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Important reference: The parts referred to in this book
are shown in the figures on the plates at the back of the
book. Numbers arc used to designate the parts. Where
parts are referred to in the text the number of cach part is
given, followed by the number of the figure on which each
is to be found, except that when two or more parts mentioncd
consecutively are on the same figure the figure number is
given only alter the first part number. That is, all parts will
be found on the one figure until a different figure number
is given.

THE MONOTYPE SCHOOL

’lhc fnllun ing is the order of instructions used on the
Giant Cas the Monotype Casting Machine School
1. TAKE THE Nm D OFF THE MACHINE As FoLLows:

Turn the Macutxi by hand until the Cross Broc 49
(Fig. 20) is at the front end o

“Pul forvéed. the Chosers
a piece of material (fm e
t\\eu\ the LEATHER BUl
39 that this Learmze Buer
be done whenever a Morn
is change:

Lower the MertiNG Por and swing it out [rom under
the MoLp.

o Tvn (Fig. 18) and
ample, a 36-point quad) be-
ck 34 and the face of the CASTING
34 strikes against. This should
changed or a PACKING Pincr

20), NUT and Pry 37, Busuxe 35,
. 16), and Marnix CARRIoR 24 Dis:

from LEVER 1, and ROSS B
Swing Brunoe Lives o4 over toward the oot the
MacHINE and remove BRIDGE SUPPORT

Take out 5 BoLts and their msum two of each are
;hnwn as Nos. 1 and 2 in 23 (alsq as Nos. 45, 46 and 47

Ramove the two AnUTENT PraTes 32 (Fig. 16)

Slide the Mot to the rear to clear the Mot BLapr 7
) 14). Insert the Cross

and remove the Mot UNTT com:

Slets fromi ThE MAGHING:
Take out § ScRews and 1m off the GaLLEY Prate from
the Ga 11 (
2.8
ns on Pages 9, 10 and 11,
SEAT ASSEMBLY ON THE MACHINE,
" Follow the instructions on Pages 28, 29 and 30.
4. Stop PLATE AND CLOSURE:
Read Pages 2
5. CLOSURE OPENING:
TFollow the instructions on Pages 25 and 26
6. CLOSURK-CAM-LEVIR BU
Follow the instructions on Page 26.
7. TAKE THE MoLD APART AT THE BENCH AS FOLLOWs:
Reer to Fig. 16 (Plate 11) for the various parts to be
taken
@1 ik of the Dracer 23 and Wenge 37.
(b) Take out the HoLpiNg v and Cross BLock 16.
 Take off the Motb Brane Stor 12 and slide the




BLADE 7 out to the left complete \vnh its Cores 10.
(d) Take off the SQUARING PrATE 5
(e) Take gt the three (3) HomzonTaL, Bouts that o
through the and 25 and the Dist e Srr\r
e right hand Bovt 19 (Fi
() Liftout the Porxt Brock 6 and two (2) Tyr o
14 and 26 (Fig. 16). Also take out the Type CLaye 31 and

(¢) Take out the top BorsTex BoLrs 46 and 47 (Fig, 20)
?l,_;d take both BoLstiks 15 and 25 off the MoLp Bast 33

ig.
S R ssaiti e O Mowp a2 1 Bscir: Read the para-
graph on MoLps To B EMBLED on Page 3.

Follow the instruc tions on Pages 30, 31, 32 and 33

G MoLD UNIT ON TiIE MACHINE:

e e Pages 33, 34 and 35
10. Cross BLock ADJUSTME

Follow the instructions on Page 3
11 Conmpnet Tninny Foom the natsotion oo Page 28,
12. Cutren Orsnatisg Rop

Follow the instructions on Page 28.

L. Brmog: Follow the instructions on Pages 27 and 28,
4. TECHANISM ADJUSTMENT:

(al CLEANING Nozztss—Follow the instructions on
Page 11 under NING NozzLes. Turn to Page 47 and
read the paragraph on Nozzir:

lcaning the Puse Boby— Follow the i instructions on
Pages 14, 15 and 16 under CLEANING TirE Poye
) Follow the instsuekions on Peges 11, 12, 13 and 14
under Puxp MECHANISM ADrNTMr\’r
15. Car G ScaLs CyLiv

Follow the instructions under ()mmw, Rop Apju
MENT, AUTOMATIC PAWL RiL “ast Nox
FUsion and: MCkOMETER-wabes: SOREW on Pages 17, 18
and 19,

16. Ust or PackiNG PrrcEs:

Follow the instructions on Pages 19, 20, 21 and 22. Also
read CLOSURE SETTING WiTH NO. 0 ADJUSTING PACKING
Pricr on Pages 36 and 37.

17. MicroMETER WEDGE GRADUATED WHEEL

Tollow the instructions on Pages 42, 43, 44 and 45.
18. CranciG HRIGHT or Probuct

Follow the instructions on Pages
19. Fusion: To run Fusiox MATERIAL follow the instruc-
tions on Pages 22 and
20. Read the other instructions on the various pages that we
have not covered up to this time,

2

GIANT CASTER
ADJUSTMENTS

HE Macmixe described in this book is the Giaxt

Casrr. Tes products include Lype, spaces, quads, corner
picees cither low or high or with rule or decorative border
face, furniture, base for cut mounting, electrotype bearers,
and other specialtics as may be required. It is unique in
that it has no culter but casts all of its products to any de-
d length, long or short, completely finished on both ends,

This book is prepared for the use of students in our
Moxorype Scioot. and for the guidance of all who operate
the Gr. reR, A clear understanding of these adjust-
ments is essential, Study them carefully, giving particular
attention to the reason for cach, as this will fix them more
firmly in the mind.

Do not alter an adjustment until it has heen tested and
found incorrect. Make the adjustments carefully, following
the directions exactly. Be sure all bolts, nuts, and serews
are tight and test them all occasionally to see that they stay
tight

Keep the Macmize clean and properly oiled. Use Moo-
aypE Type MoLb On. for the MaciiNe parts but always
use Monoryer Rute Mowp OIL for the Motp. A little
MoNoTYPE LUBRICATING Paste in the Rure Motp O is
beneficial.

The Morps and MoLp BasEs are most beautiful pieces
of mechanism built with the precision of a watch and yet
capable of producing ton after ton of type and material
when giver the proper care. Give them the treatment they
deserve. Examine and clean them at regular intervals. Use
a cloth free from lint for the cleaning. When carbon collects
on these parts it should be removed. Remove only the built-
up carbon deposit but not discoloration in the steel. A hard

7




8 Giant Caster Adjust

its

Arkan

s Stone is ideal for cleaning any of these parts
Extreme care must be exercised in its use so that the stone
does not roll over an edge. It should be used with gasoline,
kerosene or cleaning fluid. When the stone becomes dirty or
flakes of metal adhere to it, clean it by rubbing it on

new
and true fine Carborundum Stone with gasoline, kerosene
or cleaning fluid. A 14"x}5"3" hard Arkansas Stone has
been found to be the most useful size.

‘The MoLp Bask, which includes the NozzLe Skat, Stop
PLATE, GUIDE PLATES, etc., is built with the same precision
as the MoLDs and, like the MoLDs, can be repaired and have
parts replaced only in our factory. We furnish two complete
Motp Bases with cach Graxt CASTER, hence one may be
used while the other is returned for repair. Be sure to return
aMoLp BAsE as soon as it needs repair - do not keep it until
the other needs repair also or the MACHTINE may have to be
shut down while they are both sent to us, because we have
10 loan GLaNT Motb Bask:

When ordering parts, usc the plates in the back of this
book. Give the name and symbol of the part from the trans-
lation list beside cach plate, or il you prefer, give th
number of the part and the number of the figure on which
it is shown.

Giant Caster Adjustments 9

NOZZLE ADJUSTMENTS*
Two Adjustments
val To insure that the axis of the NozzLu

s in a vertical

po:
Scumd To center the NozzLE in the MoLD Ow“ml,.

First

Object: That the axis of the Nozzue when entered in the
Moty Getning will be perpendicalar o the MoLD, so that
there will be a tight joint between the Morp and the NozzLe

PRELIMINARY
If the Morp is on the MACHINE it must be removed as
follows: Lower the MELTING Pot. Remove the Pistox and
NUZZLE Remme P!N 7(’: ( Fl; 20), Nur 31, Pix 37, BUSHING
P 16) and MaTRix CaReioe 24
D =upp] y m drain Prrrs, S
from Lever 1, and Cross-BLock Cou
Swing BrinGi: LINKS
cuiNg and remove the BRU)G(; SUP\‘()!U 36. Remove Crayr
30 (¥ig. 16) aud the o Asvry T PLates 32. Remove
four Boits 46 (Fig. 20) and one Bout 47,
Slide the Mot to the rear to clear the Motp BLADE 7
and 8 (Fig. 16) from its slide 19 (Fig. 14). Insert the Cros:
brock HOLDING ScRew and remove the MoLp UNIT com-
plete from the MACHINE,

Unscrew RoD 13 (Fig. 19), releasing SPRING 2. Remove
Gume Prate 28 (Fig. 16), C SURE 29, STOP PLATE 13
e Prate 31 and Nozss Suar 35. the Nozar
and GuIDE PLATES are al hown as 26, 27, and 28 (Fig. 2)
and are removed for this adjustment. Loosen the three
Screws 24 (Fig. 2)

Raise the MELTING PoT into position and with the Pup
Trrr released, turn the MacuiNi to bring the PUME up into
casting position.

Screw the Nozzi
in place of the Nozz1

NG
LING 18

SQUARING P1x 1 (Fig. 1) into the Pusip
3 (Fig. 2). Caution: See that this PN

ypplied with a diferent MeLTING Por, Purme Bony,
s e e sl s e e mul’

e i € the Correct o
Nt m Sl G N e el Macuts e e aa¢
e e N LY 20 o over .




10 Giant Caster Adjusiments

is started squarely in the Pump and that it is screwed down
until its shoulder is seated

PROCEDURL

Loosen the Crawe Screw 18 (Fig. 2) and turn the
vrkic PIN 9 uncl the P11 (Fig. 1 i square with the
top of the MoLp Base: Prare: 33 (Fig. 16). Test this to front
itk e Yoty Tont e i Pt o1 the
MoLp Bast. Tighten the Cranp Screw 18 (Fig. 2) and test
again with the square Lo see that the adjustment holds.

“The Pix 1 (Flg. 1) will stand square to right and left un-
less the Pusp Boby or its Lirting Lever 17 (Fig. 2) is
badly worn, in which case they should be il

Remove Squaring Pix 1 (Iig. 1).

Second
Object: That the NozzLt will enter the conical hole in the
Nozzvs Spat without dragging on the side of the cone.
PRELIMINARY
Serew Nozzie in place. Replace Nozztt SEAT.
Caution: See that the P\Jm’ Piston is removed to avoid
any possbiity o a “squirt” of hot metal.
packing between the top OPERATING-ROD NUT 2
(Fig. 3) and the GPRRATING-ROD LivER 3, s0 that when the
Puse is raised the Nozzik will stand about 75 below its
position for contact with the Mor. Raise the MELTING Por
into position. \\'1\\1 the Pump TRIP released, slowly turn \he
MACHINE to casting position, noting the travel of th
NozzLs on its up stroke.

PROCEDURE,

By moving the Puse on its supports inside the Pot to the
ht and left, and to the front and rear, the NozzL: can be
scen to move lightly (0 one side or the other of the conie al
hole in the NozzLe SeaT. The position of the POT must
be adjusted so that this slight movement of the Nozzve is
cqual in all four dircctions from the cener of the coniea
hole in the Nozzii

o move the NozzLE to the front o rear, turn the AD-
rustiNG Scxiw 21 (Fig. 2) in the required direction

To move the NozzLE: to the right or left, turn the Ap-
JustinG ScrEW § (Fig. 2) in the required direction. (Lower
the MELTING POT to reach SCREW 8).

Giant Caster Adjustments 11

Remove the picce of packing from between Nt
and Li

Tighten the Casixg Scmvs 24 (Fig 2)

Replace all parts removed (see section “Mold Base and
Mold” for dircctions for replacing MoLD parls).

