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FOREWORD

Eacu Linotype is completely erected in the factory and adjusted under

actual operating conditions. When prepared for shipping, the Linotype
is dismantled and carefully packed to avoid breakage and loss of factory

adjustments due to shocks and jars of transportation handling. In erect-

ing the Linotype it is important that no adjustment be changed until

certain that the original factory setting has been “lost”

The Linotype is either “factory stripped? “stripped to base? or

“stripped for overseas? according to the shipping distance, mode of trans-

portation or clearance dimensions in the purchaser's plant. The dis-

mantled parts are carefully sorted and associated assemblies are packed
in the same crate for the convenience of the erector. On each crate there

is a stenciled notation of the major assemblies contained therein. The

erection described in this booklet is for a “stripped to base” Linotype.
This booklet has been prepared as a guide to the proper procedure of

Linotype erection. In it is contained the correct sequence of operation for

efficient precise erection.

While it is true that there are many possible methods of erection, it is

also true that a divergence from the procedure prescribed herein will

often result in difficult assembly, a considerable amount of readjustment
or possible damage; the effect of each being an excessive time spent on

the erection.

In some cases it may seem that there is an illogical or inconvenient

sequence in certain phases of this procedure of erection. However, each

step is taken for a definite reason and because of an important, if not

always obvious relationship to other operations. As an example, the

First Elevator Slide is not assembled to the Vise Frame until after the

Face Plate has been applied to the machine because the Slide must be

aligned with the Delivery Channel and Intermediate Channel. Similarly
the Knife Block is not assembled to the Vise Frame until after checking
“pull-up” and Ejector Blade alignment; and these checks should be made

after the full weight of the Magazines and Distributor is on the machine.

In both these cases it might seem convenient to apply the parts earlier

than specified;however, as explained above, there are valid and impor-
tant reasons for assembling them according to the prescribed order.

In preparing this booklet, we have endeavored to present the text in



as clear, readable form as possible, omitting the unnecessary details

which would be more apt to confuse than inform the reader. Accordingly
there is practically no mention of the many screws, bolts, nuts, springs,
and other small parts used in the assembly. These parts will usually be

found attached to a related part and their machine location will be ob-

vious. In addition we have shortened and simplified part names, but only
in those cases where there will be no resulting confusion.

This booklet covers the erection of the standard Linotype. Various

other literature is available which provides detailed descriptions and ad-

justments of such special mechanisms as the Self-Quadder, Auto-Ejector
Set, or Mohr Saw, and should be used in conjunction with this booklet

when such extra equipment is included in a machine order.

The machine erection we describe is that of a Linotype equipped with

Electric Pot. For information concerning Gas Pot application, see “In-

structions to Linotype Operators and Machinists” the booklet which is

furnished with each new machine. See this booklet also for detailed de-

scription of the machine application of the Emerson Geared Motor, the

Knife Block adjustment, application of the Thermo-Blo Mold Cooler,

adjustment of the Auto-Ejector Set and Electric Pot wiring information.

Important!
In order to use this booklet to the maximum advantage, it will be

necessary to closely follow the text which establishes the successive

order of parts application. The illustrations provided herein are presented
merely to serve as an aid in identifying parts discussed in the text and

to indicate the relationship of associated assemblies. To obtain greater

clarity and show parts unobstructed it was necessary to illustrate the ma-

chine equipped with parts and units out of the proper sequence and in

some cases to show parts completely detached from the machine. Nec-

essarily, therefore, since the illustrations do not represent actual erection

stages, the erector must follow the text for proper sequence and use the

illustrations as a reference only.

During erection all bearing surfaces should be cleaned of slushing
oil; all shafts should be oiled as they are applied; and when grease cup
connections are present, the bearings should be coated with grease.

Sales-Service Department
Mergenthaler Linotype Company



ERECTION PROCEDURE

Prace BasE in position.
Set Evectric Por 7 adjacent to its assembled position in the

machine as shown in (Figs. 1 and 2) and place Mouthpiece Tem-

perature Control Box 13 (Fig. 6) in approximate location with

the two control cables 4 and 5 (Fig. 2) behind left-hand front Col-

umn support boss 1. This is done at this time to avoid disconnect-

ing the Control Box from the control cables as would be necessary

if the Control Box were placed in position at the same time as

the Pot is assembled to the machine.

ASSEMBLE Column and Magazine Elevating Shaft Bracket Sup-
port Bracket 15 (Fig. 8) to Base. Remove Dowels from Distributor

Bracket Support 12 (Fig. 6) and use them to locate Elevating Shaft

Bracket Support Bracket on Base.

ASSEMBLE Spaceband Lever 17 (Fig. 2) and Shaft into lower

holes in Column; add Collar 22 (Fig. 1) to rear end of Shaft.

