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THE SUPER CASTER

This illustration shows machine equipped for casting small type, with electric heater

in use.



THE SUPER CASTER

This illustration shows machine equipped for casting strip material.



FOREWORD

THIS MANUAL is not meant to cover every possible instruction con-

cerning the running of a ‘Monotype’ Super Caster, but it will be

found that, if the instructions given herein are closely followed, there

will be little left which could be learnt by other means than practical
experience.

The best training is actual daily contact with the machine, but the

operative will add to his efficiency by consulting this manual on details

of adjustment and other problems which are not clear to him.

The manual will be found useful for reference, enabling the operative
to refresh his memory on adjustments and practices designed to main-

tain the efficiency of the machine. A thorough understanding and care-

ful application of the instructions given will establish his reputation as

an intelligent and painstaking operative. It will also serve to remind

him that there are many things which should be strictly avoided.

Ordinarily an operative’s duties are confined to the changing of the

matrices and moulds, and to seeing that the quality of type produced
is satisfactory. In doing this he should satisfy himself that all adjust-
ments in connection with changing a matrix are scrupulously exact to

the standard laid down in this manual; that his metal is kept clean, of

standard quality, and maintained at the correct temperature; that his

pump connections are working correctly; that the metal channels are

clean; and that the type is cast and delivered to the galley without

hitch of any kind. Beyond this, all he has to do is to keep his machine

clean and oiled, and to see that no screws or nuts work loose.

The operative should draw a line between calling on the Monotype
Corporation’s inspectors for advice regarding trivial details, and the

obstinate attempt to do for himself work (whether repairs or adjust-
ments) which he must know he is not qualified to undertake.

This manual is issued with the idea of giving an operative an oppor-

tunity of studying every motion on the machine, tracing such motions

from their starting points, and guiding him as to how such parts
should be adjusted. Although it explains the methods of detaching
various parts, it does not follow that any group or part should be

frequently or even occasionally disconnected without a reasonable

purpose. .

For general illustrations ofparts, refer to Book of Parts of ‘Monotype’
Super Caster.

.

Acknowledgment is due to Messrs. Fry’s Metal Foundries Ltd. for

kindly supplying the material for article on METALS FOR USE ON ‘MONO-

TYPE’ MACHINES on pp. 118-134.



INSTALLATION.

‘4 “MONOTYPE” SUPER CASTER should be installed in a room or section

ef 2 room that is light and free from dirt or dust. A strong bench

should be provided, as well as a suitable cupboard for storing acces-

Socies and spare parts.
Sufficient space should be allowed around the machine to permit

“c= access by the operative to any part of the mechanism.

When installing a first ‘Monotype’ Super Caster, the possibility of

‘sereasing the plant should not be overlooked.

{e

SOIE

In all the instructions, ‘right’, ‘left’, ‘front’ and ‘rear’ are understood

© be taken when the operative is stationed with the pump mechanism

om his right, and the cams on his left. When referring to a part re-

moved from the machine, right, left, front or rear are assumed from

“== position such part occupies on the machine with the operative
stationed as stated.

REAR

(Driving Pulley)

LEFT t RIGHT

(Cams)
~

aL
~

(Pump)
FRONT

(Galley)

For verification of symbols, refer to Book of Parts of ‘Monotype’

Saper Caster.

VARIETY OF PRODUCT

The machine is constructed to cast the following material:

Types, SPACES, BORDERS AND ORNAMENTS,in any size from 5 to

72 point.
LEADS AND RULES in any of the usual thicknesses from 1 to 18

point.
12- and 18-point T1e-uP SLUGs.

ConTINUOUS STRIP BorDERS in 6, 8, 10, 12 and 18 point.
FULL-FACED RuLES from | to 18 point.
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a

AUTOMATIC REGULATION OF TEMPERATURE OF METAL

The melting pot may be heated by gas or electric current. This illustration shows
electric heating equipment, which includes a regulator for maintaining the metal at

the required temperature. The action of this regulator causes the electric current to

be automatically put in or out of action by the control box.
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Ciumps AND Dasues in any length from 9 to 16 12-point ems.