Cleaning Nozzles

On Macimyss 9125 and following and on all prior Ma-
curxis on which the Grant MELTING PoT has been applied,
use Nozzi 92GC4 for Style GC and Style GS Motos, and
Nozzex 92GC9 for Style GC1 Moty

To clean Nozzz 92GC4 d om the bottom up to
fs" from the top with a " drill (m" diameter); then drill
do\\nﬁom the top with a "B drfl which is 258" diameter.
This 2t o

Nozzrr, 826C from the bottom up to 4" fro
the top with a ol (177 diameces) and then driled

from the top with a No. 27 drill { or the
diagonal vent holes in the tip of Narotn 93605 s a No 60
drill (040" rlmme\er) held in the fingers or use a small wire

like & paper d

fhese Nozzims have 3’13 thread, Nozzues for
GC l \[4!! Ds are provided with a I/ork Nut 92GC3, so that
the N may be positioned with the two vent holes to-
ward 1hr an Brape. For thin set sizes where the MoLp
BLADE would cover the vent holes turn the NozzLE (screw
it further in about }§ turn) until the vent holes are free; in
this position the ven holes are diagonally back and 1o the

For Magrers pror 0 9128 il sot boce aulgned i e G o and
Do, the Moy L e 93CCS 1o SR or GC 1 Movps The
Rov sS4 hisaa They ave 16" langer thas thes forshe GLANY RO buk
Ui 2atee Qo st and inserucsions for leaning and se Ao,

PUMP MECHANISM ADJUSTMENTS

Gonnecting Rod
One Adjustment—Length of Rop 27 (Fig
i btk R o
on ABUTMENT on MAIN STAND 15,

PRELIMINARY

The Pune Pistox 1 (Fig. 6) should be in place during this
adjustment. Back off the two Nuts 11 and 12 (Fig. 4) s
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that they
adjustment

annot come against the CASTING 10 during this

PROCEDURE
With the Puste Haxnie 38 (Fig. 5) thrown in, as shown,
it the MAGHING 3¢ rest that 15, Whon the top of the Puare.
OPERATING-CAM Livik 40 is all the way to the rear and no
compression on the SerixG Box. (Fig. 1), make the length
of Rov 77 (Fig. 5) such that CrossuzaD 14 (Fig. 4) will
clear its ABUTMENT 15 by 4”. Be sure to test e
after both LoCK Nut 36 and 33 (Fig. 5) on Rop 27 are
tightene
Alter nmng Llu:. Ml_m»rmpnr, and the Rob 27 is locked
with its Loc 33 on each end, swing the
handle 38 up i i i make sure it enters
properly the square hole in the SPRING Crir 35. If it does not
enter this square hole properly, loosen the Lock NUT 33 and
tighten it again after moving the SPRING CLIP 35 in the de-
sired direction to bring its hole in line with the HANDLE.

Piston—Two Adjustments
First: Position of Stop 43 (Fig. )
Second: Position of Stor Nut 25 5).

Both of these adjustments must be considered together.

First and Second

Objet: That the Prston may be camped tightly ageinst
its upper Stor Prate 4 (Fig, 6) at all times except when the
Nozzit is in contact with the MoLp.

PRELIMINARY

With the Mackixe in the position of rest, back o the
two Nurs 25 and 26 (Fig. 5 n Lock Nur 48 and
serew down the Stor 43. When this is donc, note that the
Prstox 1 (Fig. 6) is locked against its up STo 4 and that
iy (Fig. 7) has clearance below it. The Pue-
Larcst HANDLE 38 (Fig. 5) ia 1 be thrown ino operating
position as

PROCEDURE
Screw up the Stor 43 (Pig. 5) until it just touches the
CrossrkaD 43 and then screw it up about g turn further
At this point the PIn 6 (Fig. 6) will stand central in the hole
in the Prstox Luver 7. This is indicated by the fact that

Giant Caster Adjusiments — 13

the PIx 6 may be revolved freely with the fingers
the Nut 48 (Iig. 5) and see that the adjustmen

With the fingers screw up the Nur 11 (Fig. 4) just to
bearing against the CASTING 10, then tighten Lock Nut 12

against it.
Latch
One Adjustment—To clear its AsuTMENT Prate 19
(Fig. 7

Obﬂeul That the LatcH Prate 18 (Fig. 7) shall clear ils
AnuTMENT PLATE 19 when the Piston 1 (Fig. 6) is at the
top of its stroke

PROCEDURE

With the MacaNg in the position of rest, adjust the N
14 (Fig. 7) and lock it with Lock NUT 13 to give ¢" clear-
ance between the Latch Prate 18 and its ABU‘[M:\I Prate
19.

Pump-body Operating Rod
Two Adjustments - Position «)i PUMP-BODY-OPERATING-
z0n LeveR 7 (Fig. 8) and Srop
sject: That the Nosai. shall be seated before the Pisron
e 1 e atee v e et early by the
action of STUD 5

PROCEDURE

With the Mackix at rest, adjust the NuT 6 (Fig. 9) and
lock it with its Lock Nut 5 so that the Levir 2 will clear
the P1stoN LEVER 1 by " when the front of the LEVER 2
is swung as far to the left as possible. Hold up the Rop 14
(Fig. 3) (on which are NuTs 1 and 2) with the fingers in
order o take up the lost motion when testing this adjust-

Swing the Gac PLaTss 6 (Fig, 1) into position bencath
the LATcR 16 and turn the MACIINE with Puse engaged
PrLatrs 6 come within 74" of the Latch 16.
In this position adjust the STup 5 (g 8) so that it just
touches Luvar 7, then back off STeD 5 one-half turn., Lock
$0p'S in this position with its Lock NUT 6,

Caution: Be careful not to screw STun 5 (Fig. 8) down too
far for, if this is done, it will prevent the PISTON returning
to the top of its stroke, the Latcu Prats: 18 (Fig. 7) will not
cngige the AvoTaEnt PLATE 19, and & “squik” or other
trouble will result. A wrong adjustment of this STo 5 (Fig. §)
may be easily mistaken for a sticky Piston. If the PistoN
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seems Lo stick, so that it does not rise to the top of its stroke,
test first the adjustment of this STU >

Tn this position with the LEvER 3 (Fig. 3) Iree, examine
the lower part of the OPERATING Rob 14. MdkL sure the
‘The No:
be held firmly against the & SEAT by the PUAP BODY
Piering Srrie at the side of he Mavrme Pot and there
should be nointerference with the PUMP BODY LIFTING LEVER
15 to prevent its seating the NozzLe properly. Take the Ron
14 in the fingers and raisc it 30 S the WASHER 5 comes
against the 5 and see that there is 75" clearance be-
twven the W«snmz 9 and the SWING FRaME CASTING 10. If
B recesn ¢ the position of either WASHER 5 or 9
e
the NUT 2 at the top of the Rob 14,

Piston Spring
p,0n¢ Adjustment-_Fosition of Nus at upper end of
PRING Rop 1

To give proper PISTON pressure.

ob,m
PROCEDUREZ

Be sure the Nut is on right side up. The knurled side

should be on top. Screw down or up the NUT on the upper

end of the P1stox Spame Ron 1 (Fig. 5) to ghve Just auf-

ficient pressure to get solid product. Do ot u~em0\epru ure

than is necessary. The smaller badies require less pre:

Cleaning the Pump Body

Before attempting to clean a Pus Boby be sure you ha
in your plant a duplicate of the PLos to be removed and
of the INTAKE VALVE. These are 3, 7, 8, 11, 12, and 13
(Fig.

The Pu\u" Bopy must be hot when taking out the
With the PISTN and NozzLs removed let the Puse Boby
stand in the molten metal in the MuTinG Por until thor-
oughly hot. Carefully empty .all molten metal out of the
Powr Bopy and take the P oDY Lo a vise where the
Piiugs hoid be lgosehed il sl ot

Grip the bottom PLUG 8 in the vise with the Pump Boby
standing erect as in casting position, Tap the arm of the
Pomp Boby in a contra-clockwise direction to loosen the
bottom PLUG 8, but do not unscrew _oosen N 9 a:u
tale out the RecuraTixe Scrsw 10, Loosen PLUGS

13. The object of loosening all-the PLucs without slop-

Giant Caster Adjustments 15

ping to remove them is to be sure that this work is done
while the parts are still hot because if they become cold the
PLuGS will stick so that it is necessary Lo return the Pumr
Bopy to the MELTING PoT to reheat it. All of the PLucs
may now be removed and the VALVE 12 als
By this time the Puste Bopy will be cooled sufficiently so
that it may be drilled without damage to the Pune Ary drill
The Puse Arat is to be drilled from the NozzLe end where
PLUG 3 is taken out. Be very careful not to run the dill
down far enough to injure the threads in the bottom of the
POMP wiiere PLUG 8 screws in. A 7i* Pusip A drill is used
The connecting hole from this diagonal hole to the NozzLe
large and seldom clogs, but should be tested with the £5”
drill to be sure it is clear
lzo run a 4 dril through the hole from which PLUG 7
0) wasremoved. This cleass thepassage from the VAL v
e o e
When assembling the Pust Bopy all parts must be hot.
These can be heated in the type metal, but the MELTING
Pot should be cleaned and skimmed before doing so. All
PLuGs should have  little graphite applied to the threads
ore they are screwed into the Poar Boby. To insert Py
8, hold the PuMP Boby in the vise and e PLUG in
with the pipe pliers. This PLUG should be e only
as tightly as can readily be done with the pipe pliers, but
be sure that it is up to good solid bearing and not held out
of position by dirt or d there is dirt or
ey 58 Ayteaci o thys Pric o6 Ehat st GaTmoE e ScEiE
i wilh the pipe plers, Lhis irt and dross raust be scroped
out; an old hacksaw blade is useful for this purpose when
tsed by hand and not in & hackeaw frame, All other PLUGS
should be brought up o an easy beariag, wing e proper
wrench which LuG. Do not screw thern in hard as
chat would make Cdifficult to remove them the next time,
It is well to have the Punte Boby in a horizontal position
when inserting PLuGs 11 and 13 with VALYR 12 between
them a it s easir to handle VL 12 inthisposicon. Make
sure that VALVE 12 seats properly against PLUG 11 and if it
does not, grind it in wnh 4 little VALVE grinding compound.
When inserting REGULATING SCREW 10, leave L¢" clearance
n the battom of this SckEw and the head of VALV
12. The adjastment of this Scisw s made afer the Puse
Bopy s in the Maciine and the metal
The NozzL: and PISTON are put in after the Pus Bony
isin position in the MerTiNG Pot and both should be heated

:’_’

S




16 Giant Caster Adjustments

by immersion in the molten metal before being inserted in
the Pump Bopy. The drill the NozzLx is covered under
the section “CLEANING NozzLEs.”

TAKING APART SPRING BOX X74GC (Fig. 11)

Caution: Injury lo the operaior may resull unless these in-
structions are followed in detail.

Caution: 1f Rop 18 is broken inside the SrrixG Box do
not attempt to take apart the SPrinG Box, but return it
complete to our factory. If the SrixG Box must be taken
aparl for any other reason proceed as follows

Remove the SPRING Box from the MACHINE.

Clamp the Hizan 21 in a vise aA Ahe bench.

Loosen Nur 8 and remore ¢

Remove Nuts §, 9 and 10.

Put three WasHirs 75" thick and outside diameter less
than the front end of the ABUTMENT 14 over the Rop 18 and
screw down the NUT 10 on the Rop 18 until it touches these
WASHERS

at NUts 8 and 9 on the end of the Rob, lock them to-
gether and hold them with a wrench =o that the Rop 18 does
not turn. Then run the Nut 10 to the bottom of the thread
on Rop 18, This will draw the Rob up until the end extends
about 2,%” aboye the ABCTNENT

Remove the Nu1s 8 and 9. Put a WaswER 14" thick and
4 larger outside diameter then the end of the Avuratsxe

the Rop 18, pi n NUT 9 and draw it down until the
ik Tanienie s e st WO 10 ane SEmnst e o
of the Car 13.

Now remove the four Nurs 12 and loosen carefully the
Nut 9 unil it comes near to the end of the Rop 18, when
the Cap 13 must be held down while a helper removes the
Nur 9. As this SPRING 15 expands it will be found to be
nearly 5* longer than the SPRING "UnE, Remove the
SPRING 16 from the TUBE with the SPRING 13, the Rop 18
and ABUTMENTS 14 and 20 which are held together by the
SpRING Rop 18 and Nut 10.

]\nw take a pm e of Rop 14" in diameter and put it in the

allowing it to stand 135" above the jaws. Place the
opening in the ABOTMENT 20 over this Rop and then remove
the NuT 10 with the Wasnzrs from the Ro, holding down
on the ABuTMENT 14 just before the NuT is finally removed

Giant Casier Adjusiments 17

0 that it does not spring avay. Now remove the Asu

4 and SPRING 15 from the Rop 18. Lift the AbuTs
4\1\r‘1 Ron 18 from the piece of 14" Ron hdd in the vise and
remove the Rop 18 Imm the ApuTMENT 20,

Insert the new 8§ in the ABUTMENT 20 and assemble
SR o i e R given above for
taking apart.

There are two SPRINGS in this SerING Box. Both of these
SPRINGS act when ejecting material from the Mor, but only
the inner SPRING acts when drawing the MoLD BLabi to the
lelt for sizing.

