 | 21 13 B | 4788 |41 ** 6 & | 5671
© 1: [*11 2| 1556 Iy | a2 2940 I, |14 2 | 4323 1, ** 7 2 | 5708
*11 4| .1581 1y 4 4| 2a7a o 114 4 | 4358 1, ** 7 4| 5741 |
=11 B | 1625 T 3 6| 8009 53 |14 6 | 4392 A *% 76| 5775




. MICROMETER HEAD SETTINGS
_ FOR DISPLAY
Width in Points denotes the Micrometer ITead Setting

MATRICES

149

Manis
A Widd: | Widkh | Widkh | Width | Width | Width | Width | Width | Width
Wiath in in in in in ine g in in
in Ol Inches | Pelnes | Inches | Deints | Inches | oints | Inches | Doints | Inches
uinis Style
a2z |e+ 7 8| .5810| B2 7104 |82 |.8576 |72 .o060 | 82 1.1343
Iy[** 8 2| 5844 I3 | 7228 1q | .81 1; | 0094 13 |1.1378
1™ B 4| .3879 L | .7283 1 |.86as 1 |1.0020 L [1.1412
3, |** 8 6| .5913 Tq | 7297 34 | -8880 33 | 1.0084 33 |1.1447
42 |** B 8| .5048 | 62 | .7332 (&3 | .B71G | 72 1.0093 | 83 1.1481
1, {* @ 2| .5988 14 | .7368 Iy |.8748 13 |1.0133 13 |1.1818
1, [** 9 a| s017 L [ .7201 » [.a784 I |1.0167 1n |1.1851
I, 'vr g G| L5052 3, | .7435 54 |.B819 34 | 1.0202 53 |1.1685
44 "™ 98 USG| 64 |.7470 |8a | .8883 | 74 1.0236 | 84 |1.1620
13 #1102 5121 1y | 7505 1y .BEE8 1 [1.0z71 1y [1.1655
& 1z s+104 8158 o |.7ea9 | 1, .se2z I, (10806 | 1p [1.608
33 %* 106 B190| 3| 7574 15 35 |1.0340 3y |1.1722
a5 %% 10 8 6225 | 55 7608 |85 |.me91 |75 10375 (85  [1.1758
Ty %11 2 6950 1, | 7643 14 |.9026 14 |1.0409 1y |1.703
Iz (#% 11 4, .Ao0a I | 7677 | 15 |.9081 15 |1.0444 1, |1.1827
33 |+ 11 6| 6028 By | 9712 3y |.9095 3, 1.0479 3 |1.0862
46 |** 11 B| €363| 56  .7746 |86 |.9130 | 76 10513 | 88 |1.1896
1 [F% 12 o | ea0s 1. 7781 1, |.9164 1, 1.0548 | g [1.1931
Do |** 12 4| maa0 1, | 7816 1, |.e199 1; | 1.0582 1, 1.1965 |
3 [** 12 6| 6487| - | 7880 3; | 9234 3. [1.0817 33 | 1.2000
47 |**12 B | .6501 | &7 | .7886 | &7 9268 |77 | 1.0651 | &7 1.2035
L. [2%13 2| .6538 Iy [ .7918 1y |-8a0a 1. |1.0888 13 |1.2089
1y 213 4 [ a7 1; | 7984 1, | 8337 1, |1.0721 Is |1.2104
34 [** 13 6| .60 3. | 78880 Iy | .Bar2 Tz |1.0766 iy |1.2139
48 |**13 8| 6690 58 .B023 |ee 0406 | 78 1.0790 | 88 1.2173
Ty | oe7a 1, | .8058 1s |.8441 1. |1.0824 Iy [1.2208
13 6709 1, | Bowz 1; |.B476 1; |1.0859 1y [1.2242
N L6743 5 | 8127 55 |.8510 3 [1.0884 5 |1.2277
as 6778 59 8161 |69 |.9545 | 79 1.0923 | 89 1.2811
1. 6313 I; [ 818 | 15 |.es79 13 |1.0963 g 12888
1 8847 1z | 8230 la | .9614 1z |1.0897 la 12331
2 _AE82 34 | 8065 5; |.0640 3 |1.1032 3, [1.2d15
50 8915 | &0 8300 |70 |.0683 | 8D 1.1085 | 90 1.2450
1; 6952 Z; | .Ba3a 13 |.0718 I3 |10 1y |1.2484
1 .8088 2> | .B369 L | 0752 T [1.1136 I [1.2519
3 .7021 3; | .840a 55 | av7aT 33 |1.1170 34 |1.0564
51 L7055 | B1 8438 |71 |.ee21 | a1 1.1205
1" 7090 14 [ .8ars 14 .9858 1y [1.12a0
15 125 1y | 8507 1, | w891 1y |1.1274
By 7159 Ay |.Bsaz | 3, |.mozs %, [1.1809
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CHANGE SPEED TABLE