ConTINUOUS FURNITURE in 24, 36, 48, 60 and 72 point.
STEREO AND ELECTRO Mounts in 24, 36 and 48 point.
Two-PIECE TYPE-HIGH FOUNDRY FURNITURE in 36, 48, 60 and 72

point.
Quotations in the following sizes:

12-POINTEMS: 6X6 6x5 6x4 6x3 6x2

5x5 5x4 5063 SOX?

4x4 4x3 4x2

WOODEN-CORED QUOTATIONSin sizes 6 x 6 and 6 x3 12-point ems.

PIPING

The machine must be provided with water- and drainpipes, and the

ssary piping equipment to which these pipe services must be

sttached is built into the machine.

SEATING (for plate see p. 2)
Electric heaters are recommended, but gas piping connections can

ne fitted for customers not provided with electric current supply.

A gas service pipe should be 3” galvanized iron. The connection on

machine is $" gas thread.

gas is used to heat the metal, the consumption is about 22 cubic

per hour; if electric heaters, the consumption is about 14 units

per hour.

WATER SUPPLY

This pipe should be 4" galvanized iron. The connection on the

hine is }" gas thread. The amount of water passing through the

moulds averages less than 3 gallons per hour.

ATER DRAIN

his pipe should be }” galvanized iron. The connection on the

machine is $" gas thread.

AIR

An air blast is very beneficial in keeping the matrices and quotation

coring blocks cool during the casting process.

Where the Super Caster is placed near a ‘Monotype’ composing

hine, the compressed air pipe of the composing machine equip-
should be carried to the Super Caster. This pipe should be 4”

=slvanized iron. The connection on the machine is 4” gas thread.

In cases where no ‘Monotype’ composing machine is installed and

independent air supply is available, a special rotary blower is pro-

sded for use on the Super Caster. This is driven from a toothed wheel
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MOTOR AND STARTER

The Super Caster is equipped with a 3 horse-power motor. A spring-controlled

jockey pulley maintains an even belt tension upon the motor driving pulley.



hed to the machine pulley. The necessary piping is supplied with

zach blower.

Dive (for plate see p. 4)
e machine may be driven by belt from shafting or direct by motor.

started by pulling the starting rod to the front, to cause the belt

be drawn to the fixed pulley, and the starting rod to become latched.

ould any of the gear-positioning levers not be taken to their correct

ating positions, the starting rod will remain locked, and it will not

possible to start the machine. The machine is stopped by depressing
tarting rod latch trip which causes the belt to return to the loose

pulley.

The machine is equipped with a } horse-power motor (a maximum

4 horse-power is absorbed in driving).
The belt should be kept fairly tight in running, otherwise the machine

wal run irregularly.

TOOLS

HE SUPER CASTER operative should maintain his tools in good con-

ion. A bad habit is to use screwdrivers for stirring the metal or for

ng it to see if it has commenced to melt. This softens the point
a screwdriver, causing it when used on hardened screws to. become

unted and burred. The point of a screwdriver should be kept correctly

mpered, and should be so ground that it has no tendency to slip out

the screw slot. In tightening or loosening a screw, the driver should

>= held firmly down in the slot of the screw head, as frequent slipping
out will ruin the edges of the screw slot, rendering it impossible to

hten the screw thoroughly, or to loosen it when required. The

bandles should never be battered upon with a hammer.

The pump body and nozzle should always be drilled when cold,
otherwise the drill will become softened and useless.

The operative should be provided with the following tools:

TOOLS PROVIDED WITH MACHINE

Screwdrivers: lisr2, 11st3, llst4, llsr5, 1lst6, 11sr7, 11s78;
Wrenches: two each of 9sr1, 9sT2, 13sT2, 13sT3, 13sT4, 13sT5, 13sT6;
one each of 13srl, 13sT7, al3sT8, 13sT10; Nozzle Squaring Posts:

7stl, 7st2; Pump Nozzle Setting Gauge x10st; Well Arm Drills 14sr1,
i4st2 for #” and 14” Pump; Cleaning Tools 2srl, xb3sr, xal8sr,

Ost; Ingot Mould 4stT1; Iron Ladle 5st1; Skimming Spoon 12stT1;
three Oil Cans 8sTl.

The following parts are supplied with new installations only, unless

specially ordered:
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1” Micrometer 27sr1; Type Alignment Gauges alSst, alSst2; Eye
Glass 26stl1; Tweezers 28stl; Centring Pin Gauge 25sTl; Border

Length Gauge IsTl.