ASSEMBLE Elevator Transfer Cam Roll Lever 27 (Fig. 1), Shaft

and Spring Arm into top holes in Column; add Elevator Transfer

Lever 18 (Fig. 2) to front end of Shaft.*

ASSEMBLE Delivery Lever 24 (Fig. 2), Shaft and Spring Arm

into center holes in Column; add Delivery Lever Cam Roll Arm

24 (Fig. 1) to rear end of Shaft.*

Connect Elevator Transfer Lever to Spaceband Lever by
means of Turnbuckle.

ASSEMBLE Cam Shaft Bracket (L.H.) 6 (Fig. 1) to Base.

ASSEMBLE Driving Shaft and Bearing 19 (Fig. 1) to Base; slip
Cam Shaft Bracket (R.H.) 20 on Driving Shaft and assemble to

Base.

ASSEMBLE two Grease Cups and Tubes 17 and 21 (Fig. 1) to

Driving Shaft Bearings.
*Do not loosen Screws in Elevator Transfer Cam Roll Lever or Delivery Lever os they are properly located

ot the factory.



ASSEMBLE Automatic Stop Forked Lever 23 (Fig. 1) to Cam

Shaft Bracket (R.H.).

ASSEMBLE Vertical Starting Lever 25 (Fig. 1) to rear of

Column.

ASSEMBLE Starting and Stopping Lever Bracket 30 (Fig. 2) to

front of Column.

ASSEMBLE Starting and Stopping Lever 31 (Fig. 2), Connecting
Rod 32 and Vise Automatic Stop Connecting Bar 33 to Bracket 30,

and engage with Stud 10 in Automatic Stop Forked Lever.

ASSEMBLE Ejector Blade Controller Link Lift Guide 28 (Fig 2)

to Base; place Lift 26 in Guide and slip Roll over Stud in Lift.

ASSEMBLE Ejector Blade Controller Lever and Bracket 34

(Fig. 2) to Base, setting slotted end of Lever over Roll in Link Lift.

ASSEMBLE Justification Lever 2 (Fig. 2), Vise Closing Lever 39

(Fig. 2) and Shaft Sleeve by inserting Shaft 18 (Fig. 1) through
lower bearings in Cam Shaft Brackets, setting Springs 12 and 16

into position. Nails 13 and 15 are for the purpose of holding Springs
intact to facilitate assembling and should be kept in place until

machine is fully assembled.

Remove Distributor Shifter Lever Spring Screw 5 (Fig. 1) from

inside of Cam Shaft Bracket (L.H.) to facilitate assembly of cams.

ASSEMBLE Cams to Cam Shaft Brackets as follows: assemble

Friction Clutch 10 (Fig. 6) temporarily and set Driving Shaft so

that Clutch Arm is horizontal or left-hand arm when facing Clutch

is slightly below center. With this position of Clutch Arm, set Cams

in place so that they are in normal position, that is, with Automatic

Stopping Pawl on Vertical Stopping Lever.

ASSEMBLE Delivery Lever Spring and Elevator Transfer Lever

Spring to Hooks inside top of Column and to Spring Arms.

REPLACE Distributor Shifter Lever Spring Screw 5 (Fig. 1) to

Cam Shaft Bracket (L.H.) (removed to provide clearance for

Cams).
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ASSEMBLE Cam Shaft Bracket Cap 26 (Fig. 1) to Bracket

(R.BL).

Insert Tie Rod 28 (Fig. 1) through Cam Shaft Bracket Cap
and screw into Column, bringing up by fingers only to avoid intro-

ducing strains.

ASSEMBLE Vise Locking Stud (R.H.) 23 (Fig. 2) to Column.

See that Washers are properly placed between Stud Shoulder and

Column.

ASSEMBLE Vise Locking Screws 25 and 27 (Fig. 5) to Vise.

ASSEMBLE Vise 36 (Fig. 2) by inserting Vise Frame Shaft

through front bearings of Base and bearings of Vise Frame. See

that Pot Leg Bushings 37 are put in as marked (L.H. and R.H.)

with oil holes to the front.

ASSEMBLE Pot Lever 8 (Fig. 1) to Shaft on rear top of Pot and

to lower lug of Pot.

ASSEMBLE Pot to machine. Do not loosen rear or top Pot Leg

Adjusting Screws as they are set at factory for correct lock-up posi-
tion.

ASSEMBLE Pot Balancing Spring Base 15 (Fig. 13) to machine

Base and place Pot Balancing Spring 9 (Fig. 2) in position.
Cramp Mouthpiece Temperature Control Box 13 (Fig. 6) to

Base.

ASSEMBLE Mold Gear Arm 2 (Fig. 1) to Cam Shaft Bracket

(L.H.). See that set screw in square pinion 3 is facing upwards, and

that Automatic Stopping Pawl is within six inches of Vertical

Stopping Lever or normal Cam position when assembly is made.

Set Mold Gear Arm Support 3 (Fig. 2) on Base and slide for-

ward so that upper bearing face touches finished surface on Mold

Gear Arm. Screw up with fingers only, seeing that upper and lower

bearing surfaces are both set square, then tighten with wrench.

ASSEMBLE Crucible Temperature Control Relay and Switch

Box 9 (Fig. 1) to Mold Gear Arm 2.
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