Based upon direct drive speed of 144 Revolutions per minute

42 PoinT 1o 72 Posr ! | i e e
[z ) PB.I.:SE‘:‘I" o l 88 FOIST axp BELOW
= Marrix | Mamiax - i T =iy
) ] ]

732 6o 54 a8 g2 DMAREINCMARKING a2g | 30 ‘ 24 18 15 12
{AD |2.H-4 2Z-H-3|2-H-4 2-H-4] 2 2.H-4|2-H-4 2-H-4 |2-H-3|2-H-4]2-H-4
125 | 144 | 144 | 144 a4 A B 8| 124 | 122 144 | 144 | 144 | 144
tBO | {AD [ fAD [2-H-4 2-H-4| 53 A 7 4|2-H-4|2-H3 2-H-A[2-H-4[2-H-4[2-H-4
102 125 125 144 | 144 T * 24| 144 144 144 1944 144 144
ico | {BD | {BD | tAD |2-H-4 3 A 7 8 2.H-4|2-H-3 2-H-2[2-H-3{2-H-4|2-H-4
83 | 102 | 102 | 125 | 134 | = 28 1aa | 145 144 | 149 | 134 | 144
tAE| tcD | tBD | {BD | tAD 31 A 6 4 2.H-42-H-3{2-H-a|2-H-4]2-H-4[2-H-4
a8 83 | 102 | 102 | 125 T oo+ 34, 145 | 144 | 144 | 144 | 144 | 144
tBE | tAE | 1CD | 1CD | 1BD 4 A 8 8 tAD 2-H-4|2-H-3[2-H-3[2.H-4|2-H-14
ss | a8 a3 | B3 | 102 * 38 125 184 | 144 | 144 | 144 | 144
{BE | tAE | tAE | tCD | {CO ' 41 A © 4 {BD |AD |2-H-2(2-H-4|2-H-4{2-H-a
55 88 63 Ba a3 £ A 44 102 125 144 | 144 44 ) 134
TCE | tAE | tAE TAE| iCD 5 A © 8 {BD {AD |2-H-3 2-H-4|2-H-4|2-H-4
a5 68 | 68 68 | @3 A 48102 | 125 | 144 ja4 | 144 | 144
1CE | {BE | IBE  tAE | tAE 51 A 10 4| €D | {BD |2-H-4 2-H-4 2-H-4[2.1-4
45 55 | 55 | 68 a8 7 | % 54l a3z | 102 | 144 143 ez | 144
fAF | {CE [ 1BE | IBE | {AE 8 7 10 8| G0 | 1GD | TAD 2-H-4 Z-H-4 2-H-4
37 | a5 | 85 | S5 68 | + ma| A3 | 83 | 126 144 144 144
TAF | {CE | ICE | {BE | {BE 61 A 11 4| {CR | 60 | tAD 2-H-4 2-H-4 2-H-4
37 45 | a5 | s5 55 7 |+ 64| 83 | 83 | 125 144 144 | 144 |
TAF| ICE | ICE | {BE| fBE = A 118 tAE | 16D | tCD 2-H-4 2-H-4 Z-H-4
37 a3 45 55 35 | * /8| 68 83 a3 144 144 134
1BF | tAF | ICE | tCE | tEE 71 A 12 4| tAE | f6D | 16D 2°H 4 2-R-4 2-H-3
30 | 37 a5 | as 55 T |+ 74| 68 A3 | 83 | 144 | 144 144
1BF | {AF | 1AF| ICE| [BE 8 A 12 8| {0E | 1AE | tCD | 4BD [2-H-24 2 H 4]
a0 37 | 37 | a5 55 » 78| 55 | Ba | &8 [ 102 | 142 1a4
tRE  tAF | {AF| tCE | {CE g1 A 13 4| {BE | 1AE | €O | tBD [2-H-4 2.4 2
ap 37 | 37 | 45 | 4o 7 | * 84| 55 g8 | 83 | 12 | 144 | 144
tcF  tBF | tAF | TCE | iCE g |& 13 4| tEE | tAC | 1CO | tBP [2-H-4(2-H-3
25 20 37 | 45 | a5 * 38| 55 B8 | a3 | 102 | 144 | 144
tCF | {BF | {BF | 1AF | ICE g1 |4 124 {CE | 1BE | 1AE | tCD | tAD [2-H-3
25 | 30 su | o7 45 7 | * 2a| a5 | 88 a8 | a3 | 125 | 144
{CF | i1BF | {BF | |[AF | 'AF 10 A~ 14 B| {CE | 1BE | tAE | CD | tAD |2-H-3
25 | 30 | 3o | 37 | 37 * 98| 45 | 55 | 68 | a3 | 125 | 144
{CF | {GF | {BF | {BF | tAF 101 [4 154 tCE | 1CE | tAE | tcD | tBD | taD
25 | 28 30 | 80 | 37 o v 10al a5 | as | 88 { 23 | 102 | 198
iAD | fCF | 1BF | 1BF +AF 11 A 16 8| {CE | {CE | IAE | CD | tBD | tAD
22 | 25 ac | a0 a7y * 10 8| 45 | 45 58 83 | 102 | 125
$AD| fCF T 1BF [1BF tAF [ g4 4 16 4| {GE | {CE 1AE { €D | {BD | tAD
22 25 30 | a0  ar '1' * 11 4| 45 | 45 s | 83 | 102 | 125
$AD | fCF | fCF | 1BF | tAF 12 /. 16 8| taF | fCE <{BE | {CD | [CD | :BD
22 | 25 25 | 30 | ar + 11 8| 37 | 45 565 | 83 B3 | 102
1BD [ $AD [ {CF [ $BF | 1BF | 4o |4 178 {AF | f6E BE | 1CD | {CD | “BD
i8 | 22 | 28 | 30 | an + 12. 8| 37 | 45 55 | B3 | B3 | 102
i1BD | 1AD | $AD | CF | iBF 14 A~ 18 8| tBF | tAF | {CE | tAE | 1CD | {CD
e | 22 22 | 25 | ao + 13 8| 30 | 87 | 45 68 | B3 | 83
o | 8D 3AD {CF | {CF [ 45 * 2 8 {BF | TAF | tCE | tAE | tCD | CD
15 18 | 22 | 25 | 25 +148 30 a7 | 45 | 68 | 83 | &3

+ These have speed control 3
= These have speed control 2-3-G in aperation.
5 Pump to be stopped every alternate revolution.

-H-1 in operation.



CHANGE SPEED TABLE

Based upon direct drive speed ol 144 Revolutions per minute

42 Porse 1y 72 Foawr.,
(R3] Prrsasr) (e
= —| MaTrix | MaTrix T

72 60 | 54 | as | az DMankieplannive gg 30 | za | 18 14 | 12

36 Point axp Bprow

 — | - Il = —
€D | {BD | {AD 1A|:>i tCF 16 X5 “CF | |BF | [CE| -BE| tCD | tCDL
15 | 18 | 22 22 | 25 * 15 2u a0 45 35 83 B3
1CD | t{BD | {BD | tAD | {CF 17 Ao tCF | {BF | -CE | |BE| [¢D | -CcD
15 18 18 27 25 | 418 25 30 45 b% | 33 ag
tAE | fCD | $BD | tAD | $AD | 18 * B <AD | tGF | tAF | -CE l IAE | (CD
12 15 18 22 29 Ll ol 26 a1 | 46 | 8B 83
1AE  (CD | 1D | $BD | $AD 19' * 6 =aD | tGF | tAF | {CF | tAE | $CD
12 15 15 18 2% * 18 22 25 | A7 45 | 88 | 83
tAE €O | xGD | iBD | tAD 20 7 tBD | $AD {BF | -CE | {OE | {aE
12 15 15 18 22 u 18| 22 el a5 55 58
tAE tAE | =CD | =CD | {BD 24 + g§ allBD  |AD [BF | -CE | {5k | tAE
I 12 15 16 ¥ aal 18 22 30 a5 5o Gg
tBE $AE | tCD | zGD | tBD 29 * g3 |{RD  {BD ~CF | tAF| {CE | IBE
10 12 4§ 15 15 if: 4 1R 18 us 37 45 55

BD RO +GF | tAF | {CE | {BE
18 18 28 37 £ 55

iBC  $BD  {CF  {AF | tCE  +BE

IBE IAE | tCD | #CO | 8D * 10
10 12 15 15 13 | __23 |
IRE  |AE | IAE | €D | 3BD | 24 ERE

10 12 12 15 18 18 18 25 A7 1 45 55
spE | tRE | tBE | z¢D | zCcD | 25 ez iCD  iBL taAD  {BF  {CF
7 V5 18 | 22 ao 45

10 10 10 16 ¥ 35

tCD {BD | JAD |BF iCE
15 18 2 30 25

"iHE | $DE | $OC | D | 26D | * 13
10 10 10 15 | 15 26 8
|

TR OO EEOE|eR P PO SO0 TR PR R DO R0 LR EW

1CE | 4HE | LEE | {AE | fCD 27 g 1CD | 18D | IAD  -8F |CE

] 0 10 12 15 _ 9 15 | 18 22 30 5

ICE [ iBE | 1SE [IAE [ D pg * 15 *AC | fcO | tRD | -GF  tAF |

8 10 10 12 15 10 iz | s 18 ' 25 a7 =
tCF | tBE | t2E | AE | 3CD | 30 17 tAE | tCO | BT =CF  tAF

8 10 10 12 15 12 12 15 18 oF | 7 |
TIAL | $CE | =BE | =BE | tAF 33 3 IBE | tAE | $BD

51 8 I 0 12 15 iTél 12 18 L
IAF | tCE | *BE | #BE | tBE 26 3 ZCE | IAE | €D |

54 8 1 10 10 | 18 H 12 | 15 |

tBF [ 2AF [CE | {CE | ICE [ an 12 1BE | tRE |

5} 81 8 g 3 i 3 10 | |

1CF | 3 | 1AF | 2AF | iCE 48 18 =CF

41 51 631 a3} 3 ex 13 ok % e ] ot
§§CEC | 1CF | 1BF | tBF | $AF |

6 4} St 51 63 b4 _ ” |
EICE | tCF | $CF | $BF | tAF |

8 4} a1 sk 6i 60

§7AF|§1CE | 3CF | JCF | IBF i
] 8 4y | a4 | 5% 66

T These have speed control 3-H-1 in operation.
1 These have speed control 2-3-G in operation.
§ Pump to bhe stopped every alternatc revolution.