EXTRA MATERIAL WHICH SHOULD BE PURCHASED

Storage boxes for loose matrices. Cupboard for tools. A strong vice,
with 3” or 34” jaws. A suitable bench. Nozzle drills: l6srl, 16s12,

lést4, 16sr5, 16sT6, 16sT7, 168T8, 16sT9, 16sT10; Nozzle taps: 17sr1,

17st2; Piston Extractor x24sr.

NOZZLE DRILLING

One drill for each size nozzle should be reserved specially for clearing
the nozzle point, when required, without removing nozzles from the
machine. All other drills and taps should only be used on nozzles or

pump body when cold. On no account should drills or screwdrivers

be dipped in molten metal, as this softens them and renders them unfit

for general use.

TYPE METAL

A reasonable reserve of type metal must be provided, in order to

avoid too frequent smelting. This metal is an alloy of tin, antimony
and lead. A good all-round standard mixture suitable for all kinds of

products cast on a Super Caster is 10% tin, 16% antimony and 74%
lead, see METALS FOR USE ON ‘MONOTYPE’ MACHINES, pp. 118-134.

RE-MELTING FURNACE

A suitable re-melting furnace should be provided and the metal cast

into ingots of suitable size.

In re-melting, an efficient non-corrosive cleansing flux"‘should be

used in moderation, and an excessive temperature should be avoided.

OIL

Only good machine oil should be used for lubricating the Super
Caster. It is therefore recommended that Vacuum Oil Company’s

product be used generally, and Duckham’s Mould Oil for type moulds.

For strip moulds, use a reliable quality of castor oil. Recommended

suppliers of oils for gear box and cam bath are detailed on p. 51.

HAND WHEEL

The handwheel must always be moved anti-clockwise.

SPEED REGULATING MECHANISM

This provides for 18 different speeds, in addition to the top speed
obtained when the gears are placed out of action.
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A speed table is provided, based on a maximum direct pulley drive

speed of 144 revolutions per minute. The gear box controls should be

moved in the sequence shown on the CHANGE SPEED TABLE on pp. 150,

151.

-MAIN SECTIONS OF MACHINE

THE MAIN SECTIONS of the machine and equipment are dealt with in

the following pages:
MICROMETER ADJUSTMENT HEAD; p. 7.

2. Matrix HEApDs Base; p. 17.

3. Matrix Heaps; pp. 21, 23.

4. COUNTER MECHANISM; p. 27.

5. STRIP CUTTING AND STACKING MECHANISM; p. 37.

6. Pump MECHANISM; p. 39.

7

8

9

me

. SPEED REGULATING MECHANISM; p. 45.

. AUTOMATIC INGOT FEEDER; p. 52.

. Arr BLower; p. 52.

10. ELecrric MELTING Pot ATTACHMENT; p. 52.

11. Type STACKER; p. 53.

12. MouLps; p. 53.

13. Matrix Hoxpers; p. 109.

14. Matrices; p. 112.

MICROMETER ADJUSTMENT HEAD

(FORPLATES SEE PP. 8, 10; FOR TABLES SEE PP. 140-149)

THIS MECHANISM determines the set size adjustment for mould blades

~hen

casting type, the length of dashes and clumps, and (in conjunction
seith the counter mechanism) the lengths of leads, rules, strip borders

d furniture. A screw-and-wedgecombination allows for very fine

“ONSTRUCTION AND FUNCTION OF MICROMETER WEDGE 8SFF

The micrometer wedge screw has six threads of twelve points each to

inch, and the wedge (8sEF which abuts against the two support pins
2 and 13sF1) is so designed that a complete revolution of the screw

kes a difference of 6 points (.083”) to the opening of the mould blade.

The screw is turned by the wedge screw handwheel alOsFl at its

=oper end, and just beneath the handwheel are two wedge screw scales

210se10 and 10sr4.

he upper wedge screw scale al0sF10 is marked around the upper

of its circumference with divisions, representing thousandths of

== inch, and around the lower edge with divisions representing points



MICROMETER ADJUSTMENT HEAD |

Shows the screw for adjusting the micrometer wedge, the scale wheels to indicate the amount of fractional adjustment given to the
micrometer wedge, and scale plates to indicate the position of the micrometer wedge in points and ems.

