
‘Monotype’ Super Caster

PRODUCT CHANGE-OVER PROCEDURE

Display
Type



Changing from Display Type
Casting, Quotations or Wooden

Cored Quotations to Leads and

Rules, -Clumps or Continuous

Borders and Dashes

1. Switch off the electric motor; turn

off the water supply ; and place the gear

control in the neutral position. Lower

the pot (1) and if necessary, change the

pump body (2) and nozzle so that they
will be hot enough for casting when the

change-over has been completed.These

parts will be too hot to handle with

safety unless adequate protective ma-

terial is used.

2. Disconnect the Mould Blade slide

drive lever connecting tube ball end (3)
from the intermediate lever (4), by re-

movingthenut (5) from theball end and

lifting the tube clear. Replace the nut

onto the ball stud to avoid loss.

3. Remove the air nozzle holder from

the cutter blade bracket; the matrix

holder from the Display matrix head;
and the matrix lifter lock wedge spring
box yoke (6) from the matrix cam lever

(7), by removing the connecting pin

(8),

4, Withdraw the mould guard hinge pin
and remove the guard (9) from the

matrix head (10). Remove three screws

securing the matrix head, and free the

fourth screw (11) so that the matrix

head may be lifted off.

5. Take off the mould oiler, and then

remove the three screws which secure

the display matrix bridge. Having done

this, lift off the bridge (12).

6. Disconnect the mould water supply
piping (13), by removing the screw (14)
into the mould, and the nut and washer

(15) from the stud on the main stand.

Take off the piping and replace the nut

and washer on the stud. Slacken off the

knurled lock nut and the knurled nut on

the mould blade fork (16), and with the

aid of a pin handle (17), remove the

fork pin (18),

7. Turn the machine to 220°, remove

the three screws from the mould base,

and remove the clamps from the side

and the front of the mould. Slide the

mould (19) towards the melting pot to

disengage the hook from the hook on

the type carrier, and lift off the mould,

8. Remove the mould blade fork (40)

from the mould blade slide by relaxing
the pin locking serew (21) just aulll

cient to free the pin (22); take oul the

pin, Insert the looking serew again ao

that ite head ia just below the tap
surface of the mould blade alide



9, Remove the nut securing the type

pusher lever connecting rod ball stud to

the matrix cam lever, and disconnect

the type pusher lever (23) from the cam

lover (24). Replace the nut on the ball

atud,

Detach the type carrier connecting
tod yoke (25) from the type carrier cam

lover, by removing the yoke pin (26)
and yoke pin split pin.

10. Take out the three screws which

hold the matrix heads base to the main

stand. Graspthe matrix heads base (27)
firmly in both hands and lift it off,

complete with the type pusher lever

connecting rod and the type carrier

connecting rod. Wipe the main stand

clean.

11. Place the counter mechanism head

(28) in position on the main stand, and

secure with its four screws (29). Con-

nect the lead clamp intermediate lever

(30) to the lower hole in the matrix

cam lever (31), and the position pin on

the jet block driving rod yoke (32) to

the 12/12 position on the type carrier

cam lever extension (33). Insert the

yoke position pin screw to secure the

pin in its location.

12. Before assembling the 1—3 point
mould, take the blade connecting hook

from the mould box and attach it to the

mould blade slide by means of the

eccentric pin. Tighten the lock screw to

secure the pin in place. Place the slide

in the backward position, turn the

machine to 20°, and place the mould

(34) on the main stand. Raise the

mould to engage the hook on the jet
block (35) with the hook on the jet
block rod (36), and insert the clamps
(37) to locate the mould, securing to

the main stand with the four screws.

Attach the mould blade of the 4-18

point mould directly to the mould blade

slide with the connecting pin; turn the

pin clockwise until it grips and lock with
the set screw.



13, Hook the weight to the ratchet pin
ehain and allow it to hang inside the

main stand. Disconnect the actuating
tod eye from the housing by removing
the pin; use the pin to connect the

upper hole of the rod eye (38) to the

actuating lever.

When preparing to cast clumps or

dashes, the cutter blade must be taken

out and reversed, even though the

actuating lever is connected.