Spring Box Adjustment
Loosen the Lock Nut 9 (Fig. 11) and bring the ADJUSTING
NuT 10 just to a_bearing on the SPRING ABUTMENT 14,
Tighten the Lock Nut 9 and test to be sure the adjustment
holds. There must be o looseness nor must there be any
compression. This adjustment must, of course, be made when
the MacHINE is in position of rest with no compression either
on the sizing or cjecting SPRING.
Spring-box Rod Adjustment
Have the MacHing set for casting a nine-pica stroke with
the No. 3 PACKING PIECE to the left of the MoLp Bask as
for casting non-fusion. Loosen the Lock Nut 8 (Fig. 11) and
turn the Rop 18 by means of its two NuTs 9 and 10 in or
out of the SOCKET 7 to equalize the compression on each end
of the stroke. Tighten the Lock NuT 8 and test to see that
Alm adjustment holds. At shorter casting strokes this com-
ression will not be the same on sizing and ejection, but
i be equal at the maximum stroke of nine picas.
e

CALCULATING-SCALE CYLINDER

Operating Rod Adjustment
12) unlocked (turned

Have the LockinG Lever 2 (Fis
vn) so that the PAWLS m

der in the Ron
gainst the inner corner of the M1y STAND 15 under pressure
from the SPrING 11 (Fig. 13). Loosen the Lock Nut 29
12), take out the P1x 27 and adjust the 8 turning
it on or off the Rop 30, so that, when the MACHINE is turned
over, the RATCHET 21 on the CYLINDER SHAFT is moved far
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enough by its Frep Paws 20 that the Drrext Pawr will
drop safely into the next tooth. Tighten the Lock Nur 29.

n the Macnmxr until the Rop 13 (Fig. 13) is at the
lower end of its stroke and adjust the NuTs 12 on the lower
end of the Rob 13 so that the Fren Pawr. 20 (Fig. 12) will
drop into the same tooth on the RATCHET 21 as the DETENT
PAWL, with a little extra movement for safety. These two
Settin coy e Pold By wARE A the Tails o £he Payes, ae
theends of the PawLs which engage the RATCHET are covered.

Automatic Pawl Release
e the RatciET Pawes 20 (Fig. 12) on a

Obje
non-fusion stroke.

Rotate the CALCULATING CyLINDER 18 (Fig. 14) toward
the rear to its No. 1 position and lock it with LockiNGg Pix
9 (Kig. 15). This will swing the Gac BLock 30 down out of
the way of the MoLp BLaDE. Turn the MACHINE uniil the
MoLp BLADE is moved and stops against the stop on the
MoLp.

Cantion: For this mljublmenn the MoLD BLADE must not
be stopped by the Gac BLock 3

Comt the Lock Nuw 7 (Fig. 12) and adjust the ScREW

6 at therear end of the RATCAE1-PaWI TRIP Livet 3o that
the PawLs will be lifted out from the RATCEET 21 and permit
the Ratcuet 21 and its SHAFT to rotate in reverse direction
toits No. 1 position under its own spring tension.

.q'

SINGLE CAST, NON-FUSION

NG o DRR B (Fig, 14) tovard
u) as far as it will go.
e e Bk 30, i 19

Rotate the CaLcuL.

spring pressure at this point s a check t "
position is reached. Lock the CYLINDER in 7 this position with
its Lock Pix 9 and keep the RaTcret Paws 20 (Fig. 1
locked out with their Locking Lever 2 tursed forvard (op-
posite Lo the position shown in

Caution: It is possible to revolve the G mors e
a complete revolution toward the front, so that the No. 1
p(muun might be reached in the wrong direction, but it then
would not hold out the GG Biocic 50 {(Fig. 13) nor give non-
Tusion in that position. Al o rotate the cylinder
away from you until the GAG e ey
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MICROMETER-WEDGE SCREW

. Adjust the Nuts 2 and 3 (Fig. 17) so that ScrEW 13 is
just free to turn on Rob 1, but without any up and down
play. This may best be done by screwing down Nur 3 until
Screw 13 is locked fast; then back off Nut 3 a part of a turn
so that SCREW 13 is just free. Lock the NUT 3 with its Lock

ur 2 and Lest ScaEw 13 again o see that this has not
changed the adjustment.

there is to much play between these parts it will tend
use variation in the length of casts as well as occasioning
extra wear,

——

USE OF PACKING PIECES

There are five Paciine Prsces for use at the left of the

MoLp Bask to shift the location of the MoL cavity in re-

2215 opening. These P enes Pt e

numbered 0, 36, 1, 214, and 3, and are used according to the
product being cast.

PACKING PIECES USED FOR TYPE
AND NON-FUSION SPACING

PACKING SET S1ZE Mini
PiecE In PoiNts CasTING

AvITY

0 Gto 24 [

% 25t0 33 6 Points.
34 to 45 12 Points

2% 46 to 60 30 Points

3 61 to 108 36 Points

The No. 0 Packin Preck nasuulrlvlmnl(Fin 16) when
placed at the left of the MoLp Bast: 33, places the MoLD in
s normal position—that ie, with the MoLp in this

the MoLp BLabE may be moved to the right until it comes
nearly in contact with the Cross BLock 16, leaving 040"
minimum casting cavity (.027” for 14 and 18 pt. GC1 MoLps)
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between the Cross BLock 16 and the Morp Br.ave 7. With
the Braos in <his positon, the sero refereace mark on the

RTICAL PIcA GAGE . 17) (which moves up and
e Al the CotopAte Wi 1) is opposite the zero on
the Scatr 11 eside it. This position is the extreme right
position of the MoLp BLapE with the 7ero mark on the
GRADUATED WHEEL 5 apposite its reference mark.

The No. 0 PackixG Prsce 1 (Fig. 16) has a Wenot 3 with
STEPS on it and an AsuTniEnT 4 which is used when casting
the smaller set-sizes to adjust the position of the STOP PLaTi
13, the object being to always keep the MoLp CLOSURE open-
ing within the body of the type: that is, the right end of SToP
P 3 should be just inside the MoLD opening as this pre-
i striking the under side of the

3 it oints
diference berween the steps,alowing a total possible change
of 13 points, As the set-size is made smaller,
el e e ope
ast to e that the Stor PLas 13 s sty Jocateit o
the-set-size being cast.

b setting on the VERTICAL Pica Gace 12 (Fig. 17) is
left the same; that is, with the zero on the VERTICAL Pica
Gast 12 oppcsite the oro on the ScaLr 11 beside it, and the

PackivG Piuc s put in place of the No. 0 Packive
}'n.(‘ " the MoLp will be moved § points to Lhe ngh\
the No. 1 PACKING PIZCE is 6 points thinner than the
PACKING DincE. This, of course, moves the Cross BLOCK 6
points to the right, and since thé BLADE remains
a casting cavity of 6 points is formed. The BLab:
movemnyfunher»mhenghr therefore, this 6-poin(s casting
cavity is the smallest cavity that can be formed using the
No. 4 PACKING PIEcE.
e No. | PACKING PIE 2 points thinner than the
No. b PAGEING Pracm, therefote Witk this PAckine Duoet 1o
place of the No. 0 and the zero opposize the zero on the
VerTicAL Pica GaGe 12, the MoLp is moved 12 points to
the right and leaves a minimum casting cavity of 12 points.

Similarly the other two PackiNG Pizces No. 214, and

0. 3, are respectively 30 and 36 points thinner than the
No. 0" PackmvG Prsce and, therefore, the smallest casting
cavities for these PACKING PIECES are respectively 30 and 36
points. Thus the numbermg of the PACKING PIECES may be
considered to indicat and to represent the minimum
eorize oy ot Wit o
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The most commonly used PACKING Prmces are No. 0, No.
1, No. 3. In view of this fact, reference marks have heen
placed at 1 and 3, as well as at zero, on the Vs

AGE 12 50 that with anyone of these PACKING P
place at the left of the Mot BAsr, the corresponding refer.
ence mark may be used in place of the zero reference mark
and the set-size in picas and points, as read from the “Lable
o Type Sizes " may be set diectly opposite this reference
mark on the VERTICAL Pica

The less frequently uscd Pacive Prmces do not have
reference marls on. the Vuitricar Picy Gaos 12 simply o
avoid confusion which would be caused by putting any m
umbers in the smalamout of space Svalabie: When these
PackiNG PIECES are used, however, it is very casy to deter-
oo the settiag i the opeyetor husseadithe Brevious nstrne:
tions carefully and understands just what happens when
PacicnG Piucesare changed.For example,if he 14 Pacemo
PIncE is in place, the smallest casting cavity possible is-6
points, 'and that occurs when the sero on the VERTICAL Prea

AGE 12 s opposite the zero on the ScaLr 11 beside it
Thc.do,c, with this PACKING PIECE in place, 6 points of

he set-size of any type cast is taken care of by the PAck-
I Piic itself. To east type, then, read the sive in points
from the matrix; refer to the “Table of Type Sizes” and
change this size To picas and poials; subtract the 6 points
(34 pica), which is taken carc of by the PAC No,
%, Irom this size in picas taken from the ~Table of Trpe

s and set the zero reference mark on the VERTICAL PIC.
Gace 12 opposite this remainder (that
tween the size taken from the “Table of Type

34 pica due t0 the presence o the Pf\u(u\u i E No. 4).

*Taic MicRoMETER-WEDGT . 17), which is
aradusted in picas and tractions 01 & pica, ot e ehsked
to see that it reads cor is ad netement con responds
mhndmgmeq.mdmeoncomos.\vz, AcHiNES. Remember
Wi , not a handle — KNop 4 is the handle.
With the No, 3 PACKING Bice in the MACHINE ot the No.
3'on Gact: 12 opposite the No. 6 on the ScaLs: 11 and have
the zero mark on the WHEEL 5 opposite the line on the top
of the VERTICAL Pica Gac 12. Cast a few non-fusion pieces.
These should be exactly 6 picas long. Measure these with a
micrometer and if they do not measure correctly, move the
W por down uatil the:e picoes are exactly the correct
Sz Wik the ChFrect o s been found, screw in to an
oty bearing the Lockin ScREw 7 (Fi n the side of




22 Giant Caster Adjustments

the Micuoursn Wenon S1axp § 1o make sure the Wanos
10 will not change position. Loosen Scriw 19 which fasrens
WhERL S to the MuCROMETER WEDOR S and turn
the WHEEL § (holdmg KxNoB 4 to keep ScrEW 13 from turn-
ing) until its zero is opposite the reference mark at 6 picas
Tighten Screw 19 lightly, but be very careful not to make it
100 tight or it will crack the WHEEL 5. The WHEEL § is now
set correctly and will stay that way. This should be checked,
however, from time to time when the MoLp or PACKING
PIECE is changed, to make sure nothing has loosened the
Screw 19 and changed the setting

Do not use WHEEL 5 for urning Screw 13 when changing
settings, but turn it by means of KNOB 4.

FUSION

For fusion material always use the No. 3 Packing Piece at
the left of the MorLp Bask 33 (Fig. 16) and read the pica
length of each cast on the Scaris 11 (Fig. 17), oppoite the
No. 1;,mdu<\lmn on the VERTICAL PIca Gacs: 12. (Note par
ticularly that the No. 1 graduation is used in setting for
i s teeti)

All of the

e

on a strip of fusion material are the same
length (setways) exept che first cast which o alvaye two
b others. For example, if approximately
a six-pic il the first cast, then the
o charwil e apprownacc\y eioht picas. The exact length
of cast is determined by the length of strip desired and the
number of casts used to make it. This casting lengeh s ob-
tained by setting the GRADUATED Wimmer. 5 (Iig. 17) of the
\hu(o\lETEk WEDGE SCREW 13 {turning it by means of
5 4) according to figures rom the CYLINDRICAL
Smrr 18 (Fig. 14) after determining the number of casts to
ade for the strip desired.
cample: Wanted: A strip of material 9314 picas long.
SiiAE The brst Cast 6570 Dicas 1oAEE? T oBeh OF ThE thor
casts, subtract 2 from the 9314 picas (9314 — 2~ 9114). Since
we use approximately a 6-pica stroke, divide this rer
o1 9134 by 6 to get the number of casts, which wil be. 1
with 134 picas left over (9114-+6=15 with 114 remainder.)
This remainder must be changed from picas to points per
cast; that s, we must find how many points must be added
t0 cach cast to add 134 picas to the length of strip in 15
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LmL\ This i dﬂ autom'\hm”y caleulated by using the Cy-
L 18. Revolve the CYLINDRICAL SCALE 18
T and lock it with the Loc Pix 9 (ng 1)
Look along the it Mt Sos Fig.

for 134. Read the number on the (\H\DR!CAL SCALI: 18
directly over the fiure 1} on the St v
In this case it is 1. That means that 17 points must be
added per cast to e 134 picas on the full length
stri

Loosen the CLaMPING KNoB 6 (Fig. 17). Turn the GRAD-
uaTED WHEEL 5 until the figure 1 on the VERTiCAL Pica
GaGE 12 is opposite the figure 6 on the Scare 11 beside it
(remember on fusion material the figure 1 is used instead of
760 on the VERTICAL PICA SCALE 12) and then by means of
Kron 4 turn the Winser, 5 further to increase the stroke,
until 15 on the graduated rim of the comes Lo its
seroreference mark ndughtenthe(,LA\iYHL-hNoBthhth

When the first strip is cast, measure it with a standard pica
gage to check the length. If the strip should be a little long
or a little short, the difference can be made up hy use of the
CYLINDRICAL SCALE 18 (Fig. 14) and the GRAL
5 (Fig, 17), By means of the CyLIDRIAL SCALE 18 (F
the amount under o over that the length of strip cas
from the desired length may be changed from pitas to points
per cast ve did in the case of the 134 picas above). The
number of points per cast determined in this way can then

added or subtracted by means of screwing up or down,
respectively, on the GRADUATED WHEEL 5, (Fig. 17) as the
case may be.