TIVANVW
UILSVO
UIdNS
AdALONOW,
AHL
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and sixteenths of a point. This scale is locked by means of the lock

screw 10sF12 and clamp LO0sF11 at the side of handwheel marked ‘type’.
The lower wedge screw scale 10sr4 is marked around the lower edge

of its circumference with divisions representing points and sixteenths

a point. This scale is locked by means of nut 10sr6 and washer

10se7 at side of handwheel marked ‘leads’.

Keyed between the two scales is a wedge indicator b9sFF which moves

=p and down with the micrometer wedge screw 10sF as the latter is

tarned.

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

meter head casting. On one side of the slot is a scale 9sr4 marked

“points’ and on the other side is a scale 9sF5 marked ‘ems’. The wedge
indicator pin 9sFl serves to show the opening of the mould in ems or

points, and the wedge screw handwheel scales indicate fine adjustments
a thousandths of an inch or fractions of a point.

One revolution of the micrometer wedge screw handwheel moves

2 wedge indicator 6 points, or .083”. Therefore, when the micrometer

ge handwheel is at zero the wedge indicator should be in alignment
an ‘em’ line or half-way between two em lines.

The micrometer head also carries a stepped mould blade stop alsr

nst which abuts the mould blade slide abutment plate 4sr4; this

ntrols the distance to which the lead mould blade is pushed when

ing the product. The stop is positioned by the handle:2sr5 on the

on the wedge screw housing 12sFF.

ADJUSTMENTS WHEN PREPARING TO CAST TYPE

t the rear end of the mould blade slide 4sF, a reversible abutment
4s=8 is provided. When type of 12-point width or less is to be cast, the
I

diameter end of the driving block cap abutment 4sF8 should be

tioned at the front; that is, with the spring in action. For all

hs above 12 point, this cap abutment should be reversed; that is,
the spring out of action. To reverse the abutment, remove screw

b4se3.

With type mould fixed to machine, and a blank matrix in matrix

solder, turn machine to ejecting position (150°). This will bring the

Id blade close to the crossblock. This is the starting position for

g the mould blade opening.
Loosen the clamp nut 11sr2 and screw the micrometer wedge down

s lowest position. Loosen the two screws 9sF6 and set the ‘points’
e indicator scale 9sr4 on side of micrometer head so that ‘zero’

is in line with mark on wedge indicator pin 9sF1.

oosen the scale lock screw 10sF12 on top of wedge screw hand-
t

and turn the upper handwheel till the zero mark is in line with

2 edge of wedge indicator b9sFF; tighten the scale lock screw 10sF12



Ol

MICROMETER WEDGE, MOULD BLADE SLIDE, AND MOULD BLADE SLIDE DRIVE LEVER

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

position to which the mould blade opens. Also shown is the stepped distance piece which decides the distance to which the mould blade

shall be pushed when ejecting leads, rules and dashes. On the mould blade slide drive lever intermediate lever aSsrl are shown the

various holes to which the connecting rod may be attached, so that different stroke-lengths may be applied by the lever.

TVONVW
YALSVO
YAdNS
.AdALONOW,
AHL
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As the mould blade is now completely closed, one revolution of the

wedge screw handwheel (bringing the ‘zero’ mark on handwheel again
= line with the knife edge on the indicator) will open the mould 6

s, and bring the mark on wedge indicator pin 9sF1 in line with

-point mark on wedge indicator scale OsF4.
This scale has divisions representing a difference in mould blade

opening of 6 points, and any smaller differences may be obtained by

curning the wedge screw handwheel as required.
For example: if the set size required is 39 points, make six complete

curs of the wedge screw handwheel to give a mould opening of 36

ints. Continue to turn the handwheel until the line marked ‘3’ on

pper handwheel scale coincides with the knife edge on the wedge

ew indicator; this gives the extra 3 points required to make up the

39 points.
As the micrometer wedge will usually be screwed to its lowest point

shen the mould is comparatively cold, it will be found in practice that

she

wedge screw scale requires a little extra adjustment when sizing

ype.For instance, although the wedge indicator and wedge screw

may have been adjusted to 6 points when the mould was cold,

n types are cast and the mould becomes heated it may be necessary

move the wedge screw scale to correct the type size by a few thous-

=adths of an inch. When the product has been sized correctly, the scale

screw 10sr12 should be loosened and the upper wedge screw scale
y adjusted to indicate the size obtained.