L#®
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TABLE FOR

SETTING COUNTER

FOR 12-POINT EMS
FOR FURNITURE MOULD EQUITPED FOR

AZIUSTHEMNTE ADIUSTHMEMNTS ADUSTMENTS
12 ae. 5 i Fi Ps 3 = 11 Ps. : .
A I Bl il ISP R ol IUOI - e Mg
| =) Emg + (Castd| oy A S T
g | 1 | 3 = 33 5 | 1 Oisk |58 9 | B 0645
8 | | 3 = B, 5 | 5, 0332 | 58w | 9 | 5n | 0737
9 I 4 34 5 | 5L 0498 59 ] 5 =
91, I 42y i 341y 5 S1g Q664 591, | 10 5 0747
i I 5 35 5 6 s 60 I g =
100 I 51y i 35w | 6 5 0138 &0l | 10 Sly 0083
EE I 3 e 36 | 6 5 0276 &1 [ 10 515 T oles
| 2 30| 04l 36 | 6 5 0414 | 61, | 10 5tz 0249
2 Z . 3L o 37 & | 5 -0552 62 1o 5z | 0332
2 [ 2 3, | 0415 | 3Tn 6 5 | 0691 | 62ix | 10 | 51 | 0415
K] 2 4 — g & | 5l — 63 | 10 | 5n 0498
131, | 2 4 0415 381, & 5iz 0138 63 10 | 5 -0531
14 2 4L o 39 I8 517 0276 64 i0 51, 0664
141, | 2 ALy 0415 9; | 6 51y 045 64l 10 El, 0747
15 2 5 = 40 7 5 == &5 10 6 =
I51 | 2 5 0415 401, 3 51, 0691 651, 1| 51,
16 2 5 = 4] & A (3 i 51, 0075
16t | 2 | 5. | 0415 4113 7 5 0355 6bly 1| 51z Q151
17 2 [ | 12 7 5 | 0474 67 ] St 0226
172 | 3 4 0276 421; 7 5 0592 674 1l 51 0301
19 3 4 0553 43 7 5 o711 | 68 11 | 5t 0377
[EI 415 iy 4313 7 5 — 681, 1l | B 0453
19 3 41, 0276 44 7 5y o1is &9 ] 51 0578
191, 3 41; | 0533 441, | 7 5y 0237 691, | 11 51; 0604
0 5 = % 8 3 — 70 13 | 5
20 3 g | 0276 451, 7 Sia -0474 70l I 513 0754
21 3 5 I -D553 46 7 5ip 0592 71 I 6 |
L2 3 5: - 462 7 515 0711 Fli | 12 | Sl | 0068
i R 51; 0276 a7 7 6 & 72 2 i 0038
221 | 3 | a3 0553 472 B 5 | ospe [ 72k | 12 S1s -0208
=] 36 = 43 B8 5 0622 73 | 12 51z 0276
23, | 4 | 4, 0207 481 B 5 0726 73 | 12 | 5ls | D345
24 4 | 4, . 0415 49 8 5L, e 74 12 51a 0415
241; 4+ 4, 0622 45 1s a 81, | -0I03 1413 2 5ip ‘0484
25 4 5 — 150 9 5 =3 75 P =
| 2ELGL 5 0207 50-2 8 513 0311 751 | 02 | 5 0622
26 4 5 D415 5] 8 51, 0415 76 2 5 0691
261 4 5 Q622 51t 8 51 0518 Tois 13 Bls —_
27 | 4 Al 521 8 Sty 0522 77 [ 3 AL
7y 4 5p 0207 52, 8 St 0727 77 | 13 51 0127
28 | 4 5w 0415 53 8 & == 78 13 IEIED]
28, | 4 5 0622 53, ¢ 5 -D645 781; | 13 -0255
22 | 4 6 — | =4 9 5 0715 13 039
25| 5 | 4 0664 | 542 9 | S : 13 0383
30 5 5 — 55 10 g =y 15 b
305, | 5 5 Tl66 551z 10 5 -0os3 13 0511
3l 5 5 0337 | s 10 5 Q156 | 13 0575
e | 5 5 0498 56l» | 10 | 5 0249 gl 13 0638
32 5 5 0664 | 57 | 9 | &n 0451 | 82 | 14 -
3 | G Siu i 5714 9 1. -0553 82 | 13 0766
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DRUM AND MICROMETER HEAD
CASTING PREDETERMINED LENGTHS
I
AD|LETHENTS ACIUSTHENTS | ADUSTHMEMNIS
12 pr. ; i iz e B 12 pr. — .
troe | D | Mo Migiomers | g e | 174 tor| MO | e
R I (355 - WeaRsll 4Ems) + ARREE ime)
83 i3 A = 18 Siy 0369 | 133 pir} L3 0528
83 | 14 51 0178 8 51; 0415 11331, 22 | S 0566
14 14 51y 0237 8 L, 045l 134 22 51, 0603
g41; | 14 515 0296 19 Sty il 134 22 5, | 0641
85 | I8 5 o 2] 5 — 135 2 5l 0679
g5y | 14 51, D415 18 Slo 0599 | 1381: | 22 L 0716
8 | 14 51; 0474 18 5. D46 | 136 7n 5l3 0754
86l | 14 Bl 0534 | 18 51, 0692 | 1361; | 22 Bly 0792
87 14 53, 0593 18 5l 0738 | 137 n I3 =
| 872 | __|_5_ | :r-"_ A= 18 51s -0784 1371; 23 513 0_4?3_
88 14 L3 o711 18 & 138 23 | 5i: 0459
88 | 14 | "By 77! 19 - 513 0349 | 1381, | 23 Sla -0505
8 [ 14 & — 19 Hla <0393 133 13 Siu 0541
89 | 5 £l D221 ;19 5 0437 (139, | 23 | 5L 0577
50 17 5 = 22 5 = 140 23 5l 0613
901-_>_I 15 | 5L 0322 51; | 19 5l 0524 | 1401, | 23 5L 0650
51 |15 51z 0387 15 1 5k 0563 | 141 23 By 0636
|.Oh 35| 5 0443 | g | 51 cs12 | 141 | 23 51 0722
92 15 | 5o 0498 [19 . 0655 | 142 23 5l -0758
G2 [ 0553 9 - £e99 _|42'-_-J_ 25 51: —
a3 16 Sl 19 51 0743 | 43 23 [ i
93, IS 5l 0664 19 | S | 786 | I43: | 24 S1; D450
94 15 5. 715 [ 6 2l L4 24 51, | -DaB4
94y U5 | 55 | 0774 20 | 51 €374 |44 | 24 | 55 | 0512
95 15 3 i 3 5 = 145 pr] Ei; 0554
Y55 16 | 52 0259 __?_[ B35 — 455} 24 5, ‘0583
96 & Siy 0311 20 51z -£4%H 146 14 513 0623
S6l; 16 | 5z 0363 | 20 31, 0540 | 1461 | 4 Sl 0657
g7 6 | 5lp 0415 | 20 s USHI 147 24 51, 0692
9l | 16 | 5l 0467 11221, 20 | 4% €623 | 14712 | 24 | 5n | 0726
s8 | & 5lo 0519 123 20 5 (6A4 148 24 5 0761
9a1; | 17 | 5n — 123t 20 5. | 0705|1481 | 24 | 50 0795
93 [¥3 5y 0623 |24 20 | 5 0747 143 4 5 —
W 118 | 5w 0675 | 1241, 20 5.5 0788 | 1491, 25 5. 0465
100 19 5 = 125 20 5 [ — 150 25 5. 0198
10Q!, be: Y 1T 0778 |25Ly | 21 Sl | -0395 | 1501, 15 Sip 0531 |
BT [ — 126 22 3 = 151 25 5y 0564
oy | 12 sk 0293 | 1261 | 2 Q474 | 1511, 25 | Sl | 0598
w2 | 17 51, 0242 |27 21 0514|152 25 55 0631
te -0391 12713 | 21 51, 0553 | 15212 | 25 S, | -Deé4
a 0439 |1we 21 0593 |53 | 25 sl | 0897
D4E8 | 1281: | 321 0632 | 153 | 28 L1 0730
ik 179 I 0672 | 154 25 505 0763
475 | : 0586 | 1291 21| | 071 |54 | 25 5L | 0796
ig5 | 20 5 — (130 | 25 | o |55 ¢ 25 51, 0830
{1ast, | 17 | B 0683 | 1307 | 2| | o070 |
105 7 | S5 0732 | 131 | 21 [ = |
| 10st | 17 34 orgl | 131e | 23 el o 52 .
17 17 | 6 = e 0453 !
1072 | 18 | S5 0323 1322 | 22 | -0490 f