All the caleulating for dhis setting s done by the Cuia-
nrrcL Scaus 18 (Fig. 14) with the Sxueption of subtracring
2 from the otal ength of the stip and dividing the rema
der by the approximate length of ca . In s
illustration we used 6 as the aj Lc luxuh t, but
5350t § or oven 4 could have been ueed if & shorter ok

d

LE

“TABLE OF MACHINE SETTINGS FOR FUSION Ma-
TERTAL CASTING” on back of ‘“I ‘ABLE OF TvPE Sizes" Giant
Caster.

STOP PLATE

The several PACKING PIncEs through their effect in vary-
ing the location of the casting cavity of the Morp cause a
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change in the position of the Stop PLate 13 (Fig. 16) in
relation to the Cross BLock 16 and unless care is exercised
to use the proper PACKING PIECE a condition may be brought
about whereby the end of the MoLp BLADE 7 in gasting
position will overlap the end of the Stor PLATE 13. Be su
The right end of the S10P PLATE 13 fo never (o the left of the
right énd of the MoLp BLADE 7 when the MoLD BLADE is in
casting position, for if it should be, the incomi
the NozzLE would hit the lower corner of the
and not only give poor type, but also might raise t

and force melal beneath it, thereby causing trouble. (For
proper PACKING Pircs, sec table on page 44.)

CLOSURE

e rear Guion Prate 28 (Fig. 16) is marked near the
right end with three lines symboled O, F, and L. The right
end of the top tongue on the CLOSURE 29 is the index or
reference point for sctting the CLOSURE to these lincs.

0, locates the CLosURE 29 flush with the Cross BLock
16 when No. 0 PACKING Prece s used at the left of the Morp
Bask 33. When other PACKING PIEC re used, the O setting
of the CLOSURE brings the CLOSURE to the left of the Cros
Brocis 16 by the amount of picas marked on the Packrso
Pu:

V. locates the let end of the Crosuws 20 oo picas o the
left nf the ock when No. 3 PACKING PIECE is used
at the left nf fho MOLD BasE,

L locates the C1osus 20 with 45 bearing on the Nozzss
SEAT regardless of the PACKING PLeCE used. T his is the limit
do not open the CLOSURE: further ﬂvm tlns mark.

“The proper position of the left end of the CLosurr 20 (Fig
16) rel l.mvr to the left face of the Cross BLock 16 when the
CrosurE 29is all the way open at the right end of the stroke
depends on the set-size of the material being cast and whether
fusion or non:fusion. For non-fusion material, the left cnd of
the Cro 9 should never come to the right of the left face
of the LRGSS BLO( K 16, that is, never open the CLOSURE 29
beyend the mark O. For very small setsizes the left end of
the CLOSURE may come almost flush with the left face of the
Cross BLock (open to mark O), while for larger set-sizes
the left end of the CLoSURE will nced to stop further to the
left, away from the left face of the Cross BLOCK to get the
best results. This may be determined by trial.
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For fusion material the left end of the Crosuks 29 when
all the way open must never be n two picas (marl
e o e o oo of e Cases B TaTmbE)
because the left end of the first cast, when pushed to the
vight and.clamped by the Cross Brocic 16 & two picas 0
the left of the 16t facé of the Cross BLoCK 16, and the
“0rm OFENTNG must not extend underneath the left end of
this cast. lach subsequent cast comes to the same position
s Ehefirs with dhe exception of the lastcast, which s pushed
completely past the Cross BLOCK 1

e B s e i s
at the left of the MoLD BasE changes the relation of the
tosuRs 29 to the Cross BLock 16. Alays check the set-
ting of U RE relative to the Cross BLock when
changing PACKING PIzcEs or when changing MOLDS.

CLOSURE OPENING

First check to be sure the CLOSURE: at its extreme right
setting is not locked solid, as this would put a strain on the
parts and wear the CLosURE Can. Loosen Nur 12 (Fig. 19)
and back off Rop 13 about half an inch or more. Adjust NuT
7 (Fig. 18) and lock it with its Lock NuT 9 so that with the
Crosure at the right end of its stroke the edge of the refer-
ence shoulder on the, Cro3urs comes apposie ine L. on the
rea 5. This is the right hand limit for stroke
e Rv Wich rlmpamm This position test the BELL
CRrank 5 (Fig. 19} to be sure i ht arm is not l»ndmz
against. the casting Lo the [ront of it. Screw the
e Rion 3 Sa s it o unti (6 eomieh painat 16
shoulder on the Ron. Now screw Rop 13 in the casting until
it comes up solid against the NUT, back it off one turn and
lock it with its Lock Nur 11

Having once made the above check it need not be made
again unless the setling of Ron 13 is broken as has to be
done when leaning o Moup Cosuns (Page 35) without
taking the MoLp from the Maci In e Ron
13 mist be adusted s described, with A
L setting

The position of the CLoSURE opening must be adjusted
cach time (© euit the product to be cast. This is done by
means of AbjusTiNG Nut 7 (Fig. 18). Screw this Nur 7 in
et opens to the desired posi-




26 Giant Caster Adjustments

tion; Lock the Nut 7 vith its Loci: Nor 9. The positions

F, given as relative settings, but intermedia
et nmv Beledweciihey brtos be AertestlisiTApen:
eral, when casting type or non-fusion material, the wider the
set-size being cast the further the CLOSURE should be opened,
but never so far that the left end of the Crosurs will come
under the Cross BLock—for the stream of metal must never
be allowed to strike the under side of the Cross BLock. For
example, when the No. 0 PAckiNG Pince is used the Cro-
SURE must always be set at the O position and never opened
any wider, as this is the limit when that PACKING PIECE is
used; but when smaller PACKING PIECES are used, so that the
Mot is positioned further to the right in relation to the
CLosURE, then the CLOSURE may be opened wider in pro-
portion.

CLOSURE-CAM-LEVER BUFFER

Before making this adjustment, makesure that the Bureex
34 (Fig. 18) and the SLESVE 33 in back of it are approxi-
mately in the center of the threaded portion of Rob 37 in
the rear. This is just an approximate setting and may re-
quire changing a little to get the best adjustment on the

on 37

Loosen the Lock Nur 10 (Fig. 18) and turn the Ron 37
into or out from its EYE 11 so that when LEATIER BUrreR
34 is against the face of the GaLLey CasTING 39, the SHOE
50 on the lower end of the Cam LEVER 46 ubout 14" away
from the low part of the Cax 21. Tighten the Lock Nut 10
and test to sec that the adjustment holds. Be sure the Lock
Nuts 10 and 36 are tight and that they stay tight. They
should be checked from time to time as there is a undgnc\,
for them to work loose.

When the MACHINE is to run idle, pull the CLOSURB-CAM
LuvER 46 (Fig. 18) forward by hand and put a picce of ma-
toral (for example o 36-point quad) between the Lrars
Burrr 34 and the face of the to hold the upper
id of Live 46 forward. This pxeven\s the CLosuRE 29

(Fig. 16) op while running idle and saves wear on the
i of the CLoSUAK 20 a0 Soga PrATe 18, Db not forget
to take this packing out before starting to cast or the jet will
not be cut off properly.
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BRIDGE

Length of Operating Rod

Preliminary to this adjustment it is necessary to make
sure that the ~ 27 (Fig. 20) is in the correct tooth in
the Rack 30. To do this, set the two I\Uh 31 and 33 on the
rear BRIDGE SUPPORT 36 s0 that the center of the horizontal
PIx 32 through which the rear BRIDGE ‘Surrort 36 goes will
be 814" above the Bast. This will make the Brige: 14 level.

When the Brinr 14 (Fig. 20) is in this position, the Rack
30 should be in a tooth in the PINTON such that the distance
from the center of the PIy 26 10 the Castin enclosing the
PINION is [rom 34" to 84" when the Rack 30 is pushed all
the way to the rear with the fingers, causing the MATRIX to
seat firmly on the MoLp. If the RACK 30 is not in this tooth,
remove the GUARD 29, take out the RACK and turn the Pry-
10N 27 with the f\mer s0 that when the Rack and PINoN
are meshed therewill be this 34" to 35" between the CAsTiNG
and center of P1x 26 when the Racit 30 s pushed allthe way

o the reas with the fingers, causing the Mararx 10 seat
ﬁvmh on the MoLi

I the MACHINE is equipped with a Guarp 29 (Fig. 20)
over the rear end of the RAck 30 this GuarD 29 must be un-
screwed and taken off before the finger can be inserted
through the hole in the rear to turn the PINoN 27 to the
dn:nrd tooth,

Turn the MacHINE until the MATRIX seats on the MoLD.
Adjust the length of Rop 11 (Fig. 20) by screwing itin o
out of the EvE 1 until there is approximately 3"
compression on the Matkix. The amount of mmplr‘sston
can be estimated by the distance the rear face of the ABUT-
AT 6 at the front end of the SPRING moves out from dnder
the SHIELD 10. It is about flush with the SHIELD 10 at the
forward end of the stroke and should project about £5” at
the rear end of this stroke.

When the RAcK 30 (Fig. 20) has been once set in the cor-
rect tooth in the PINION 27, and the Rop 11 adjusted as
described above, these settings should never be changed. Any
further adjustment of the MATRIX SEATING may be made by
adjusting he Nuts 51 and 3 on ihe rear BRIDGE SUPPORT
36 in such a position that 4" ion will be shown on
the Tront ead of Ro 11 when the MATRiX has seatec on the
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To avoid changing the mesh of the Pixion 27 and Rack
30, care should be taken to prevent the Rack 30 from slipping
out when the Bring swung over to the front, as when
changing a Morp. This can be done by resting the thumb on
the IaCK 30 when moving (he BRibo 14,

CLAMPING LEVER

The object of this adjustment is to release the product
while being pushed from the MoLD and to clamp the product
for the next cast.

Loosen che Loci Nuz 41 (I, 1) sad remove the pin
from the Eve 42. Turn the EvE 42 on or off the Rop 40
wntil the Rop 40 ie of such a leng Lt e b The oo 18
replaced in the Evs and the MaCING is turned over, the
front end of the Trr-crau Luvan 1 will s raised about
J" on the upstroke of the Rop 40, and on the downstroke
of the Rop 40, there shall be about 35" clearance between
the Hrap 30 and the Luver 1. Tighten the Lock Nut 41
and test to sec that the adjustment holds.

g

CLUTCH OPERATING ROD

“The object of this adjustment is Lo fnsure that the CLuTcH
will engage properly. w.lh no binding of the Rob.

Remove the Dix 3 (Fi and loosen the Lock Nuts 1
and 10. By turning Ron% i Iefhind rotation a0 Tengthen
it or in right-hand rotation to shorten it, make its length
such that when the CLUTCH is all the way in, the hole in the
EixE 2 will just line up with the hole in Lever 4. Sip in the
Prx 3 and iighten the Lock Nuts 1 and 10 and see that the
adjustment holds.

Caution: Be sure that the CLUTCH is all the way in for this
adjustment.

MOLD BASE AND MOLD

Mold Base or Nozzle Seat Assembly on the Machine

Tt is not often necessary to take the MoL Bast apart for
cleaning and reBelgatment. Whe thes s found £0 L geces.
y proceed as follows:
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TAKING APART

Take off the two ABUTMENT PLATES 32 (Fig. 16)
Cramp 30 in the back. Take out all screw
the Crosurk Guipe PLaTES 28 and 34.
28 off to the rear, Remove CLoSURE 29 and remoye
Prare 13, by sliding them off to the rear. Take off G\m)
1 35. Clean all parts
refully, being sure they are free from pdnmlc: of metal as
well as from dirt.

ASSEMBLY
ZLE S 5 (Fig. 16) and test it
tha o e e withos icelere
{he NowzL Suar jnterieres with the it shows cither
that there is dirt under the oz S, or that possibl
the SCREWS in the ) 0 underncath may be
Sowa oy ot ighelys chti Rolding the Nezeris SeAT upioit
of ‘)\m
on the front GupE PLATE 34 and tighten its ScrEws
while holding the Guibe Pt 34 ightly against the ront
edge of the BASE PLATE 33. Be sure PLaTE 34 docs not over-
v the leit end of the Base PLaTs 3. Pt the
Lt 13 Pt on the rear Gurpr, Prac 38 and bring it up
against the Stop PLaTo 13, holding it forward with
fingers while bringing its screws fust to Beasing. Be sure thia
Prats 28 docs not overhang the Bas 34 at the lofr end.
Bring the rear CLaste 30 wp o bearing against the GUiDE
PraTs 28. Test {0 see that the Sror PLTe, 13 can ust be
moved, but is not loose. Use the bronze cleaning rod for
Tovesdthe S1om Prisr 13, 2z it1s notl possible! o genhold
of it with the fingers. It must be without shake, but not
clamped too hard. Test with the Cross BLock 16 to seo that
the rear Gurprs Pt 28 is not raised abore the front Guine:
PraTe 34

l{cnhrc the No
AT

Siide e Sror Praze 13 ot s etk el and, withont
" eft end into the rig
ing between the GUIDE PLates 28 and 34 to sce whether
tbis opening is the same size at both ends. This test must be
vm(u Wwith the STop PLati: 13 and not the CLOSURE 29 since

e Cuosuni 29 s of sightly different size from the Sro

iy

Pt the Crosums 20 o seeitiniibin free fit with not
over 002" shake. Put on the two ABUTMENT 32 a
the rear. These must be removed again when putting a MoLD
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on the BASE or when taking it off when the Bast is on the
MACHINE, but it is best to have them in place at the present
time.