After this the micrometer screw may be moved in either direction to

produce any other required size.

fter having adjusted the micrometer wedge to cause correctly-sized
bodies to be cast, insert the required ‘star’ matrix in matrix holder,

= the micrometer wedge and speed gear to positions indicated by

matrix marking, and make acast.

The centring pin must be adjusted to cause the crossbar of the ‘set’

rix to be exactly central bodywise on the type, with the two ends

‘ly level with the sides of the correctly-sized type. To ensure

racy in getting the crossbar of the ‘star’ central bodywise on the

_ cast two types, and place them on a gauge with the nicks reversed.

doubles any visual error. For composition matrices it is recom-

ded that the special steel flat type alignment gauges be used for

the alignment. These are produced for composition matrices in

ements of .0005”.

<DJUSTMENTS FOR CASTING STRIP MATERIAL

Move the lead mould blade stop lever handle 2sr5 to position
marked ‘Leads’.
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Place the border length gauge IsT1 between mould blade slide abut-

ment plate 4sr4 and lead mould blade stop alsF; screw down the micro-

meter wedge screw until the gauge fits accurately (without binding)
between the two stops. Turn wedge screw scale 10sr4 to zero and lock.

Tighten wedge screw clamp nut 11sF2 and check to see that the gauge

is still a good fit.

ADJUSTMENTS FOR CASTING DASHES OR CLUMPS
aano

Move the lead mould blade stop lever handle 2sF5 to scale mark

corresponding with lengths in ems of clump or dash required to be cast.

Turn micrometer wedge screw until the wedge indicator pin 9sFl

indicates on scale 9sr5 the length in ems of dash or clump required
to be cast.

NOTE

The minimum length of a dash must be greater than the distance

from end of a dash matrix to opposite end of character in the matrix.

Any attempt to cast dashes in shorter lengths will result in the matrix

seating on the character of the previous cast.

ADJUSTMENTS FOR CASTING STRIP BORDERS

Having gauged the mould blade stroke (as explained in apysust-

MENTS FOR CASTING STRIP MATERIAL, see p. 11), examine the border

matrix which is to be used to see if it is marked ‘+’ or ‘—’. If it should

have either of these marks stamped upon it (such as ‘+3 or ‘—2’),
turn the micrometer wedge screw the corresponding number of divi-

sions ‘-+’ or ‘—’ on the top scale of the upper wedge screw scale

al0sr10. These divisions represent thousandths of an incl!

ADJUSTMENTS FOR CASTING FURNITURE OR PLATE-MOUNTING

MATERIAL

Set wedge indicator b9sFF at 6 ems, and check that front of mould

blade is level with distance piece 11208.

Place the lead mould blade stop lever handle 2sr5 in the 13-em

position.

DISMANTLING THE MOULD BLADE.SIZING MECHANISM

Remove the mould blade slide driving block screw b4sr3 and take

off block b4sr2, cap a4sr7, abutment 4sr8 and spring 4sF9..

Remove screw al4srl and wedge screw housing cover 14sF.

Remove three screws 12sr2 from wedge screw housing 12sFF and

lift off housing and lead mould blade stop alsr; the mould blade slide

4sr can then be removed.
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Unscrew wedge rod nut 8sFr2. Remove washer 8sr4 and wedge screw

spring 10sF3, and wedge 8srF can then be taken out ; the wedge screw

sF complete with handwheel al0sFl and wedge indicator b9sFF can

also be screwed out.

To dismantle the handwheel, loosen handwheel lock screw al0sr2

and remove wedge screw 1OsF.

Take off nut 10sF6 and remove washer 10sk7 and bolt 10sF5.

Remove screw 10sF12 and clamp J0sF11.

Remove the six screws 10sr9, when plates and scales will come apart.

To remove blade stop lever 2sF3, knock out taper pin 2sF8.

To remove wedge screw nut al 5sr,take off clamp nut | 1sk2 and take

out bolt allsFl and wedge screw clamp allsrF.