154

TABLE FOR CUTTING

The following table shows the position of the counter drum and the adjustment of the micrometer

STRIP MATERIAL

casting In muliiples of 5, 54 or 6 12-point ems per cast, plus any necessary addition in

row of the drum which muslt be brought to ‘A" on the remainder scale on the counter
Indicator Secale : and the third shows the addition in ¢ thousandths * of an inch ta he added

on the upper edge of the upper section of the handwheel on the micrometer wedge). The total
is equivalent to the measure piven in Lhe frst column,

L ADIUSTMENTS ADIUSTHMENTS ADIUSTHENTS |
12 ‘:" Indicater i Mieremetsr I-:'n:‘ Drum Indicator | Micrometer ’E?:“:L' Drum Indicator  Mierometar |
e ([C,:::) ! (E:I:) ! W:_d“ ® (Casts) [?;E:r;]:) w:_d“ {Cazs) ?g:: ) Wedge

5 I | 8 s 29 5 51, 0498 53 9 515 0645
5lp | 51y —- 291; 5 51y 0864 531 9 51y 0737
3 [ & = 30 5 1 &6 — 54 9 3 -
6| 2 | 3 0415 01, | 6 5 -0138 41, | 10 5 0747
7 2 [ 3, i 31 | s 5 0276 55 1] 5 S
Vg 2 3z 0415 311 -3 5 0414 551, 10 Sly Q083
] 2 4 g 32 | & 5 0552 56 10 51y 0186
8| 2 4 0415 321 | 6 5 0691 56l | 10 51y 0249 |
9 2 4Ly T 33 é 5ia = 57 10 5lp -0331
95, | 2 41y 0415 33| & 513 0138 571, | 10 51, 0415
0 | 2 5 P 34 6 | 51 -0276 58 10 51g 0498
05, | 2 5 0415 341, | 8 51, 0415 58, IO 51, -0581
i 2 51 o 35 7 5 B 59 10| 55 -0664
iy | 2 | 5l 0415 55 | 6 5lp 069 | 591; 0 5ty 0747
12 2 = 36 [ 6 2 & | 10 g ] = 1
1213 3 4 074 k[ 7 5 -0355 601z | 11 51y s
13 3 4 BRGLTE 17 7 5 -0474 &l 11 51y -0075
|31y 3 4ly oo 37 7 5 0892 Gl 11 51y ‘Ot51
14 3 413 076 33 7 5 0711 62 Il 5z 0226
4w | 3 415 0553 | 3Bly 1 7 5Ly —_ 621y | 1 51z 0301
15 3 b — | 39 7 51, 0118 €3 1 51 0377
1515 3 5 0176 | 39 7 51p Q237 631 1 Ely -0453
16 3 5 -0553 40 B — 64 11 5iz -0528
61, | 3 51y - 401; 7 5ly -0474 641, | 11 | - 51, 0604
17 3 5y 0276 41 7 | B -0592 €5 13 5 =
17, | 3 Stp -0553 4i; 7 51y 0711 €5 | I 51, 0754
18 3 & — 47 7 & f— 66 ] & =
18l | 4 41, 0207 421; | 8 5 -0519 g6y | 12 51 o]
7 | 4 41, 0418 43 8 3 0822 67 iz 51, -0i38
19 | 4 1 4l -0622 431, | 8 5 0726 671 | 12 51q 0208

i = 44 g £l 2 &8 2 S1; 0276
200 | 4 5 -0207 441, | 8 51, 0103 881y | 12 51z 0343
21 4 5 -0415 45 ] 5 &9 |12 5, 0415
211 4 5 -0622 451, 8 Sy 0311 8913 | 12 51 <0434
77 4 | bis e 5 ] 51, D415 70 I4 5 S
20 | 4 5lp -0207 461 | B Sy 0518 701 | 12 5, | 0622

23 4 5 -0415 47 | 8 5ly 0622 71 12 5L, | -0&9l
231; | 4 5. 0622 A7, | 8 51, 0727 i | 13 51 S
24 4 & == 48 | 8 [ o 72 12 3 2
241 | 5 41y 0664 18l | % & 0645 | 721, | 13 51y 0127
25 5 S s 19 9 5 0715 | 73 13 1, IET
261, | 5 5 0166 a9, | 9 51, i 73 0 13 5l 0255
26 | 5 5 0332 50 0| 5 i 74 13 Tl 0319
21 | 5 5 0498 50, |10 | 5 -0083 741y |3 51g 0383
2y 5 5 0664 51 10 5 0166 75 I5 5
271, | & E1; — 54 |10 5 -0249 751 13 | s 0511
28 [ 5 5iy 0166 52 9 5L, 0461 | 7% 3 1 E5; ‘0575
281, | & 51y 0332 520 | 9 51y -0553 76 13 | 5 -0638




TO 12-POINT EMS AND HALF-EMS

wedge to shear strip material to 12-poinl eins and hulf-cms.

‘ thousandihs

)

ol an

The calculations are based upan

mch.  In the column under ° Adjustments * (he Girst column shows the
mechanism head ; the second colummn shows the position of the painter an the Micromeler
by the micrometer wedge (this is indicated, as the micromeler wedge i3 adjusted by the fizures
amount in the third and fourth columns multiplied by the mimber of casts in the sevond column,