Molds to be Reassembled

When a new or repaired MoLb is received from the factory
it must be removed from its wood shipping block, taken
apart, and reassembled on a regular MoLD BAsE before being
put in place on the MacrINE. A MoLb should never be used
asit comes from the factory until it has thus been readjusted
because shipment on this wood shipping block permits the
parts to get out of adjustment.

Assembly of Mold at the Bench

Put the rear BoLster 25 (Fig. 16) on the MoLp Base 33
and push it back against the two ABUTMENT PLATES 32 on
the Bast 33 at the rear, Pul two Borrs down through
BOLSTER 25 from the top intocither set of holesin the Bask,
and bring them down to bearing with the fingers. Make surc
the BovsTe 25 s up tght againstthe o Ayt PraTes
32 on the Bask 33 and tighten the Bor

Clean the SqUAkING PLATE 5 (Fig, 16) and the left end
of the rear BOLSTER 25 and bolt the SQUARING PLATE 5 in
position against the left end of the rear BOLSTER 52. Care-
fully clean the rear TyPE BroCK 26 all over and put it in
position against the rear BOLSTER 25, with the left end of
the Ty BLock 26 firmly against the SQUARING PLATE
Select the desired BLADE 7, that is, high or low and correct
point San it and put i, ascembled wich its CorE, in
place sgainst the rear T30 Brocs
2 and put in place the front Type BLock 14 (Fig. 16)
e e front Bot st 3. Bit bt B o b c SQUAR-
ING PLATE 5 to the front BOLSTER and bring them just up
to bearing.

Caution: Any dirt between the SQUARING PLATE 5 (Fig.16)
and the left end of the front Type BLock 14 will cause dam-
age to the CRoSS BLOCK 16 because the left rear corner of the
Gross Broc will strike the right end of the front Tvrs
Brock 14 after the MoLb is completely asser

1y Cattion: Dt o pasticls of metal bevcen i

® 15 or rear BoLsToR 25 and the SQUAR

e i e squarencss of the type char
ters on their body.

Put two Borts down from the top through the front Bor-
15 (Fig: 16) and bring them to bearing with the fingers

st
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Have the right end of the BLapE fiush with the right énd of
the Co when the CoRrEs are pushed to the right. Put one
thickness of a good crade tssue paper on top of the Morp
BLADE 7. This will be applnumatelv 0015". If no suitable
Ganer is aveilable puda AroplafiFdle mold ol tom of the
Babe e Gnch e A PN Fibacst wall somae, Tha
paper, however, is preferable as it will insure exact clearance.

a low BLADE has been sclected, put the low CRoss
Bicios,  which  ths s eont ot ow Bt e in place
while fitting the Car. Put the Morp-nLaE Cap in place
on top of the Morp BLapE and low Cross BrLock, with a
picee of tissue paper not over .0015” thick between the BLADE
and CaP to provide clearance.

Caution: This Cap is a ground fit and care should be taken
not to damage its  corners or edges, otherwise metal will get
in between the and the Cross Brock and trouble wnl
follow. N

When the CaP is used, the tissue paper is put on top of
the BLaDE 7 (Fig. 16) NOT between the Car and the Pornt

CK 6.

The same PoINT BLOCK 6 is used with either high or low
BraDE. Have the PorxT BLOCK 6 clean and slide it down in
place between the Tver Brocks 14 and 2

Putin thzee horfzontal through Dours f om the rear, with
Ci SEPARA 7 (Fig. 16) and TvpE CLaMP 31 o
the right hand BovT e Sk Bttt oo o
of this BovT in front of the Bocstar 15 the piece of tubing
fur nished to take the place of the T¥Pr.CL. AMP-LEVER STA

9 which will be applied later. Put the Wa uts
on these three Botts and bring the Nuts up to bemm

Tighten the BoLTs in the SQUARING PLATE 5 (Fig. 16).
Tap lightly down and to the left with a small pig of type
metal against the POINT BLoCK 6 and Typi BLocks 14 an
20 to be sure they are down on the Bast 33 and squarcly
against the SQUARING PLATE 5 at the left. These must be
tapped lightly and worked gver t the left gradually. Go over
them in turn and do not drive hard cnough to jar one out
of place when tapping the next. Tighten the three horizontal
through Bovs from rear to front and then tighten the top
BoLts in the front BoLsTeR 15. Loosen the through BoLts
and retighten them. Never tap MOLD-BLADE CAP.

2ot 1 e Macros s ouipoed with e od styie G and b oy cne Caoss
Brors ol the e Gnecdont g sbove, T ouly Gifatenc st fhe o of e
Ch iy e e Bt e of (e € 01

o s

it e over 2o e e Bty o
Frock

T e e A the right
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Slide the BLape 7 (Fig. 16) out of the MoLb and remove
the tissue paper, thus leaving  slight clearance between the
BLADE 7 and the Pornt BLock 6, Be sure all the paper is re-
moved. Then insert the BLADE 7 again and put the MoLD-
BLADE STOP 12 on the left end of the Morp.

Caution: Be sure the Lucs on the left end of the MoLo-
BLADE CORES 10 and 11 are placed between the Stop 12 and
the Morp Base: 33 or breakage will occur,

The Cross-Lock Siok 17 (Fig. 16) should never be
AR e e
o the front TxpE Cv,A\w 31 to permit the proper amount of
movement to t “Lanp. The front BoLsTiR 15 must
be o the Mactive when making dhis adjustment. Turn che

ovstisk 15 upside down and hold the Typi CLAMP 31 in its
regular position against the rear side of the front BoLsTER
15 with the end which does the clamping projecting into its
recess in the side of the CROSS-BLOCK SHOT. 17. Push the
Shoz17 to the rear until the front side of this recess just
touches the TyPE CLaMP 31. This will bring the front cdge
of the recess in the Srow 7' fin with the rear suface of

ont BoLsTer 15, The S o be clamped in this

n by tightening its SCREWS. Be e ]

o this manner that the front edge of the recess in the Sii
does not project beyiond the rear face of the Borsik. This
can b tested by sliding the Tyre Craoir along the face of
the Bovs 1 s end enters chis recess in che Stos
and if it slides in freely without striking,
the SHOE is not too far to the rear. If ﬂlL S
justed in this manner, but is permitted to project to the rear,
it will be struck by the MoLp Brae. If it is adjusted too
far to the front, it will not permit proper movement to the
Typez CLas and the Tyee CLAMP cannot perform its proper
function of holding the type after it is ejected from the
MoLp

Remove all four Bors 46 and 47 (Fig. 20) from tho <op
of the BoLsters. Clean and put on the BRACKET 38.
and tighten its SCREWS. Two from the fop, one from. o
front, and a hexhead BoLt from the left. If it is known what
material is to be cast, the proper MATRIX-HOLDER CARRIZR
16 can be put into the BRACKER 38 before positioning it as
above. If a steel blan R1x for high or low base material
is used it must be pmd in the CARRIER 16 before placing
Camuims 16 n its Bracken 3

When changing a MATRIX-10) ARRIER 16 (Fig. 20)
and 24 (Fig. 16) or taking it off for cleaning when the MoL

Giant Caster Adjustments 33

is on the Maciing, do not remove the complete BRACKET
23, but take off the PraTz 22 from the BRACK
does not disturb the setting of the BraCKiT

Slide the Cross Brock 16 (Fig. 16) gently into position
and see that it gocs in withoul Louching the front Ty
Brock 14 or the Motn-nrant Cap for low material. Put
the temporary HOLDING Screw down through the front
Borses 13 into the Cross Broc 16

s ScrEw must be removed affer the MoLp is put on

e MACHINE and befor the Machn i tuned over. T i
used only to keep the CRoss BLock 16 from falling out while
placing the Mot on the MaCHING

Putting a Mold Base on the Machine

When putting a MoLp Bask. 33 (Fig. 16) on a MacuiNe
or when taking one off, always pull forward the CrLosurn:
ca LEVER 46 (Fig. 18] and put a piece of material for ex
ample a 36-point quad, between the LrATHER BUFFER 3t
and the face of the Ersrive 39 thal his LEATHER BUSTRR
34 strikes against; This prevents the moverment of the CLo-
(Fig. 16) until the parts are ready to operate and
thus prevents damage to the CLOSURE 20 and other parts of
the Mowp Bask 33. Be sure to take out this piece of material
before starting to cast.

When applying a new MoLp Base for the first time see
that the NozzL-seaT SHIELD docs not interfere with the
Mat StaxD when the front bolts to the Motb Bast are
tightened.

0 put the MoLp BAsk ASSEMDLY on the MACHINE, first
loosen the GALLEY PLATE and slide it about onc inch to the
right to get at the CLOSURE Anumyyt 4 (ig. 19). Pick up
the MoLp Bas Ly and lower it info position to cl
the NozzLg-sEAT SHIELD, lowering it slowly while engaging
the Crosure 29 (Fig. 16) with its AvnyeNt 4 (Fig. 19) as
the Votp Base 33 (Fig. 16)is lowered into position. Put in
and tighten the four bolts from the top and the two from
the front.

Putting Mold Unit on the Machine
Tum the MacHINE over until the Heap 19 (Fig. 20) is all
the to the front and the OPERATING Bar 19 (Fig. 14)
h’\b]ll:\ started on its stroke to Hw Ag!l( ((lb(‘tl\ 75"). Take
off the rear BRIDGE SUPPORT . 20) and the ABUTMENT
Prates 32 (Fig. 16). Be sur the bottom of the Motp and
the top of the BasE are perfectly clean. Pick up the MoLn
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cht hand under the BLabs o keep it rom falling
out. Be sure the ¢ holding the Cro: 6is in
Blace o keep the Cross BLoc from falling, Slide the Mot
onto its Bast: from the rear and engage the left end of the
Motp Brapis 7 with its OperaTiNG Bar 19 (Fig. 14).

ion: Do not turn the MacINg over until the Anur-
ares 32 (Fig. 16) are put on the rear of che Mow
the Cross Brock 16 coupled and the Cros
Howpix 7 feimoved! o orious damage 10! the Motd
will result, Replace the ABuTMiNT BLatzs 32 (Fig. 16) and
couple the Cross Brocx 16 after removing its HOLDING
ScrEW.

3

Determine whether fusion or non-fusion material is to be
cast, then decide the approximate set-size which will first be
cast, This determines the proper PACKING PIECE to be used
at the left of the MoLD (sce page 44)

Cross Block

Turn the (‘on aRs 23 (Fig. 20) on the TUBE 22 so that
when the Ci Brock 49 is all the way forward the rear
ondt of the Cros will clear the front side of the MoLn
BrapE by 35" to

Lock the two Ce OII ARs 23 (Fig. 20) together, using the pin
wrenches 8162. On low Cross BLOCKS a line has been etched—
open to this lin

Turn the Macrive only far enough Lo bring the Cross
BLOCK to the front of its stroke to test this setting, but not
h o move the MoLp BLADE to the right until this ser-
completed. Put on the rear BRIDGE SUPPORT 36 (Fig
20). This is important as it will protect the operator's
hand in case the BRIDGE 14 swings down when the Macmxs
is turned over.

Push the MoLD to the right and to the rear by hand. Then
turn the MACHINE over, so that the Cross BLock 49 (Fig.
20} will hold the MoLD back against the ABUTMENT PLATES
32 (Fig. 16) and at the same time hold the MoLp to the right,
by hand, against the PACKING PIECE at the left of the Mol
Bring up to_bearing the five BoLts 46 and 47 (Fig. 20)
through the MoLb to the Basr, then tighten them. Couple
the WATER Pipes.