Remove three screws 15sE1 and, using a piece of wood, drive out

sedge screw nut al5sr from beneath, taking care not to damage the

inside threads.

Remove scales 9sr4 and 9sF5 by taking out screws 9sr6 and 9sF7.

Le

“SSEMBLING THE MOULD BLADE SIZING MECHANISM

Replace wedge screw nut al5sr; take care that it is in the right

ition, otherwise the screws cannot be assembled. Once the nut is

dsiven home it is very difficult to turn.

Replace three screws 15sFl, bolt allsrl, wedge screw clamp allsF

ead clamp nut 11sF2.

Replace blade stop lever 2sr3, making sure that the handle spring

6 and handle spring plunger 2sr7 are in position; lock up by means

of taper pin 2sF8.

To assemble handwheel, replace two scales, making sure that the

sype scale al0sF10 is on the top and that the figures read correctly.

Replace washer 10sr7, bolt 10sF5, and nut 10sF6, the cut-away por-

son of the washer facing outward.

Replace clamp 10sF11 and screw 10sF12.
Replace plates with the word ‘type’ on plate 10sr13 against the clamp

OsF11 and secure with six screws.

Assemble wedge screw 10sF to handwheel and lock with handwheel

lock screw al0sr2.

Screw wedge screw into nut and assemble wedge indicator b9SFF

sod indicator scales 9sr4 and 9sF5.

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

place mould blade slide 4sr and lead mould blade stop alsr, en-

saring that the narrowed portion of the stop is to the right-hand side

of machine.

Replace wedge screw housing 12srr, ensuring that the lead mould

e stop lever 2sF is located correctly in the lead mould blade stop

=: secure with three screws 12sF2.
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Replace wedge screw housing cover 14sr and screw al4sFl and lock

in position.
Assemble abutment 4sF8, spring 4sF9, cap a4sr7, and block b4sF2,

and screw to mould blade slide 4sF by means of screw b4sF3.

MOULD BLADE SLIDE DRIVE LEVER 5SFF

This lever is for imparting the necessary traverse to the mould blade.

It is operated by mould blade cams x17sc through the mould blade

cam lever 18sc and the connecting tube x6sr. This connection may be

attached to the lever 5sFF in various positions to give the varying
movements required when casting different classes of product.

To provide against damage caused by any obstruction to the move-

ment of the mould blade, this lever is constructed in two sections, each

working upon the same axis. The two parts are held together by a

clutch in the form of a friction plunger b5sF4 supported by a spring
bSsF11. Should any obstruction occur, it overcomes the pressure of the

spring, causing the plunger to recede and to become locked in an

inoperative position. All pressure is thus released from the mould blade.
When the obstruction to the mould blade has been removed, the

plunger is restored to its operative position by withdrawing the lock

pin knob Ssr7. The lock pin should be withdrawn only when the

machine is at rest, and when the plunger b5sr4 is opposite its recess

in the plate 5sF2.

POSITION OF PLUNGER SPRING ADJUSTING NUT SSF23 AND

FULCRUM PIN ECCENTRIC a5SFI18F

When casting cored type, 42 to 72 point, and furniture, there is

greater resistance to the mould blade when ejecting the type, and

greater spring pressureis therefore necessary on the plunger.This

extra spring pressure is obtained by turning the plunger lever fulcrum

pin eccentric a5sF18F until the line marked ‘type 42-72 point’ corres-

ponds with the line on the intermediate lever aSsF1, and by locking
the adjusting nut Ssr23 right forward against the stop collar SsF24.

For 14 to 36 point display moulds, and lead and rule moulds, the

adjusting nut should be against the stop as for 42-72 point but the

eccentric should be in the ‘small type’ position.
To obtain the reduced spring pressure necessary when casting from

composition moulds, set the eccentric in the ‘small type’ position and

the adjusting nut right back against the head of the guide rod a5sF12F.

DISMANTLING MOULD BLADE SLIDE DRIVE LEVER SSFF

When wishing to separate the two levers Ssrr and a5sF1, see that the

plunger lever fulcrum pin eccentric a5sF18F is in the ‘small type’
position, as this reduces the spring pressure on the plunger. Place the

a
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1 5SEF in a vice, letting the vice jaws grip the slide drive lever plate

with the lever 5SFF to the left. Give the end of the lever a5sFl a

p blow; this will cause the plunger to be depressed and the safety

h to lock in its inoperative position.