ADJUSTHEMTS T ADIUSTHMENTS ADJUSTMEMNTS
12 pr. Indlcatar | Micramater | 12 P& indicator | Micrometar [ 2 % Indicatar | Micromecer
Ems | Drum Erme | Drum Ems | Drum
{Casta) (S;::) Wedge (Coste) | = w:_"g’ (Casts) ‘SE‘;L‘; W‘f"‘
77 14 51, = 101 17 51, | 0732 125 | 25 5 =
77 | 13 51, D766 1L, | 17 51, 0781 1251, 21 5lp -0790
78 13 7 & = [[iy] 17 i RS 126 21 [3 —
781 | |4 £l Q178 1021,| 18 | &1, 0323 1261, 23 Sip —
7% 14 5lg 0237 103 18 5l 0369 127 Sip -0453
791 | 14 | 51 0296 1m31: | 18 51p 0415 1271, | 2 5ty (490
B 16 5 e 104 18 | 51 | 0481 128 vl Sy -0528
801y | 14 (3% 0415 1041: | 19 5lp e 1281; | 22 | 51, -0566
81 14 | ,,51 -0474 105 2] 5 = 129 | 72 513 0603
Bliz | 14 51y D534 10515 | 18 5% 0599 1291; | 22 51y 0641
82 14 51; ‘0593 106 18 51, 0546 130 [ 23 Elg 0252
825, | I5 51, — 10612 | 18 51, -0892 1301, | 22 5lp 0716
83 14 5iy 0711 107 18 51; «a738 131 72 5l 0754
831, | 14 51; 0771 10712 | IB 51; 0784 1311 | 22 | 5l 0792
8t | 14 K3 T 168 18 3 = 132 [ 22 | & s
8413 | IS 51y -0221 108 | 19 51, -0349 1321, | 23 | 5% 0433
85 17 5 i 109 19 51, -0393 133 | 23 5ig 0463
851;-| I5 51y 0332 109 | |9 51 0437 1331, | 23 Sip D505
86 15 Sig -0387 o | 22 5 == 134 | 23 Siy 0541
861 | I5 51y -0443 110 | 19 51 -0524 1341, | 23 51 0577
87 15 5ia -0498 111 ] 5l 0568 135 | 24 51 ‘0208
8713 |5 5lp -0553 1l ! 19 51y 0612 1351 | 23 513 -0650
a8 16 51p == Nz - 19 51y 0655 136 23 51, 0684
881; | 15 51z 0664 12, 19 5lp 0699 1365 | 23 51y 0722
83 15 50 0719 113 12 513 0743 137 23 Sl -0758
891 | I5 51 0774 11313 | 19 51, | 0786 | 1371 | 25 1, —
50 15 6 = 114 19 6 = 138 23 [ —
| 901 | 16 51, -0259 141 | 20 5. 0374 1381; 24 51z -0450
| 9 13 5, | 0301 15 3 5 139 24 51z 0434
9ilz | 18 5, | -0363 151 | 2] 5 — 1391; 24 51y 0519
92 | 15 |5, 0415 e | 20 51, 0498 | 14D 25 5L, | -DI66
921 | 16 51 -D467 11612 | 20 S 0540 14012 24 5ly D583
33 | I1a 51; 0519 17 20 £, -05B1 141 | 24 51y 0623
931, | 17 51, 117 | 20 51 | 0623 1411, | 24 5.y 0657
94 6 51y -0623 g | 20 Sty -0664 142 24 51y 0692
541; | & Shy 0675 11813 | 20 51 U705 | 1421, | 24 5, 072
95 19 g — 19 20 51, 0747 143 35 51; | 0365
951, | 16 5la -0778 1197 | 20 5ip 0788 14315 | 24 51; | 0793
9 16 g = 120 20 6 a5 144 24 é e
961; | 17 Sl -0293 1201, | 21 Sly 0395
97 i7 51y 0342 121 [ 22 | &% —
971; | 17 51y 0391 1213 | 21 | B, -0474
98 17 51y 0439 122 | 21 Slp 0514
981, | 7 51y -0488 1221 | 21 Sip -0553
99 8 5y — 123 21 51, 0593
991 I7 5lp 0586 1231 | 21 51 0632
100 20 5 — 124 | 21 Bl 0672
1001, | 17 5z | o83 1241 | 21 53 0711
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PRODUCT INFORMATION TABLE

TYPE MOULDS

| 1]
| Temperalurs Mozzles = HINGLE DUFLEX** e {ekinn o
| Revalu. Pump | P Spring Pieton Spoowg Mus .1[’.-:; 8{;:"“&'“ Fiston
o 4, o tirns 5 = = Compressinn | Compression Reguured
Product Gebty [+ ] A I RGLE!)',, Dilr‘ll"!'iﬁT‘;:Fvnf (From Top of | (From Top of (3For.or
Minute Sare | M NAREE. o SR Spring Rod to | Bprirg Rod to e
| Top Bottom | fop of Mutl | Top of Mut} Uppar Lowez End;
s 6, 7.8 palnt .. | 144 | 1 162 125 s & : leng
29 10, 11 point 144 | il | R :22 o = — ;.—.c'an"
21 12 point 3 14444 | 1 | 125 I — [ ong
a2 14 point 125 2 ‘15 157 G | 1 JShor
< 13 x 9 point L. | 1iy2 2 0y I 137 | G | 1 Shors
el sint... | 5 2 125 ol 5 | i
B jaen | ; = | 2. AREE -
¢ 13 point... o) I B -125 3 = 1 2 Short
21 poiid... 1% 513 a0 | 4 (& 2 —
% 24 pednt... 13 593 4" | A 2
% 30 point. .. 10 1 | 3 3 —
» 36 point... B4 k| | =) 4 —
10 % Gems 4y | & 3 4 —_
;b8 X Dens Sg | 3 | 4 4 —
5t 6 X o ems | 6k | é ! & 3 3
Quetationg @ 6 »« 3oms 1 3 | A o 4 3 —
Cluctations : & X Z cms 8 | [ | i 4 = i
Cluctasions © 5~ 5ems 51 | i 25" 3 4 —
Quelauons . 5 ¥ 4 ems o4 | ¢l 25" 4 ) —
8': : S x Jems 4 | a D 4 3 —
; 5 x 2ems 10 & g 4 2
Cluctations - 4 = 4 cmsa & 1) % o4 L5 4 1 Shart
Quetations | 4 < 3 ems 11 GO 315 A 4 | 14 ] | 1 Shert
Quoeladons ; 4 % 2emns 12 Bl 315" LA 4 i 14 f Short
| |

# Datpat of type hased upon the half-em kody.
+ Thess hzve speed control 3-IH-1 in operation.
1 These have speed control 2-3-G in operation.
§ When using 42

T For casting thin spaces on Super Caster Moulds use Mo, 6 apzzle,

** Bpecial attzniion must de given to taese spring orzssures,

1 Lhis colume spplizs ondy Lo §7 plstons,

48 nainn Display Meoalds use Mo, B noarle,

LeT



STANDARD FOUNT SCHEMES

Based on lower-case founts of 1,00¢, S00. and 220 ckaracters

Lower-case ... i - f. by g, oAl e o e R 4 i kK 1 m # A v 4t .30 0 Ow M o w E
1 Strength (Dody) ... T4 18 34 42 118 24 |8 50 T4 5 & 42 26 €6 66 20 € 35 66 & 3B |2 20 & 20 04— LOOD
1 i {Jashing) T4 1% 34 42118 24 18 S0 74 6 8 42 b 66 65 20 6 58 56 B4 IR 12 2D 6 20 4 = 000
1 o 5 3 10 16 20 58 12 10 24 34 4 6 20 04 32 32 12 4 26 32 0 18 8B 13 6 1] 4 = 300
+ o i 18 & & 10 22 A 6 12 16 4 4 10 & 12 14 & 4 12 14 18 /R 4 & & B 4 = 250
Capitaly WS it i S T ol SR~ ol @ R R | K L MEH G PR R O3 W ON W X Y & R E .
1 Steength (Body) 2 3 &6 6 12 6 H W0 10 & 4 ¥ ¥ & X B 4 K IIZ 6 4 B 4 €& 4+ & & A
1 G (Iabéirg} ; 2% 19 4 16 44 10 10 20 28 &6 A 16 14 34 M 10 4 32 24 32 14 & 1D 4 B 4 8 12 8
b " a 7 16 &6 & 10 2% €& & 12 16 4 4 J0 3 14 14 5 4 14 1€ 20 8§ =2 & 4 € < & £ 8§
+ I e 10 4 ¢ 6 16 4 4 8 0 4 4 6 5 10 10 4 4 8 [0 12 ¢ 4 4 4 4 4+ 4 4 4
Figures, €16, .. v L g % i & B E O# dh X ok e 4 b % =f N 3 B i |
1 Sugngth (Body) ... 10 B .6 &0 e o aE W 0 R B3GR L Sa mb Ry e st o 1 16 2 3 12 ¢
1 ' Gloobing) 20 iz 12 8 & @ 8 3 13 M £ 4 4 2 2 2 1 I 2 1 20 2 ¢ 15 8
4 . i 16 10 1w 8§ 8 & & 8 10 lf — — — — — — — — — g0 4 4 10 6
z £ i L7 I S S S o TR e S S f 4 4 4 % 6
Ligmiures A C 2 @ 2 o ff A A4 M M Spaces ... Ems Mad, Thin Hait
| Sirenclh (Body) .. £ e ad e @ & &) 2 og @ | Strength ... 103 100 16U ]
| {Jebhing) it I 4 4 & % 6 & 6 T 100 101 0 E)
k ; = 4 4 — — 4 4 B & B & A 3 i T 80 &n 42
E i Vi 4 4 — — 4 4 6 B 4 4 I P 0 40 40 20
Agcents - i ik 4 4 4 4 €& & & B i i o o ¢ d n o0 o0 i %} g fi

e " T R - O O L . - - T - R i
Smeel! Caps & B O B OE F G H 1 I L, M @ & P 4 R § T U v W x ¥