Put in the TypE-cLAMP Pusiier 18 (Fig. 16). Remove the
temporary piece of tubing from the front of the long, right,
rln{vu;h Bov J‘and pm on Lkw'lu’r cL.aMP LEVER 20 (Fig. 1()5
and its Stax

BL()(
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ing the BRIDGE 14 (Fig. 20) into position and put the
NuT 31 on top of the rear BRIDGE SUPPORT 36. Put the
BusiG 35 in place 1o connect the BRIoE LINK 34 with
the MATRIX-HOLDER CARRIER 16. Swing the BRIDGE LINKs
34 into position and put in the PIN 37. Connect the BRIDGE-
e R 30 yith thepere ung RonH  wilt HEEm 26
e NUTS 31 and 33 on the BRiDGE SUPPORT 36 for
the e of the Mantin as previously described.
Caution: The >
11 must be off when using the steel blank matrix or breakage
will aceur
Cantion: Be sure to remove the piece of material used as
a block betind the Burek 34 (Fig. 18) before starting to
t, or 5 equirt’ around © sure 20 (Fig. 16) and
NGsih Seaiss st serions esul eanl fall v
Cleaning Mold Closure
T clean the MoLp CLosURR 3 (Fig. 19) without removing
the Morp from the MacuINg, remove the GALLEY CovER
cosen the Lock NuT 12 and screw out the ADJusT-
NG Rob 13 Lo relieve the tension on the SPRING 2. Remove
the PLATE 6 and lift out the ABUTMENT 4. Pull the CLOSURE
8 garelully ou (5 che right,clean it and replace it Koplace
all parts in the reverse order from that just described in
falng them out.
Changing Height of Product
When changing the height of product, such as changing
from type terial or Lhe reverse, much care must
be taken because of the CAP which is required by the low
BLabe and Cross BLock. The MoL need not be taken apart,
since the low BLaDE plus the Cap is exactly the same height
as the high BLabE, and, after the MoLD is assembled properly
once, the Brabes may be interchanged and the clearance
will remain correct, provided, of course, that the Morp has
ot been loosened ©o allow the Pon Brocx to move
change from high BLADE fo low BLADE, proceed as
follows: Take off the MoLb-BLADS STo 12 (Fig. 16). Lave
the MackixE turned over so that the BLock 16 is all
the way to the [ront and the MoLp Brapz 7 has just started
onits stroke to the right (about 14). Remove the five Bouts
46 and 47 (Fig. 20) holding the MoLp to the Bask 33 (Fig
16). Disconnect the MATRIX-HOLDER CARRIER 24 (Fig. 16).
Remove the rear Brino 3 20) and the two

T 36 (Fig.
Anunaests 32 (Fig. 16) on the rear of the BAst PLate 33
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Slide the MoL to the rear far enough to disengage the Motp
BLADE 7 from its OPERATING BaR 19 (Fig. 14) and slide the
MoLp Brabs out by palling it to the left. Sfide the Movp
back far enough to slip the Cross BLock 16 (Fig. 16) to the
Ieft, thus disengaging it from its CourtixG 18 (Fig. 20) and
puli out the Cross Brocx 16 (Fig. 16)

Clean off the low BLADE, the low Cross Brock, and the
MOLD-RLADE the CaP in from the top of the MoLn
by slipping the left end of the CaP under the PoryT BLock
and sliding it down and to the left until the projection on
the front of the Cap fits into the Cross BLOCK opening. Put
in the Cross BLOCK to hold the CAP in place. Slide the low
BLADE in from the left, taking care to have it under the CaP.

ve the Cross pockt Couriva 18 (Fig. 20) and
CourriNG Scrrw 17. Slide the MoLb toward t ten-
gaing the Movo Bave into its OrmraTinG Bar 19 (Fig, 14)
ut the two AsunE (Fig. 16) on the rear of the Bas)
Bhirs 33600 1 gt Batton Sievois 36 (Pig: 20). Push
the Mot back againgt these AnUTHENT to the right
against the PACKING PUECE and make the MoL fas by the
five BoLTs 46 and 47 (Fig. 20) to the Base Plats Pat on
the Movp-mrape Stop 12 (Fig. 16), making sure the lugs on
the CoRE of the m_un. are beaween the PACKING Prsct and
the Stor 12. e the Cross Buoc 49 (Fig. 20) 1o the
OPERATINGTUDE HEAD 19 by means of the CousLg 18 and
CouPLING SCREW 17. Connect the \mm HOLDER CARRIER
24 (Fig. 16) to the BrinGe 14 (Fig. 2
To change from low BLADE (0 high BLADL the procedure
ust the same exceptthe CaP is removed in the reverse
order from ehat in which it is put in.

GLOSURE SETTING WITH No. 0 ADJUSTING
PACKING PIECE

The No. 0 PACKING Prsce 1 (Fig, 16) has a WEDGE 3 with
i stope prmberéd 0, 1.2,5,4, 30 5. This WEDGRE 3 faput
in with the steps to the right and is moved <0 the proper
step Lo keep the right end of the SToP PLATE 13 inside the
NIttty That T to.the right of the Hght end of e
Motn Brabis when it is drawn to the left for sizing. As the
set-size is made smaller, the WenGE must be pushed further
in to move the SToP PLATE 13 to the right. The position of
this setting can be waiched by examining the foot of the
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type cast to see where the end of the CLOSURE 29 and Stop
PLATE 13 come.

Watch also the setting of the Ciosurs 29 (Fig. 16

by the zero marking on the PLATE 28. To open the

rew the Nut 7 (Fig. 18) nmm on the Rop

rew it off to make the opening les

i v adjust the CLOSRE 29 (Fig. 16) or STor
PLATE 13 to open further than the size of the MoLD cavity:
that is, never open the CLOSURE more than the marking on
the Prats 28 calls for, as this would bring the end of the
CLOSURE 29 to the right of the left face of the Cross Broc
16, or the end of the SToP PLATE 13 to the left of the right
end of the Morp BrLapk 7, and »\mﬂr\ permit the metal Imm
the NozzLE to strike under the Cross BLock 16 or the
Brape 7 which would tend to raise Lhem and c(\uw dan\‘\ge
as well as give poor type.

SPECIAL CASTING

&

Casting Corner Pieces

For casting corner pieces a MoLD BLADE without Cores
is used. The BLADE is drawn back just far enough so that
one leg of the corner piece will be the correct thickness
when cast between the end of the BLab and the left face
of the Cross BLocK. The other leg of the corner picce is cast
in a recess ground in the rear side of the BLADE. One BLADE
will, therefore, cast only one thickness and length of leg and
for a different thickness or length another BLADE is required

A special PACKING Pixc s also required. This is about
4" x 7" x 734" long. 1t is placed at the back of the MoLp
hct\\ ccn the two ABUTMENTs 32 (Fig. 16) and the rear BoL-
st 25. This moves the Moo forwird s that the CLoSORR
()pcm comes close to the rear side of the rear leg of the

et
“Then adjust the CLosure 29 (Fig. 16) so that it comes
close o, but not under th It ace of the Cross BLock 16
© No. 0 PACK| at the left of the BoLsTrRs
1520 25 and adjust its WebGe 3 to get the best face and
body on the corner picce. This setting of CLOSURE 29 and
Sror Prate 13 is S ich the saime, a3 fori casting semall £5e2

o
Moo Bidpzs for GiawT Chsteg coraer pieces are made
i (0 tslon, plam, and ‘recessedt, The plava BEADE casts
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comer pieces with perfectly straight plain wals, while the
: casts a depression or recess in

¢ abject of this recess is to direct
the mLml to the f_xr Lorm s of the face and also permit cast
ing faster without blisters
Plain Braps are made cither

5 i) o aRlEp!cofiers WThE ek

corner picce
Brabes are made only 853" high. Both plain and recessed
corner piece BLADES are made with legs either 6 points thick
or 12 points thick as ordered.
The BLaDE must be made Lo suit the length of legs desired.
¢ must always be 72 points long,
of the MoLp and this leg is cast

One leg of the corner pic
because this is the point-siz
across the end of the BLAD, which makes it 72 points long
The other leg of the corner picce is cast in a recess cut in the
side of the BLADE an de 72 points long, 78 points
long, or §4 points long, as ordered. The reason for ¢
different lengths is to suit the different column widths of
newspapers. To box a column 12 picas wide requires two
corner pieces with 72 point legs. Ta box a column 1234 picas
wide requires that one leg be 72 points and the other 78 points
o bosa coluenn 13 picas wide requires oneleg 72 points and
the other 84 point
Corner piete MATRICRS must be ordered to suit the length
of legs on the corner piece BLaDE which the customer has in
his MoLp. The specimen sheet states that the first figures
following the letter indicates the length of leg of the corner
- one ley is always 72 points long, 2 single figure
ate the length of the other leg. Thus, $72 has both
2 points or 6 picas long: S78 has one leg 72 points long
and rhr ather 78 pointe or 655 picas long; S84 has one ey
2 the other leg 84 points or 7 picas long. Be sure
{o specily the correct symbol for the cornér piece MATRIX to
suit the BLADE. The first letter on the MATRIX symbol tells
the style—S is square corner rule, R is round corner rule,
N is decorative corner. The last part of the symbol following
the dash identifies the rule or border which the corner piece
matches.

Casting Faces on Smaller Bodies
Ta cast a given point size face on the next smaller point
body, special PACKING PIices are required for moving
the MATRIX-HOLDER-CARRIER Bracker the proper amount
toward the rear. These PACKING PIECES are as follow
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For casting 72-point face on 60-point body use PACKING
Prck 33GC75 which is ten points thick.

Forcasting 60-point face on 1 poinc body o 48 point face
on 42- nmm body use PACKING PIEC 276 which is five
points

[Tor mnm 42-point face on 36-point body no PACKING

required.

“These Pa are placed in front of the MaTRIx
HOLDER-CARRIER anm 23 (Fig. 16), belween it and the
PoiNt BLock 6, and the screw hnls: in the BRACKET 23 are
elongated to permit this mov

above provides for cap> i figures or any characters

which do not kern over six points on the bottom. To cast
the lower case of 72-paint on a 60-poinc Moo and the ower

ase of 60-point on a 48-point MOLD requires that the 60-
it 48-point MoLbs have added cloarance for thia b oind
kern. If the Morp does not have this added clearance this
alteration can be made only in our factory.

Casting Faces on Larger Bodies

To cast 42-point face on a 48-point body no special equiz
ment or instructions are required. Simply use the 42-point
matrices on the 48-point MOLD the same as 48-point matrices
would be used. The 42-point of any given series when cast
on 48-point body will line perfectly with the 48-point of the
aine deries. The same Holds true for Casting G0-BOIE o T2
point body.

Do not under any circumstances iry to cast 42- or 48-point
nmatrices on 60- or 72-point body as this will result in a serious
squirt.

Special Alignment

For artistic or commercial reasons it is sometimes desired
to cast a face on some alignment other than standard. For
this purpose PACKING PIECES can be provided within the
limits of the Macsing. These PACKING PIECES for varying
alignment are similar in appearance to and are used in the
same place and manner as those described above for —
FACES ON SMALLER Bopy.” Alignment can be made lower
than standard by this means but not higher.

Reducing Set Sizes

In order that adjustments for position set-ways may be
made, MaciINEs 9575 and 9577 and following are provided
with one MATRIX-TIOLDER-CARRIER BRACKET 23 (Fig. 16)
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with cach MACHINE instead of a MATRIX-HOLDER-CARRI:

RACKET with each Mowp as previously furnished. This
BrackeT can be used with any GLant CasTer Mot having
the tapered SOUARING PraTE and Wepes mentioned below.

In addition to the adjustment point-ways by means of the
liners already described, the new ] Bracier “has an adjustment
Sotmaye by moans of a Wit 37 (Fif. 16) between the let
end of the BRACKET 23 and the SQUARING Prate 5. The
upper part of the SQUARING PLATE 5 has a taper on it to
match the taper of the WenGe 37. The WEDGE 37 has a zero
mark and is graduated each side of his zcro mark, W hen
the zero mark on the WEDGE 37 is opposite the reference

mark on the SQUARING PLATE 5, the BRACKET 23 is in normal
PRition i casting as designed. By moving the WEbcE: 37
the Bracicer 23 is moved serwa and with it the Maraix
to bring acter closer to or farther from the Ckos:
Broes Side of the type body. By adjusting the amount the
Morp Brabe draws back, the distance from the face to the
side of the body (side bearing) on that side is governed. This
provides a means for casting type, evenly fitted, on a v der
or narrower hody set-ways as desired.

NERAL INSTRUCTIONS

Material Guide

This MateriaL GUIDE, shown in Fig. 22 is for keeping
fusion material straight. [t gocs across the left end of the
vt close to the Mot. The right-hand SuproT

o mps on the casting at the rear side of the GALEY
PLATE and the slot at the bottom of the SUPPORT 6 shown
DA okt S over the front edge of the GATERY PLATE
The BrackpT 7 carrying the three ROLLERS 5, 13 and 14 can
be moved front or réas on the Rop 3 and 1!»0 tilted up and
down and clamped in aay position de Y the CLAMPING
Scrizw 8, This BRACKET 7 should be e
Roruer 13 will come on e o s e bover ohich
the strip tends to curve and then swung down so that one of
the upper RoLLEws 5 or 14 touches the material with just
enough pressure to keep it from curving up RACKET
o e clamped in this podition by CLAVPING SCREW &

The center ROLLER 13 is carried on an eccentric and is 1o be
turned by the TIANDLE 1 at the top so that the RoLLER 13
bears against the side of the material with just enough pres-
sure to keep the strip straight as it comes from the MoLp.