MOVING SPRING b5sFl1

Hold the lever a5sF1 firmly by hand, and press the plunger against

che edge of a bench until the plunger spring is compressed; then re-

e the lock pin a5sr5 and remove the bush a5sr6. The plunger can

be removed. Hold the lever in a vice with the spring bSsr11 facing

ard. Take out the split pin 5sr15, push out pin SsF14 and remove

che plunger lever 5sr16.

REPLACING SPRING bSsFI1

Place the end of lever aSsFl in a vice with the spring abutment

facing upward. Place the spring bSsr11 over the rod a5sF12F and have
= plui’ger spring abutment collar Ssr13 at the end of the spring.

that the eccentric is in the ‘small type’ position, and then partly
rt the plunger lever SsF16 from underneath with the semi-circular

and recess facing the pin SsF17. Press against the eye on end of

a5sF12r, insert the spring guide rod pin 5sF14. Fit the split pin

5 in position and open out. Insert the plunger bSsr4 with groove

downwards. Replace lock pin aSsr5 and bush complete, and

plunger back so that lock pin engages the hole in the plunger.

2 the lever a5sFl over the boss of lever Ssrr and release the lock

cin a5sF5 so that the plunger engages the recess in the plate SsF2.

PARING MOULD BLADE SLIDE DRIVE LEVER FOR CASTING

FURNITURE

Make sure that plunger bSsrF4 is held back by lock pin a5sr5. Remove

tld blade slide drive leverplateSsr2 and fit the special plate a5sr2

plied for furniture. Take care that it is assembled with the word

iture’ uppermost. This special plate must be used when casting

ure or supporting material, in order to absorb excess movement

ermediate lever when making a fusing cast. For predetermined
hs of furniture, see instructions under SUPER CASTER FURNITURE

D, p. 103.

<DIUSTING MOULD BLADE SLIDE DRIVE LEVER CONNECTING

TUBE XOSF

th a type mould on machine, turn machine to 150° and adjust

connecting tube so that the plunger b5sr4 has moved 4” away

om its normal seating position.
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MATRIX HEADS BASE AND TYPE CARRIER

Matrix heads base, type carrier attached to a mould crossblock, and type carrier cover plate. To the latter are attached the type channel

blocks, between which the type is pushed after ejection from the type carrier. TIVONVW
UALSVD
YAdNS
,AdALONOW,
FHL
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MATRIX HEADS BASE

(FORPLATE SEE P. 16)

=IS IS USED when type is required to be cast, and is secured to main

ad by three screws 4sp12. This base carries permanently:
1. Type Puswer. 2. Type CARRIER. 3. TyPE CHANNEL BLOCKS.

4. GaLLey LocaTING BLOCK.

It also carries a stop b8se11 for locating the position of the heads

according to whether a mould under or above 42 point is in use

either the composition or sorts matrix head.

USHER

his is for pushing the type into the type channel, and functions

g the period that the next type is being cast. It is operated by

pusher cams x27sc through the connecting rod 36sz and type

er lever 35sEE. The latter engages a slot in the type pusher 34se.

te

=MOVING TYPE PUSHER

etach cover 34sE1 by taking out six screws 34sE2 and remove

sesher from its slot.

Z=MOVING TYPE PUSHER LEVER 35SEE

h the matrix heads base removed from the machine, slacken the

nut 36sE3 and unscrew the connecting rod from the ball socket

until the socket can be removed from the lever ball stud 35sE1.

ve the nut 35sE3, knock out the pin 35sE2, and remove the lever

om the under side of the matrix heads. base.

£DIUSTING TYPE PUSHER

Turn machine to 310°. Release type pusher connecting rod nut 36sE9
:

lock nut 36sE10. Adjust type pusher lever connecting rod nut 36sE9

nd of type pusher 34s stands .010” in front of fixed type channel

latch 29sr4 and tighten the lock nut 36sE10. Press on end of type

o take out play, and turn machine round again to see if the

=Sustment has been correctly made.