14, Attach the mould water supply
piping (39) marked LA and Furniture ;
grease the locating faces, and secure to

the mould with the screw and, to the

main stand stud with the nut and

washer.

Connect the intermediate lever rod

yoke to the lead clamp lever with the

pin (40) ; replace the clip (41) over the

pin to retain in place.

15. When continuous borders and

dashes are to be produced, assemble to

the counter bracket the continuous

border matrix lifter (42), sliding the

spring box (43) through the gap along-
side the lead clamp intermediate lever

spring box (44). Fit the key on the

matrix lifter into the keyway on the

counter bracket, press the matrix lifter

bracket firmly against the stop, and

insert the bracket screw (45) to secure

in place. Connect the springbox yoke to

the upper hole of the matrix cam lever

(46) with the pin.

16. Position the cap abutment (47)
with the large diameter end to the rear,

and connect the spring plate by its

upper hole to the spring post. Turn the
eccentric fulcrum pin (48) to the 7-3 £

and R position.
Connect the tube ball end (49) to the

Leads position on the intermediate lever

(50). Set the stop lever handle (51) to

the lowestposition, exceptwhencasting
clumps or dashes, when it will be set

to indicate the length in ems required.
Use a 6-em border length gauge (52),

as shown, between the abutment plate
and the mould blade stop; screw the

wedge down until the gauge fits ac-

curately without binding. Release the
nut in the wedge screw marked L and R,
turn the scale to zero, and lock.

i



Changing from Display Type
Casting, Quotations’ or Wooden

Cored Quotations to Furniture

1. Switch off the electric motor; turn

off the water supply ; and place the gear
control in the neutral position.

Lower the melting pot (1), and if

necessary, change the pump body (2),
nozzle, and piston so that they will

be hot enough for casting when the

change-over has been completed.

5. Disconnect the type pusher lever

connecting rod ball stud (10) from the

type pusher cam lever by removing the

nut.

Disconnect the matrix lifter lock

wedge spring box yoke (11) from the

matrix cam lever by removing the pin,
Disconnect the type carrier connéct-

ing rod yoke (12) from the type carrier

cam lever extension (13) by removing
first the split pin and then the connect-

ing pin,

2. Disconnect the mould blade slide

drive lever connecting tube ball end (3)
from the intermediate lever (4), by re-

moving the lock nut (5) from the ball

end and lifting clear.

Remove the matrix holder, and the

mould guard attached by its hinge pin
to the display matrix head.

6. Remove three screws, and free the

fourth screw (14), securing the display
head (15). Take a firm hold on the head

and lift it off.

3. Take off the air nozzle and holder,
and the cutter blade bracket. Remove

the mould oiler (6), and disconnect the

mould water supply piping (7). Take

out the three screws which secure the

bridge (8), and lift it off.

7. Loosen the thumb screw and remove

the adjustable type channel block (16).
Remove the three remaining screws

(17) securing the matrix heads base

(18) to the main stand, and lift the base

clear of the machine.

a

4. Loosen the nuts on the mould blade

fork, and using a pin handle, withdraw

the fork pin.
Turn the machine to 220°, remove tho

three screws from the mould base, and

then the clamps from the front and side,

Slide the mould (9) towards the molt

ing pot to disengage the hooks, and
lift off. e

8. Bring the mould blade slide (19)

forward to expose completely the

mould blade fork (20), Free the ean

necting pin by a hall turn anti-clockwise

of the locking seraw (21), and then

remove the pin (22) to disengage the

fork, It is important to ensure that the

head of the lock screw la hat left pro

truding above the faee of the moule

blade slide, of lt will be damaged whan

the alide la withdrawn



9, Assemble the Counter Bracket (23)
(o the main stand, locating the keys in

the keyways, and secure with the four

worews (24). Connect the lead clamp
intermediate lever spring box rod end

(25) to the lower hole on the matrix

cam lever (26). Connect the jet block

driving rod connecting rod yoke (27) in

the 12/12 position on the type carrier

cam lever extension (28) with the

position pin (29) and screw.