B: i@ o a3 I s 8w W BN o o 8 e # & o o8 W d 2 3 2 § B
Signz ... 2o d 8 M o @ R O % M s i

6 4 I 4 2 6 4 J2 ¢ 2 2 2 4 5 2 o Z 2

Tae proportions of the * body * founts are bzsed upon the average recurrence cf the various characters in average Dogiish literature, ‘Lbe propustivas ol the cupita] letters
ol e © jobling * founts relative to the lower-case charasters provide for the greatsr use of capital letter cuouposilivn when usug jobbing founls.  An abl-capital foune
should equeal the strenedh of 2 * body * lowsr-case anc capital fcont combined. Em quads should be ordered spparelely @ the quantity required dipends vpon the nature
of the eomposition, Thz numbor of em quads given ahove applies (o the ems used it straightforward composition,
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PARTICULARS OF

MOULDS AND MATRIX HOLDERS

TQ USE WHEN CASTING TYPE

S1ZE

Iptto 12t

Sploto 12 pt.

| - |

11 pl. ter 2 pr. |

14 pt. i 48 pr.

11 pl. 1o 36 .

14 el 36 e

42 pt, to 72 pL

MeouLns | : MaTrIR ‘Mataix | Matrix | MouLD BLARE  WATER | OlLEr Heap
| Brive | HolDer Tork® Broox
Composition,  Use adaptor BaB” Cowmposition (2 x 2" 037 xalsL 126 nssd. | 30sLL | a2venl | Compositicn
plurz |
Compositicn,  Lise adaptor | 8687 Composition (2" Extended) asg xadsL 1235w ased, AsLL a1l Compuesition
| plate |
N [ S | | 5
: i g o e Msnmen:
Comaasition (largs 1y;,a) wilhe EART (_umnosnmn([a e lype, 47 2" 050" xa 951 L2sL assa. | 3w alistl | Display
interchaageable inset-. [Jse and -4*
adaplor plale |
i W = R T A ol e | e
Disolay, 14 pt. 1o 36 pt. and ‘8RR F‘nspmv 507 xabsL | 14 ptoto 30 ph 08 15501 Display
42 pt. to 48 pt. Eilher I-.mL | |5 Gl bl i L Gl P U | 1280 zssd,
| fisted with inlerchange:his 42 pl. lu 18 pi.
nzels,  Use udopror plate I x32u1
= [ S i 9| | | r—"
Display. Titted with inier- ‘Reg" Drisplay, American Eiectivlype s Tie %3150 1250 assd, A aliscl | Display
| changeable  pasets. Use (3" =%z |
adaptor plate
Super Type. Fitied wilh HHARY Display (17 = {1507 xAB5L 1250 assd, | 1951 0 aldsrd | Drisplay
interchangezble iawet-
Super  Typza,  Fited  with 83y Display (147 » 1414 = 1:359) 0es" | 1351 assd, 20sLL l6si1 Thisplay
interchengeable insets

¥ When easting type from S point to 36 point with the old-style low quad arrangsment, use Mould Blade Fark, x26sL,

651



INDEX
Aduplor base vsed with

composilion woulds, 58, 59, &1
display typc machine moulds, 71
anad and space moulds, 63
shart lead and role moulds, 73
Adr blast, provision of, 3, 5
blower, 3, 3. 52
pine, removal of, 47
replaccment of, 50
Alignment gauges, usc of, 11
Alloys, see Metal
Aluminiurn, effects of, in printing metal, 133
Antimony, see Metal
Automatic ingot feeder, 43, 20, 532, 129
stop mechanism, 47, 50
temperature regilator, 2, 52, 53, 89, 101

Belt, driving, 5
Border length gauge. 12
mairix [ifter, continuous, 35
Borders—
casting continuous strip—
counter drum, action of, 31
mecharism, action of, 27, 29
malrices used for, 114
matrix guide used for, %4
holder vsed for, 112
litter used for, 35
micromater head, adjustment of, 12
moulds vused for, 91 -103
remainder scale used when, 31
special instructions for, 100, 101
Box tray, matrix, 47, 50, 51
Bridge, see Marrix bridge

Cam levers and cainshafis—
assembly of, 30
removal of, 47
Centring pin, acton of, 11, 21, 23
Changc specd table, 7, 150, 151
Changing clemenis in meliing pot, 53
point size of insct, 67, 69, 71, 77
quads and spaces, (5
stvle of product, 75, 105
Chunnel blocks, 19, 20
Cleaning—
insets, 33, 87
jet black, 90, 91
melal, 117, L1& 132 [33
mould, 61, 62
pump body, 117

M
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Clumps—
casting—
micrometer head, adjusiment of, 12
moulds used for, 91-103
Clutch, 47-50
Composition matrices, 112, 113
matrix head, 21-24
maoulds, see Moulds
Connecling rods—
jet block driving rod, 87, 99, 107
lead stacker, 38, 3%, 47, 50
matrix lifter lever, 21, 23
puinp, 29
type carrier, 18, 19
pusher, 17
Continuous strip borders, see Bordees
Cooling system, 3, &
Copper, effeets of, in printing metal, 133, 134
Cored type, 14, 19, 134, 136, 137
Cores—
display mairix head for using, 23, 26
malrices, used in place of, 114
quotalions, used for casting, 81, &3
Counter mechanism, 27 37
action when vasting lunirure, 29
leads, rules and borders, 27, 2
acinating lever, 29, 33-37, £2
rod, 35, 42
adjustment of, 35
bracket, 27, 34
constrioction of, 27
deom, 27-35
scale, use of, 31, 33
setlines, 152 155
remainder scale, use of, 26-33
removal of, 33
replacement of, 33, 35
uses of, 27, 29
Crossblock, new siyle, adjustments when using, 63
used for casting yuotations, 81
Cutrer
acluating block, removal of, 38
replacement af, 39
lever, removal of, 38
replacement of, 39
satting block, action of, 29, 37
adinstment of, 39
lever, removal of, 38
replacement of, 39
Cutting mechanism—
action of, 37
asscmbly af, 38, 39
dismantling of, 38
shearing mechanism, 3639
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Dashes—
casting
cutting mechanism adjusted [or, 37
malvix guide used for, 94
holder nsed for, 112
micrometer head adjustment for, 12
moulds used for, 91-103
special instructions for, 100
minimum length of, 12 '
Display malrices, 113
mafrix head, 2328
tvpa, see Type
Dotled rules, 85, 91-94, 100
Drainpipes, provision of, 3
Drilling norzle, 3, 6, 117
pump body, 5, 6, [17
Dirive, 5
Diriving belt, 5
block, mould blade slide, 12-14
npulley, removal of, 17
replacement of, 50
shull, removal of, 48
replacement of, 49

Tjecting position, §, 91
Ejection stops, 103, 104
Electric melting-pot attachment, 2, 52, 53
Llectro display type matrices, 113
matrix bridee, 30
holder, 159
mounts, see Plate-mannting winterial

Llements in melting pot, chanzing, 53
Equipment required, 6
‘Futectic’, meaning of, 123