Gl
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Serewing in the knurled HanpLE 1 clamps the eccentric in
position.
Blank Matrices

casting base or spacing material, whether continuous
porquads and spaces, use a hardened steel blank Markix.
hicn ts clamping Sciusw and then back it offhalf 5 turn
tofree the MaTRIxand permitit toseat squarely on the Motp,
There are two sizes of steel blank MATRICES, one for 72 and
60 point and the other for 48 point and smailer. These steel
blank MaTRICES take the place of both MATRIX and MaTRIx
Horni, The gray metal blank MaTaices arc only forcasting
when warming up a MOLD preparatory to casting a font or
for casting a few qum and spaces wih the font and will not
stand the service of long continuous casting as will the
Rardensd stocl biank MATRICES

F

Closure Opening

Position the CLOSURE opening, as controlled by the Pack-
ING P1EcEs and CLOSURE ADJUSTMENT, to bring the opening
s ncar the center of the body of the type as possible. This
applies to all sizes of body up to the very largest. (For corner
pieces see that heading.)

Piston Spring
Do not serew down the Nur on the upper end of the
Pis {\)D any further than neccesary to get good
brodiiet. o much pressite gousss & tendency 6 bus, e
becially on the small size bodies and incre ¢ wear on
TRICE:

the M

‘Water

Regulate the water to suit the product being cast. Always
<urn off the water when stopping casting, even if only for a
few minutes. When casting has started, turn on the water
after a few casts and regulate to suit the product. Water
need not be shut off when changing from one MATRIX to
another in casting a font.

Motor Starting Box

sty Switertis for starting and stopping the Motow
y. Never start this MoToR under load, always have the
Maching CLuTcn thrown out so that the MoToR starts idle.
The MoToR is left running when the MACHINE is stopped
unless for a considerable period, when the Moto may also
be stopped if desired.
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Motor Belt

[The Motor fs mounted on a vertical BAsp Prz on the
left side of the Macune. This Base Prat is hinged af the
G b SR ApjusTiNG STep with Loci
Nuts so that the Motor Bast may be swung out at the
bottom to.tighten the BovT from the MoroR (o the: Srr
Criance Device.

n

Oiling
>axis run in oil and the WoRs and Wit run in oil
also. MoNotype TypE Morp OiL is used for oiling all parts
of the Macrng, cxcept the Morb, (for which RuLe MoLp
OLL is used), and the Woxat and Wiiskr, for which see rext

stop the Mook and pour
oif in the top of the Wors Box very slowly untll it just
shows in the oil groove at the front end of the bottom of the
Box where the end of the SHAFT can be seen. If oil is poured
in here while the MoTOR is running it will carry around with
the parts so that if enough is put in Lo show c
s on the moving parts will run out when Llw Ma-
cnine is stopped. For this Worot and WHEEL a heavy cyl-
inder oil is desirable.

To fill the Cay-suart Cass, take out the Orr-ca; it
in the middle of the front, and pour oil into th Cask until
it shows in the elbow at the lower left cornes

ed,

Vlicrometer-wedge Graduated Wheel
¢ setting of this GrapUATED WimEL 5 (Fig. 17) must
he checked each time a MoLp change is made, to be sure that
the reading on the SCALE 11 corresponds with the actual
size of body being cast. To set this GRADUATED WhEEL
proceed as folloy
ast non-Tusion rmaterial such as type or spaces of any
size until the Motp is properly warmed up to normal running
conditions. Then, by trial, adjust the set.
when measured with the micrometer it is
as any one o

B :
(Fig. 17) locked with Lockrsa Screay 7 (use Kxop 6 1o
tighten it) when making the final check on this size. With
the MICROMETIR WEDGE SCREW 13 still locked with its Lock-
I8 Seatae 7 opsen the CLue Scaey 19 ol the Gran-
UATED WHEEL 5 on the MICROMETER-WEDGE SCRL
s thig GRADOATRD WiLtat 5 withon st e e S

Giant Caster Adjustments 43

13 until the reading on the VERTICAL ScaL 11 for picas and
hall picas and on the GRapUATED WHEEL 5 for points and
. »mpou«t is exactly the same as given on the GraNT
1255 for the t in ten-

ousandths of an inch. Clamp the GRADUATIED WHEEL 3 Lo
rlw MICROMBTIR-WDG SCREW 13 by ightening its CLaar
ScrEW 19—but not to tightly or it may break WiEet 5. This
setting may then be tested by loosening CLayp SCREW 7
unclamping the MICROMETER- WEDGE Scxuw 13, turning it
by means of KNOB 4 until the GRADUATED 5L 5 comes
0 some other desired position, reclamping the M.me -
WEDGE SCREW 13, and casting and measuring a few pieces
of type 1o see that they coincide with the new ~mmg of the
Gravuatip WHEEL 5,

Speed of Casting
Theitem givenas "REvOLUTIONS OF RL(,UL&T!\U\\HLLL

refers to the little WHEEL at the lower fr mn of L\\e Ba
to change the setting of the speed umber of
turns given in the TABLE is the number [h-L[ this hrrlr- WHELL
would have to be turned, starting from the slowest speed as
the zer0 point.

7

Revonionsor | Gasing | G
f 3
i el gt
H 100 1%
3 1 1%
Bl
i 198 3
1 2% H
1 2085 i
A
2 o5

Speeds abtained at every second revolution of the Recu-
Wit ting at the lowest speed, and the amount
of change in speed from one setting to the next. Intermediate
speeds may be obtained by making a single turn or even
part of a turn of the REGULATING Wit

When an equipment includes 14 and 15 point Style GC1
MoLbs for casting type, a larger motor pulley can be supplied
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for Approxi

CASTING DATA

Guide

48 POINT

& Piece 3 is used on

42 POINT

60 POINT
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which will give speeds from 8 to 64 r.p.m. instead of from
6 to 46 r

The proper speed for casting material of different point-
sizes, set-sizes, and heights, can best be determined by wrial
A mrle experience will readily indicate the best maximum
speed for cach style of product

he information on the “TABLE oF CastING DATA™ here

given is based on data gathered during fests in our factory
and may be used as an approximate guide for settirig the
speed for different sizes of material, but this speed may need
t0 be varied due to different conditions of metal.

Temperature of Metal

The proper temperature for the type metal varies consider-
ably. [t s affected by the grade of metal being used, the size
of the cast, the speed, the amount of water, the kind of
product i, For standard Monotype metal the temperature
g Larger size type will be abous 630 degrees, and
for small Sizes clightly higher. 1 strip material usually
ot 't & teraperatire 25 1o 50 dogress lower than type,
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SUPPLEMENT

Other Giant Caster Molds

In the fore part of this book we have described Style GC
MoLps in 36, 42, 48, 60, and 72-point sizes for casting type
from 065" drive Grant Casrnr MaTRICES 42 point (o 72
point in size and also for producing base material for furni-
ture and cut mounting.

Style GG Molds

In addition to the above, there are available for use on
the Graxt Caste, Style GCT Morps in 1
36 point sizes fox “casting type from 030° drive display Mat-
rices in these siz also for base st o fu
ture and for eat mounting. The 14 and 18.poimt
v A Doint sizes have a
single core, while the 3G point size has a double corc

The 14 and 18 point Style GC1 Morps are regularly fitted
with BLADES for Casting e and spaces only. These Biape
are marked TYPE. For casting fusion a special BLADE is
required. This special BLapE is marked FUSION.

These MovDs are similar in general construction to the
Style GC Movps described in the main part of this book
and the same directions apply with the following addition

Clamp for 14 and 18 Point GC1 Molds

Because these 14- and 18-point Style GC1 Morps cast
material without a core they require a different clamping
device togrip the product when casting fusion material. Style
GS Motps, which cast only base material, also use this
special clamping device as will be described later

Figure 23 shows this special CLAMP and its operating

LnvER 20 having the short ARM on its rear end point-
i O engages the INTERMEDIATE LEVER 13, which
“Lap 6, and this CLAMP 6 grips the
ADE moves to the left, and thus
ng sucked back by the BLADL,

Dréventsthemataal b
ADJUSTMENT

Adjust the Scriw 11 in the INTERMEDIATE LEVER 13 and

lock it with its Lock Nut 13, so that the rear end of the

Crame 6 when it is all the way forward comes .005" o the

front (operating position) of the rear face of the front Tyre

Brock. In this position it clears the MoLp Brapi by 005"

Giant Caster Adjusiments 47

When casing type o any single-cast non-fusion matcral
ek 20 i taken off and the standard LEVER 22 f¢ put in
its place. This standard LEvER 1\<\> the short ARM on its rear
el pointing down, Tn his position it docs not operate the
INTERMEDIATE the special CLaMP 6 becomes
inoperative, Instead, Levar 22 opérates the regular T¥Pe
Cramp 9 through Pusuer 10. To insure TypE Crame 9
gripping thin set-sizes hold it to the left when assembling.

uion: Be sure that the corroet CLA i vperative for
the style of product to . 1f the wrong LEVER 20 or 22
e Coltlar e wroe, Cosarois LY apbeated: evinus
damage to the Mot may result.

Caution: When rhdm;m;z from fusion to non-fusion, turn
the MoLp-BL. pside-down with its LXTFNSIO\ on
the under side. A\'MW 're»mw the Extension—just turn the
ST0P with the EXTENSION on top for fusion and on the bottom
for non-fusion. Always turn this SToP (o the position for the
style of product to be cast before making any other changes
on the Mo Damage to the MoLb BLabs will result if this
Caution is disregarded.

Nozzles

All style GC1 Mowps take NozzLe 92GC9, except on carly
Macruss not equipped with the Giant Por and Puwe on
which & 92GC10 which is 44* longer is used. Both of
ke Nozzrus bave No. 16 dril hole (77" diameter) from
the bottom to 1" from the top. In the top they have No. 27
rill hole (.1 Y iamster) slightly offset from the center
ey also have two vent holes in the tip drilled diagonally
with No. 60 drill. Should these vent holes become c\ogzed
they can be cleaned with No. 60 drill held in the fi

lip. These Nozzzes are squipged with a Lo
the vent holes may be positioned correctly e
the vent holes point toward the MoLp BLapE, but for narrow
getises where the BLADE would cover che vent holes the
Nozzve should be given about one-third of a turn further
10 bring the vent holes diagonally bat o right. Always
lock the NozzLe with its Lock NUT.
Matrix Holder

Asstandard Disrrav Makicus are used on these MoLvs
instead of Guat Caston Mirmcss a specal Masnix

oLD 158 reqiired, ‘Lhis M atnr % FIOLDGR £1ips
e o e e st iy e me by two
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Screws, and a CLamp which is held by one Screw. This
standard fixed ABUTMENT is straight on the side. For Drs-
LAY MATRICES having extra wide characters which require
moving set-ways (o get the character on the body, a special
Apemiex is also fumished baving @ lip on [t erioping
edge which moves the MATRIX three points to the left. This
ol Mt e e e ke oY o the:MaTREr s
to be moved more than three points, because the first three
points of movement arc obtaincd by the WepcE 37 (Fig. 16)
which positions the ADJUSTARLE-MATRIX-OLDER-CARRIER
Braci

A separate MatRix Horer XadSGC25 is required when

snglish Disruay MAraices are to be used. This Mareix
Hoter is somewhat similar in appearance to the one for
Rieritan Daet e MarkicEs/as doseribed mboveland griog
{he MATRIX T3 & similar manner between an ARUTMENT and
a Cravr. It will not be confused with the one for American
Disrray MATRICES, because of the dilference in size of
MaTRIX which it accommodates, the English Matricn:
being 17 squarc.

5

Matrix-holder Rest

With cach cquipment is supplied a MATRIX-HOLDER REST
X162GC, which is a wooden stand mounted on a board. The
board is placed on top of the open dm\' er in front of the
shelf on the Graxt CAstER, and the s then pushed
sl the board s griopod peteen.the frant of-therdraver
and the shelf. The stand which forms the rest for the MaTrIX
HoLpgr is shaped so that the MaTrix HOLDER when turned
with the MaTRIx upward will it the stand. The object is to
hold th\‘ Marrix HoLper while removing and inserting the
, because the Marrix HOLDER gets quite hot when
LWJ(I cnutmuo asly. The MATRIX is removed m\zl the new one
fastened in place by loosening and ughtuung the ScrEW
holding the Craxt. A small screwdriver is supplied with the
equipment for this purpose.

Matrix-holder Carrier

A special MATRIX-HOLDER CARRTER Xad6GCS forms part
he MaTrix HOLDERS for DispLay Mat-
inthe standard Canusis for Glane
Matiices nor will the regular MaTRiX HoLDERS for GIANT
MATRICES i in this special CARRIRR for Diseax MATRIC
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Matrix-holder-carrier Bracket
These smaller point-size Mot
adjustable MATRIX-HOLDER-CARRIE
e e
2o posiion by che use of the W £7. The carliex Grant
Casrigs did not have this adjustable BRACKE
La(h Mot was equipped with ita own BRACKE
EEially A B 51 6w hloNIA o0 HE Fiave setiwaye:
Un any such oldex eqmpm:nu the first LunL we furnish a
r this BRACKET
e customer receiving these
24-, 30-, and 36-point MoLDs does not have an adjustable
BRACKET in his plant, one will be supplied with this equip-
ment. In no case will the adjustable BRACKET be supplicd
where there is one now in the plant. This adjustable Brack-
ET gives the first three-points movement to the Matix
when it must be moves 0 accommodate the extra
Wide characters to the Movb. Another three.point movement
may be obtained by using the special ABUTMENT on the
Marix Holosk instead of the standard ABUTMENT as
already described unr(ﬂ ‘MaTrRIX HOLDER.”

are equipped to take the
Brac 3 (Fig

set-wa

Point-ways Alignment
To take care of the varying alignment requirements of
DispLay MATRICES and to duplicate the alignments alady
produced on Type Casters and COMPOSING MAcHINES
S uipped with DisPLss ATzacEMENT, thess GC1 Morns are
cquipped with means for moving the MATRIX point-ways
%o abtain desired iignment. This s done by ki the p
portion of the PoNT BLocK 6 (Fig. 16) with a taper on the
rear side and providing a WepcE 38 bemen this tapered
Port Brocr and the side of the MaTtix-foLpoR-carmin
Bracket 23. This WEDGE 38 gives £ movement for
all normal point-u dJumnemD When it is necessary
S5t ot on bt Tose b anothek point SR O DARA
PrEces a33GC213 and 233GC214 are provided for use in
addition to the ADJUSTING WEDGE 38, These are placed be-
tween the WEDGE 38 and the MATRIX-HOLDER-CARRIER
RACKET 23 and one or both are used as required.