10. Disconnect,the actuating rod eye
from the rod housing, and re-connect it

by its upper hole to the actuating lever

(30) with the pin. Hang the weight on

the hook of the ratchet pin chain (31).
Place the lead mould blade stop

lever handle (32) in the position marked

Leads; turn the adjusting nut (33) on

the mould blade slide drive lever, anti-

clockwise to reduce the pressure of the

spring, and set the plunger fulcrum pin
(34) at the 7—3 L and FRposition.

11. Pull the intermediate lever (35) to

the left to disconnect it from the plate
(36), and then change the plate for the

one marked Furniture by removing the

two screws.

Place the intermediate lever back in

position, and release the plunger by.
pulling the lock pin knob (37) down-

wards. Return the stop lever handle to

its uppermost setting.

12. Turn the machine to 200° and place
the mould blade slide in the backward

,
Position, Place the furniture mould (38)
on the main stand and push the jetblock
carefully out of the mould until the hook

is clear. Slide the mould into position so

that the hooks (39) engage.

Secure the mould to the main stand

with the clamps at the side and front,
and four screws through the top of the

mould,

Connect the mould blade to the slide,

turning the pin clockwise until it grips,
and locking with the set screw.



13, Assemble the furniture guide (40)
to the main stand, using the cutter blade

bracket screw collar, the long screw

and washer, or the shorter screw with

washer.

Release the lead clamp lever (41) so

that a piece of product (42) can be

inserted into the mould. Tighten the

lever, and connect to it the lead clamp
intermediate lever rod (43) by inserting
the yoke pin (44), Having greased the

faces, attach the mould water supply
piping (45) with the screw to the

mould, and the nut and washer to

secure it to the main stand stud.

14. The actuating lever link (46) must

now be attached. Slip the elongated eye
over the actuating lever pin, and drop
the hooked end over the fusing stop at

the rear of the mould.

15. The mould blade slide driving
block cap abutment must be positioned
so that the large diameter end is toward

the rear. Remove the end screw to

reverse the abutment if necessary.

Adjust the wedge screw to indicate

zero on the scale, using a 3 em gauge

(47) between the fusing stop on the

mould and the lower edge of the blade.

16. Connect the mould blade slide

drive lever connecting tube ball end

(48) to the hole marked Furniture on

the intermediate lever (49), seating the

snug pin into the groove and securing
with the nut (50).

Connect the mould oiler piping and

support to the mould oiler (51), lock

with the knurled nut, and spring the

piping into the locating holes in the

mould.



Changing from Display Type
Casting, Quotations or Wooden

Cored Quotations to Sorts

Casting for Small or Large Type
Composition

1. Switch off the electric motor; turn

off the watersupply; and place the gear

control in the neutral position. Lower

the melting pot (1), and if necessary,

change the pump body (2), piston (3)
and nozzle (4), so that they will be hot

enough to begin casting when the

change-over is complete. These parts
will be too hot to handle with safety
unless adequate protective material is

used,

5. Removethe fourscrewssecuring the
display matrix head (14) to the base.

Take a firm grip on the head and lift it

off the machine.

2. Disconnect the mould blade slide

drive lever connectingtube ball end (5)
from the intermediate lever (6), by re-

moving the nut (7) from the ball end

and lifting the tube clear.

Replace the nut on the ball end to

avoid losing it during the change-over.

6. Remove the mould oiler from the

mould.

Take out the three screws securing
the matrix bridge (15) to the mould

(16), and lift off the bridge.

3. Remove the matrix holder (8) from
~ the display matrix head, by pulling the

small release lever with the fingers of

the left hand, and withdrawing the

holder with the right hand. After cast-

ing quotations, ensure that the matrix
lifter handle is returned to its normal

position by raising the lock pin knob on

top of the matrix head.

Undo the long screw (9) securing the
air nozzle holder to the cutter blade

bracket (10), if it has been in use, and

attach the holder to the galley bracket

screw until it is required again.

7. Release the knurled lock nut (17) on

the mould blade fork, and turn the

knurled adjusting nut (18) until the

fork pin is free. With the aid of a pin
handle (19), remove the pin (20) from

the fork.