Feeder, antomatic inzot, 48, 30, 52, 129

Flush-sided rules, 57

Formula for lindicg number of sorts to one pound, 134

Fount schemes, 133, 136, 158

Friction plunger, 94, 102

‘Front’, meaning of, 1

Full-faced rules, 1, 57, 91, 102 105, 108

Furnilure—

casting—
counter drum, action of, when, 31
nechanismm, action of, when, 29
adjustment of, for, 107

cutting mechanism. adjustment of, for, 37
walley mechanism, parts of, removed when, 37, 05
micrometer head, adjustment of, when, 12, [07
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vurniture (eortd.)—

casting (contd.)—
mould blade slide drive lever, adjustment of, when, 14, 15
preparing muchine for, 105, 107
remainder scale used when, 31
speed of, 107, 109

moulds, se¢ Meowids

trimming attachment, 109

two-piece type-high foundry, 3. 37, 103, 105

Galley bracket, 109
asscmbly of, 30
removal of, 47
locating block, 17
mechanisn, parts removed when casting furniture, 37, 105
CGias heating, 3
Gauzes—
alipnment, 11
border length, 12
jet position, for checking, 35
Giears—
assembly of, 49
jmperfectly meshed, 47
lubrication of, 51
removal of, 48
used for different produocts, 156-157
Gib plate, adjustment of, 63

Handwheel, 6

Heating, 3

Height of gnads and quotations, 116
tyoe, 115

Ingot feeder, automatic, 48, 50, 52, 124
Tnsets—
assembly of, 65, 71, 77. 79
changine noint size of, 67, 7L, 77
cleaning, 85, 97
digmantline of, 69, 71, 77, 79
quotation moulds, for, 114
side block, 85, 94

Installation, 1
Trorn, effects of, in printing melal, 134

Jet—
hlade, 6%
block, 27, 91, 105
cleaning of, 90, 91
driving rod, 35, 87, 90, 59
conneeling rod, 87, 99, 107
opening, 35
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Jeb (canrd.)
position, adjustment of, 87, 99
cheeking, 32
pusher, 50, 91
stop, §1

Latch, pmp, 43-45
Lead clamp, 93, 99
lever, 87, 93, 59
and see Strip Clamping Lever
serow, 87, 93, 69
suide hracket, 37-39
slacker-
adjustment of, 39
assembly of, 38, 39
comnecting rod, 38, 39, 47, 50
dismantling of, 38
lever, 37
placed out of action when casting furniture, 105
removal of, 3%
Leads— ¢
casting
counler drum, action of, when, 32
mechanism, action of, when, 27, 29
matrix clamp used for, 94
euide used for, 94
micrometer head, adjustment of, when, 11, 12
moulds used for, see Maidds
output, 137
remainder scale used when, 31
short, 73, 73
special instryctions for, 99, 100
speed of, 73
Teaves, pump, upper and lower, 43 45, 156-157
‘Laft’, meaning of, 1
‘Line’, weaning of, 112, 113
Liguidus, 121, 128
T.oading spring, 23
Locating key, 25, 27
Lock wedge, 25
Locking wedge spring box, 23, 25
Lubrication, see Qif, Qiler. Oifing

Machine stopping mechanism, adjustment of, 19
Main scetions of machine, 7

stand, 47, 44, 50, 75, 77, 87, 99
Matrices

care of, 114

composition tvpe, 112, 113

continuous strip border, [14

display, 113

electro display, 113

Jine’, meaning of, 112, 113

guotation cores used in place of, 114

rmle, 114
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Matrix box tray, 47, 50, 51
bridge—
composition, 21-25
display, 25-27, 30
assembling, 27
dismantling, 27
clamp, 91, 95
pad, 92, 93, 100
guide, 94, 100, 110, 111
head, composition, 21-24
display, 23-2§
heeds base, 16-21
aolders, 108-112, 156
lifter, 21 25, 101
continuous border, 35
lever, 21-25
comnecting rod, 21, 23
localing stop, 56
locater, 88, 91, 93, 95,140, 111
packing piece, 93, 100, 110, 111
sealing slide, 93, 93, 100, 101
sctting plare, 85, 88
Melting pot attachment, electric, 32, 53

Metal, 6, 117-134
alloys—
composilion of, 11, 119, 125-12¢
choice of, 125
high-melting, disadvantages of, 124, 123
microsivucture of, 121-124
properties of, 126-128
aliminiim, effects of, [33
analysis of, 134
antimony, characterisrics of, 119
effect of adding to pure lead, 119, 121
care of, [17, 113
cleaning of, 132
consticuents of, 119
copper, effects of, 133, 134
cryslals, fermation of, 117, 115, 121, 123
separatian of, 128§, 129
depraciation, 130, 131
dross, clearance of, 118
formation of, 130, 132, [33
‘eutectic’, meaning af, 123
handling molten, 128-134
impuritics, 133, 124
ingorting, 133
iron, ellects of, 124
lead, characteristics of, 119, 120
liquidus, 121, 128
loss—
cuuses of, 120
making pood, (31, 133
raductlion of, 130
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Metal (conid )—
melung, 132
properties of puare lead, 119, 120
speed of, 1729
microstructure of, 121 124
nickal, effects of, 134
oxidation, 130
pot, feoding, 129
position of, when adjusling vounler mechanism, 33
testing nozzle position, 42
re-melting of, 6, 131, 132
requiremenis of good type, 119
reserve of, 6
reviving, 131, [33
separation of, effect upon casting, (29, 130
solidus, 171
sti=ring 5
tin, characteristics of, 1139
=ffacts of adding to pure lead, 123
zine, effects of, 133

Micrometer ":Lcl_'. usunent head, 7 15
adjustments for casting—
climps, 12
dashes, 12
furniture, 12, 103, 107
plate-mountinrg material, 12
sirip borders, 12
material, 11, 12
wpe, 9, 11
purpose of, 7
settings, 140-149, 152155
wedee, 7-13, 61, 67, 113
indicator scales, $-15, 105, 107
sciew, 7-13, 39
scales, 7-13, 61, 65, 67, 73, 93, 107
Mosor, driving, 4, 5
Moald —
blade sizing meachanism, [2-14
slide, 10
drive lever, 10, 14, 15, 105
crossblock, new style, 63
used for casting quotations, 81
gib plate, adjustment of, 63
jzt block driving rod, strip, 35
oilers, ¥2-%5, 159
Moulds, 160
composition
small lype, 53, 55, 58
adjusting gib plate of, 63

adiustments for casting low quads and spaces, 79, 81

attaching to machine, 59, al
cleaning, 61, 62
parts of, 60

167
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Metal (contd.)—
melting, 132
propertics of pure lead, 119, 120
speed of, 129
microstrucluce of, 121 124
nickel, eifects of, 134
oxidation, 130
pol, [eeding, 129
position of, when adjusting counter mechanism, 35
testing nozzle position, 42
re-melting of, 6, 131, 132
reguiremen:ts ol good type, 119
rcierve of, 6
reviving, 131, 133
scparation gf, ¢ffect upon castiog, 129, 130
snlidus, 121
stirring S
1in, characteristics of, 119
effects of adding to pure lead, 123
zine, effects of, 133

Micromater ‘i-ldj'.lstment head, 7-15
adjustments for casung—
clumps, 12
dashes, 12
furniture, 12, 103, 107
rlate-mounting material, 12
strip borders, [2
material, 11, 12
tyne, 9, 11
purpose of, 7
scltines, [40-149, 152-155
wedge, 7-13, 61, 67, 112
indicator scales, 9-13, 10z, 107
screw, =13, 59
scales, 7-13, 61, 65, 67, 73, 93, 107