Casting Conditions

These Style GC1 MoLs take the same PACKING P
for positioning the MoLp for different lengths of cast and
10801 Drdt avid FeUre AR GBI (i e Cabling
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conditions as do the corresponding set-sizes and styles of
product of the larger point-size (42 to 72 point) Style GC
Morps as described in the fore part of this book

Display Matrix Sizes
Since the mechanism on the GLaxT CasTER for determining
the set-size of the type body is given in picas and points and

actions of a point it is necessary when casting [rom Dispray
MATRICES to translate the MATRIX markings into points.
The markings on these Dispray Matricss indicate the
positions of the wedges on the TyPE Castrr. To translate
these markingsinto points requires the card “Wedge Positions
for Casting Spaces and Quads,” one of which is sent with
cach type equipment, 36 points and smaller, for the GIANT
Caster. By finding on this table the wedge positions corres-
ponding to the numbers given on the MATRIX, the width in
points is determined and the GIaxT CASTER type sizing
mechanism adjusted accordingly. For example, i the MaTRIX
m1rkmgi are *7-4, the tablc gives the type body correspond-
ing to these MATRIX markings as 73 points in width. If the
Matrix markings are 7-4 (with no asterisk) the table gives
the type size as 2414 points in width.

Some extra wide characters in DisrLay MATRICES are
wider than will go on the normal DiseLaY MaTRIX and an
extrawide MATRIX is used for such characters. The masimum
set-size body which can be cast on the TyPE-&RULE CASTER
is 39 points in width and such extra wide characters are
thercfore marked “39” o indicate that they are to be cast
on a body this maximum width on the Typi Castur. When

cast on this size body, the character will overhang on one

or both sides and such overhang cannot be avoided on the
Typi CASTER. On a GLANT CASTER type equipment, 36 points
and smaller, the full size body setways can of course be
obtained. Tt will therefore be necessary when casting these
extra wide characters (see “Matkix Houpr,” page 47)
which have a marking 30" instead of the wedge position
numbers, to obtain the proper set-size body by trial. Be
sure the special MATRIX-HOLDER ABUTMENT is used to move
this large MATRIX to the left and measure the width of the
character with a pica scale (o obtain the approximate width
of body for the first trial cast.
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STYLE GS AND 1GS MOLDS

There are il other styles of Mops
the Gia Caster. These MoLps cast material without a
i They b ok G any, bype beos s the tap b e Mben
is closed with a PoINT BLOCK over the casting cavity so that
no Matrix is used.

Style GS MoLs are for high or low base material in 18,
24, and 30 point sizes. Only one height material may be cast
in a MoLD, but one, two, or all three point-sizes of the same
height may be combined in one Morp.

Style 1GS MoLps are similar to StyLi GS MoLps, except
hat they produceclectrotype bearers instead of base material.
The width and heigth of the shoulder may be selected,
must be the same for all point-sizes cast on the same MoLp,
{pe differene in pointsize being in the type-high portion of
LhL bearer. Thes le 1GS MoLDs are furnished in 18,24,

point sizes e e may be
Gombined in the same Mot under the condifions just de-
soribe

With Style GS and Style 1GS Mors, the same special
clampingdevice s used uswas described for Style GCLMorps
and asillustrated in Figure 23 with the exception that Livik

available for use on

22 is not used because these Style GS .md 1('9 MoLps cast
no_type
PositioNiNG Bar 53GC67 is required with these MoLns

£ bring them in correct relation to the NozzLs. The Bax
is placed in ba of the Mot between the Morp and its
\Rul\’n_m: 32 on the rear of the Base PLATE 33
roperly posmon the MoLp with rehuon to the
Moot Rm A st s oA i v
when equipped with a CORNER Pince Brans, and if 3 cis.
s & MoLp equipped with a CoRvor Prscy
ING Bariis not supplied with Style GS
MoLs becaus only one is raguired in & plant.
Macmisms prior to 9129, except 0070, 9124, and 9126,
require the improved style of Gag BLOCK a51GC14 unless
previously supplied. MAcHINgs prior to Sa0t require also
the improved TRIP LEVER (for CALCULATING SCALE) a65GC
This improved Gac_ BLock and the Trip LEVER remain
permanently on the MACHINE.

Mrmghtenmg Material

erial comes from the MoLp slightly curved use
rE a24GC2 i the material tends to murve down,

If the materi
Guine




52 Giant Caster Adjustments

{This Guior Pats is positioned at the rear Ieft comer
the GaLipy.stivo ATE 24GC1 and is held by the
Scre: in the rear Toft cormer of thel GALLRY PLATE
This Guine e applicd so that i arches up and the
material rests on it. The regular Gune shown in Fig. 22,
then AdJl\:led To keep the material perfectly straight. The
Siciof this Gutoihaa beon Tl explined i the ToreparEaL
this hook.

To Change Point-Size

When hese Motps are equipped with Brapis of more
than one point-size, proceed as lollows to change from onc
point-size to anorhm

TAKING APART

ke the Mot offthe Macumsis complete and put it on
2 Bask nch. Take out the Morn Brapi and
Cross BLoCK. Pat intwoof he vertical Bol- 15 down through
the rear BOLSTER into the vate and tighten_them
lightly. Remave from the top of the BorsToR the Clanp
(complete) that helps hold the MoLp UNIT in place. Take
out the three through Bowts (the long BoLts running hori-
zontally from front to rear). Take out from the left end the
two Bovts fastening the front BoisteR to the SQUARING
PLATE, and lift off the front Borster. Take out the right-
front Tyvre < which is a loose piece. Lift out the rest
of the MoLp Ut consisting of rear Tyee BLock, PoiNt
Brock, and left-front Tye BLoCK, all held together by two
ScrEws. Remove these two Scriws and take out the PorNt
BLock.

CLEANING

Carefully clean the front face of the rear BOLSTER, the
face of the SQUARING PLATE and the Bask PLATE where the
Motp Unit s to go. Make sure there is no dirt or particles
of metal in the corners. Clean all parts of the Morp UNIT
including the desired PorN? BLock. Clean the front BOLSTER.

ASSEMBLY

mportant to have the top of the rear and
left-front Tyris Brocks and the top of the POINT BLock
Mm()h\luh flush with each other—otherwise the clearance
between the BLADE and Point Brock will not be correct
and ouble will ollow. A ¢ood way to accomplish his is ¢

t the rear TYPE upside down on some smooth sur-
5. ‘The Bonve LOCK ikyrihen BEAT (opbaentay i os

It is extremely
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the smooth surface beside the rear Typi BLocK, then the
left-front TyPE BLock beside \hul All these parts are up-
side down and care must be taken to have thm correctly
in u heir respective positions
¢ two Scriws through the front Tyrs Brock and
Pm\/ Bl O(.k into the rear Type BLock and bring them to
2 good bearing. Be sure the proper SCREWS are used—Ior 18
t Scrinws are used and for 30 point lomger
d. The ScrEWS must not project through the
Brock. The left ends of the POINT BLoCK and
rear Type BLoCK should be Aush, but the lefi-front Type
Block nust project 001" or more o the left of the rear Type
Block. Under 1o circumstances sh hould the left end of the
left-fro; K be positioned fiush with or to Lhe
n;,hrnthe left- end of the rear Ty7s Brock. Tarn the Mot
UNIT right-side-up again and make sure every part is in its
correct position and that the Type Blocks and Point Blocks are
Jiush on the fop. Test the top and left end with a square or
@ sraightedge or an odge of the Citoss Block
< e front T is a loose piece and is not Lo
be qsitmhl&d with th re:L 0{ the MoLp Unit. Disregard it
for the present.
Place Motn Uit firmly against rar Botster and also
against the SQUARING PLATE at the left. See that the front
LSTER is clean and put it in place, Put in the two left
hand through Bots from front to rear and the two Bovts
left fastening this BOLSTER to the SQUARING PLATE.
Tighten theee Borrs, making sure that there is no dirt or
metal between the BOLSTER and the SQUAKING P4 ¢

8. Put
T fighe-yont T ru BLocx in‘posivion. Tnsert and tghten
the right through Bovr.

The two Scriws in the right-front Typ: BLOCK are used
only for shipment purposes and are to be left out when
assembling for operating so that if a squirt occurs the two
right and vertical BoLts, one in the front BoLstik and one
in the rear BOLSTER, may be loosened, the right through
Bovt removed, and the right Ty BLock tapped out to the
right for cleaning out the squirt, (Use the Motp Ceaxtxe
Toot. for tapping out the Tyri BLOCK

ut on the C LA\H‘ A\m\ holds the MoLp UNIT in place and
tighten down on its Scriw until it has a good firm bearing,
but is not too tight. Remove the two vertical ScREwS which
were used temporarily to hold the rear BOLSTER to the Basg
and the Mot is ready to be put back on the Macuixe and
run
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Note: 1f the right end of the right-front BLock tends to
drop slightly lower than the rear BLoci it will do no harm,
as the right-front I\ PE BLOCK bears only on the left end on
the Cross BLock. Hold down the left end only when tighten-
ing the Borrs camping the rightfront Tvri Bioct:

Remember: The SCREWS are to be left out from the right-
front Typk BLOCK so that it x\m} o moeotior dening
a squirt. To remove the right Ty BLOCK, losen the ver-
tical BOLT in the right-hand end of each BOLSTER, remove
the right horizontal through BoLt and then, using the Morn
CLEANING ToOL, tap the right-front TypE BLOCK out to
the it

GIANT CASTER SPEED CHANGE DEVICE

Lubrication
Fill the THRUST BEARINGS A on the Disk Hus every six
to twelve months. Use a good grade of ball-bearing grease
or non-fluid oil, (Do not use hard oil or ordinary cup grease.)
Oil the Disk HUps B every five or ten days, depending on
local conditions, just enough to keep parts free from rust
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Bm BEARING SHAFT Brzarins C should be refilled with
rease cvery six to Lwelve months.
S When BaLL. BEARINGS are oporated in rooms where the
temperature i sufficient to melt the grease in the bearings,
they should be refilled every two to four weeks.

When filling BEaRINGS, remove both Prucs and force the
grease entirely through the BEARINGS with a grease gun

carcful (o wipe off all the dirt or dust on the BEARING

Casies before removing PLucs. This will prevent any dirt
getting into the BRARINGS with the grease. Keep the grease
in a closed can.

General Instructions

Never attempt to change speeds or to tihten the V Brve
unless the transmission is runnir

"The V Bri1 inadjusted (made Gghter or looser) by turning
the Screw D. Do not run the BELT too tight, Use just suf-
ficient tension to pull the load without slipping. Wi hen correct-
ly adjusted the Brut will have a little slack or on the
lower side sl punning. Never use belt desing,

(@ 7 BELT to see that it runs level and true. If
cnesiderides high it indicates that one of the Drsks on hich
the BELT rides is “sticking” and not turning properly on the
shaft due to insufficient or improper lubricant. If this occurs,
stop the transmission at once and correct it before attempt-
ing to run it again. To correct this it is necessary to remove
the BiLr, clean the bearing of the DISK on the shaft (with
kerosene) until the Disk moves freely. Then lubricate the
bearings with soft ball-bearing grease. Replace the BELT to
run in the opposte dirction from that in which it was run-
mnz bdors remaval (to even the w

p the D1sk clean and free fmm grease, acid, or water.
Make & practice of checking over the 1unnmg conditions as
well as the greasing at regular intervals well to shift
the transmission through its entire speed chanas e ooy
to make sure all part are properly ubricatcd atall positons
and that they move

Tt any party of the transmission are removed for any reason
be sure to replace them exactly as they were.
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FIGURE §
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CALCULATING, SIZING, AND MOLD

FIGURE 12
MICROMETER-WEDGE SETTING
Scarr Mechanism (somet
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FIGURE 13
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FIGURE 14
Moup Brape Oprrating Mechagism
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G, SIZING, AND MOLD MECHANISM Figures 11 to 17
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MOLD AND MATRIX OPERATING
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FIGURE 21
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