Take off the mould water supply
piping (21), removing the nut and

washer securing it to th in stand

stud, and the screw into the mould,

}
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4. Disconnect the matrix lifter lock

wedge spring box yoke (11) from the

matrix cam lever (12) by removing the

pin (13).
Pull out the hinge pin securing the

mould guard to the head and remove

the guard.

8. Turn the machine to 220", and te

move the three screws from the mould

base. Remove the clamps fram the

front and side of the mould,

Slide the mould (22) towarde the

melting pot to disengage the hook fram

the hook on the type carrier, and ramove

the mould from the machina:

Romember to blow through the
mould waterways, firat with alr ane

then with oll, before returning the
mould to ite bax



9. Substitute, if necessary, the mould

blade fork (23) already connected for

the one suitable for the product to be

cast.

Place the mould blade slide in the

forward. position for either removal or

connection of the fork; release the set

screw (24); turn the pin (25) anti-

clockwise to remove or clockwise to

insert; re-tighten the set screw.

Air cooling of the composition mould

should not be required, and so the

cutter blade bracket can be removed

from the main stand. + *

10. Substitute the fixed type channel

block (26) for a block suitable for the

point size of type to be produced. Two

screws secure the fixed block to the

type carrier cover, Reverse the locating
key distance piece (27), if not already
in the correctposition. To do this it is

necessary to disconnect the rod yoke
(28) from the type carrier cam lever

extension (29), connected by a pin and

split pin, and to loosenthe basesecuring
screws (30). Release the clamp screw

and reverse the distance piece. Re-

tighten the clamp, and the base screws,

and connect the rod yoke to the hole

marked 72 on the cam lever extension.

Note: Large type production will re-

quire the yoke to be connected in the

hole marked-24.

11. Assemble the composition matrix

head (31) on the matrix heads base,

locating the keyways over the keys on

the base. Secure in position with the

one long screw and the three shorter

screws.

12. Connect the matrix lifter lever con-

necting rod eye (32) to the upper of the

two holes in the matrix cam lever (33),
with the eye pin and nut.



13. Assemble to the mould adaptor
base first, the type clamp operating
block, and then the composition mould,

locating with the knurled screw (34)
and securing with the base screw.

Place the low quad lever in the re-

quired position, and connect the spring
plate to the mould blade lever.

Turn the wedge screw until a mould

opening of 60 point is indicated on the

scale, and turn the machine to 220°.

Attach the mould (35) to the main

stand, locating it against the matrix

heads base with the hooks in engage-

ment. Secure with the clamps (36) at

the front and side, and the screws.

With the aid of a pin handle (37),
connect the mould blade to the fork

with the fork pin.

hole marked 24.

14. The type support spring cam

bracket (38) should be used to produce
all type up to 36-point body size and

not more than 12-point set size.

Add the packing plate to the bracket

to produce all type over 36-point body
size and not more than 12-point set

size.

Remove the bracket when type over

12-point set size is to be cast.

Grease the locating faces of the

mould water supply piping (39) ; attach

to the stud on the main stand with the

nut and washer; screw the other end

into contact with the mould.

Attach the mould oiler to the mould

and the crossblock oiler by its key to the

keyway on the main stand, securing
with the long screw and collar.

15. Check that the driving block cap
abutment (40) is correctly positioned,
the large diameter end towards the

front of the machine to produce type in

set sizes 12 points and below. To

reverse the abutment, remove the

hexagonal screw (41).
To produce small type, connect the

lower lifting spring plate by the lower of

its two holes to the swing frame post.
For large type, connect by the upper

hole.

Connect the ball end of the mould

blade slide drive lever (42) to the 42-

point hole of the intermediate lever

(43), and secure it in position with the

nut.

16. Sorts casting for large type compo-

sition will require the use of the centring
pin auxiliary loading spring bridge (44)
instead of the loading spring bridge
normally in position on the composition |
matrix head.

Take off the bridge and the loading
spring by removing the two support
nuts (45) and washers, and the centring
pin coupling head screw. Replace the

head screw with the slightly shorter

alternative screw designed for use with

the auxiliary loading spring.
Replace the loading spring and as-

semble the auxiliary spring bridge on

the supports, securing with the support
nuts and washers.