Motor, driving. /1, 5

Mould—
blude sizing mechanism, 12 14
slide, 10
drive lever, 10, 14, 15, 105
crossblock, new style, 63
) used for casting quotations, 81
gib plate, adjustment of, 63
jet black driving rod, strip, 35
oilers, 32-85, 13U
Moulds, 160
camposizion
small Lype, 53, 33, 58
adjusting gib plalc of, 63
adjustments for casting low quads and spuces, 79,
attaching to machine, 59, €1
cleaning, 61, €2
parts of, 60
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Monlds (eonrd)—
comgosition (contd.)—
small type (contd.)—
reassembling, 62, 63
removing, 61
lurze lvpe, 35, 68
asscmbling inscts, 69
attaching to machine, 66, 67
changing point size, 67, £9
dismantling inscls, 69, 7
removing from machine, 67
displav type machine, 55, 70, 71
quad and space, 55, 64
adjustments to machine when using, 66
attaching to machine, 43, 65
changing point size, 65
reassembling, 65, 66
quotation, 57, 81, 83, 114
short lead and rule, 35, 57, 72
adjnatments to machine when vsine, 73
attaching to machine, 73
changing style of product, 75
super caster—
display type
14 10 26 puint, 57, 74
attuching to maching, 735
insars, assembling, changing and dismantling, 77
parts of, 70
removal of, 77
42 1o 72 puoint, 57, 78
attaching to machine, 77
insets, assembling, changing and dismantling, 77, 79
parts of, 30 '
removal of, 77
furniture, 37, 104
adjustments ta, 107
changing style ef procuct, 105
counter head adjustment for using, 107, 10Y
cject.on stops, 103, 105
micrometer head adjustiment for using, 107, 109
aperation of, 107
parls of, 106
preparing machine for using, 105, 107
rear wall and blade, 103
trimming attachment, 109
uses of, 103
lead and rule—
1 to 3 point, 57, 84
adjustment of, 87
assembly of, 88, 89
defects in, 90
‘et block, cleaning, 90, 21
anaration of, 88, 89
pacls of, §5-87
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Moulds (eontd.)—
lead and rule (conrd. ) —
preparation of, for casting full-faced rules, 61
product, casting safisfactory, 89, 90
remaval of, 90
4 10 1% point, 37, 92, 9%
adjusting jet position, 92
lead clanp, 99
assemhly of, 94, 95
changing size of, 94, 95
dismantling, 94
insets, removal of, 97
replacement of, 97, 99
parts of, 91-94, 96
products, instructions for cusiing various, 99-103
naes of, 91

MNickel, effects of, in printing metal, 134
Noede—

blockdd, cause of, 129, 130, 134

drilling, 5, 6

nosition, 42

seating timing mechanizsm, 137

setting gauge, 5, 42

squaring, to machine hase, 42

types of, used for various products, 155 137

il used for cam bath and gears, 51
machine, 0
Dilers, would, 32-83, 159
Oiling cams and gear box, 51
lead clamp screw, 87
Ornaments, |
Outputs, 136, 137, 156-157

Parts of machine, main, 7
Piping, 3
Piston, see Pump
Plate-mounting marerial
casting
micrometer head adjustment tor, 12
mould used for, §7, 103, 105
speed of, 107, 109
wooden-cored quolations uscd as, 83
Produci—
changing from one to another, 75, 105
information tahles, 156-157
use of, 44
variety of, I, 3
Puinp, 42, 43
action of, 39, 41
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Pump (contd.)—

hodyv—

cleaning, 117

hat valve, 43

operaling rod lever, 43

size of, 154, 157
bracket, asseinbly of, 50

removal of, 48
cam lever, assembly of, 50
removal of, 47
connecling rod, 24
driving rod. 41, 42
latch, 43-43
Teaves, upper and lower, 43—45
nozzle, see Nozzie
pislon operating rod, 45
spring compression [or each type of product, 156-137
used for each tvpe of product, 156-157

rolodse, 42
sizes uscd for different products, £1, 42, 156-157

Cads
cusling
moulds used for, 55, 63-66, 79, 81
spead of, 66
height of, 116
Quotations—
casting—
channel block used for, 19, 81
cores used instead of matrices when, 114
crossblock used for, 81
display matrix head used when, 23, 25, 2§
matrix haolder used for, 111, 112
mould used tor, 57, 81, &3
height of, 116
wooden-cored, 3, 83
for plule-nouniing, 37

‘Rear’, meaning of, 1

Remainder scale, 29-33

‘Righl’, meaning of, 1

Rolary blower, 3. 5, 52

Rules—

casting—
counter drum, action of, when, 21
mechanism, action of. when, 27, 29

mebrices used for, 114 3
matrix clamp used for, 94
micrometer head adjustment for, 11, 12
moulds used for, 53, 57, 72, 75, 85-103
remainder seale used when, 21
short, 73, 75
special instructions for, 100
speed of, 73
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Rules (confd.)
central, 37
dorred, 83, 91-84, 100
Nush-sided, 57
full-faced, 1, 57, 91, 102-105, 109
ontput of, 137

Seales—
remamnder, 31, 33
wedge indicator, $-13, 61, 67
screw, 7 11, 13
Surewdoiver, use of, 5
Shearing mechanism, 3¢ 39
Slugs, tic-up, 1, 37, 91, 102
Solidus, 121
Sorls, formula Jor finding nunber to one pound, 134
Spaces, casting—
changel blocks used for, 21
matrix holder used for, 111, 112
maulds used far, 35, 63 06, 79, 31
speed of, 66

Speed, 45, 156-158
bracket, assembly ol, 4%, 50
remaoval of, 47
casting, of, 125, 136, 137
control handles, 46
hardness of metal, ciicet of, on, 125
maximum, 45
melling, of, 129
range of, 45
regulating mechanism, 5, 7, 45-47
assembly of, 49
dismantling, 48, 49
removal of parts before dismantling, 47, 48
replacement’ of parts after assembly, 49-51
safety device filied Lo, 47
table, 150, 151
use of, 7

Spring box, 35, 39, 87, 99
Stacker—
lead, 29, 37-34
lype, 53
Stacking mechanism, 37 39
Standard fount schemes, 133, 136, 158

Starting mechanism, 4, 3
safery device, 47

Stop-casting, canse of, 13

Straightening device for leads and mies, 83, 91, 53
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Strip borders, see Bourders
clamping lever, 35, 37
culling mechanism, see Cutifng mechanism
material—
casting, action of counter drum when, 31, 33

cutter mechanism used when, 37-39
inicromeler head adjustment for, 11, 12
moulds used for, 57

position of jet opening when, 35

culling, table for, [54, [55

and see Dorders, Dashes, Furniture, Leads, Ruley

mould jet block driving rod, 35, 87, 90, 99
moulds, 37
shearing mechanism, 36-392

Tables, 140-160
Temperatare, 156 157
maintcnance of, £2

metal, of,

regunlator,
Tools, 5, 6, 4
Type—

125-129
auftomaric, 2, 532, 53, 89, 101

body sizes. 116, 117

currier, 16—15%
cam lever plunger, 18
connecting rod, 18, 12
removal of, 18
stroke, adjustment o, 18, 1%

casting

channel blocks used when, 19

composition martrix hcad used for, 21, 23

matrices used for, 112, 113

matrix heads base uwsed when, 17 A

holders used Zor, 109-111

micrometer head adjustroent tor, Y, 11
moulds for, see Moulds, compusition
speed of, 137

channel blocks, 14, 20

characteristics of good, 117

cored, 14,

19, 134, 136, 137

defective, cause of, 43
display, casting, matrices nused for, 113

monlds nsed for, 55, 57, 70, 71, 74-80

¢jecting position, 1%

features, 1

15

height, 115

large, adjustments to pump for casting, 43, 44
‘line’, meaning of, 112, 113

malrices, 112, 113

matrix holders, 104-111

moulds, see Moulde

culput of,

136, 137

production of good, 117, 118
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Tyvpe {routd’
pusher, 17
comecting rod, 17
stacker, 53
support spring and cam, 19

Uses of machine, 1, 3

Water drain, 3. 47, 30
supply, 3, 47, 20
Wedye, micrometer, 7-13

Lad

Zinc, effects of, in printing metal, 13