CARRIER

s slides in the matrix heads base and is driven by the type carrier

x25sc. The carrier connects to the crossblock of the type moulds.

e the casting period of the machine, the carrier is in its left-hand

: in this position the type pusher can pass through carrier for

the type to the type channel.

a type has been cast and the matrix has been lifted from the

the carrier advances to the right. In doing this, the jet cast on

er end of the type becomes sheared, and a cam in the mould
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base causes the jet to be ejected into the melting pot. The type clamp
32srx is held back as the mould crossblock advances so that, when the

crossblock reaches the end of its movement to the right, the type may

be ejected from the mould into the carrier.

The type is prevented from being overthrown, or from falling on

its side, by the type support spring 37sE being brought into the path
of the type.

Immediately the type has been ejected into the carrier, the carrier

proceeds to return, and on its way to its extreme left-hand position,
the type is gripped by the type clamp, and the support spring is drawn

away from the type, so that when the type carrier is brought to rest,

the type pusher may enter and eject the type into the type channel. The

mould crossblock is then in position to permit the next type to be cast.

REMOVING TYPE CARRIER

To remove type carrier without taking off mould or matrix head,
turn machine to 30°; remove type carrier guard 26sE; take out the

two screws 23sE2 and two screws 23sE3 and then remove the type carrier

cover a23sEE. Remove type carrier connecting rod yoke pin a24sE7

and mould coupling hook 39se1.

TYPE CARRIER CAM LEVER PLUNGER

The cam lever is so constructed that, if there is any obstruction in

the path of the type carrier when travelling from right to left, a plunger
a26sE12 in the upper end of the lever will be depressed and held down

by a lock pin b26sc13 so that the type carrier drive and pump mechan-

ism will become disengaged, and the machine will stop.
As an additional safeguard against breakage, the type carrier con-

necting rod yoke pin a24sz7 is made so that it will shear if any undue

obstruction occurs in the path of the type carrier.

After the obstruction to the type carrier has been removed, the

locking pin knob must be pulled outward to permit the plunger to

re-engage the latch 26sc25. The pin is easily withdrawn at a point just
before the plunger reaches the slot in latch. It should not be released

whilst the machine is in motion.

ADJUSTING STROKE AND PAUSING POSITIONS OF TYPE CARRIER

Remove the type support spring cam bracket ‘27sEl. Place the

connecting rod yoke pin a24se7 in the 72-point hole in cam lever ex-

tension, loosen the extension bolts and adjust the extension by means

of eccentric 26scl1 to give type carrier 2{{-” travel between the type

casting position 220° and the type ejecting position 150°. Tighten
extension bolts and check setting.
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Move yoke pin a24se7 to 12-point hole and turn machine to 220°.

With 5-13 point channel block (fixed) x29sE in position, loosen con-

ecting rod lock nuts, and adjust the length of connecting rod to bring

inside face of type carrier (against which the type is pressed by the

ype clamp) level with face of type channel block (fixed). Test after

tening lock nuts. Care should be taken to see that yoke pin a24sE7

tee after tightening nuts.

ADJUSTING MACHINE STOPPING MECHANISM

Turn machine to 355°. Set the trip plate 30sc6 in centre of adjust-

ment slots, and adjust the latch trip adjusting rod 31scl until contact

of cam face of trip plate is made with the smaller diameter of locking

pin knob. Tighten adjusting rod lock nuts.

TYPE SUPPORT SPRING

The type support spring 37sE is operated by a small lever 22sE2 fitted

zo the tye carrier body. This lever is operated by a cam 27SE attached

zo a bracket 27se1 on the matrix heads base.

TYPE SUPPORT SPRING CAM

No adjustments are necessary, but care must be taken to ensure that

she cam 27sE and packing plate 27sE5 are used as under:

Bracket without packing.—For all type up to 36 point body size and

sot more than 12 points set size.

Bracket with packing —Forall type over 36 point body size and not

more than 12 points set size.

Bracket to be removed.—For all type over 12 points set size.

© CHANNEL BLOCKS (for plate see p. 20)
hese blocks support the type and guide it from the type carrier to

galley. One adjustable and three fixed blocks are supplied. The

Sustable block x28sE is used when casting all sizes of type, but the

blocks are used as follows:

x29seE for 5- to 13-point type.
x30sE for 14- to 72-point type and quotations from 4x2 to 6x6

12-point ems.

x31seE for 40- to 72-point cored type.

The position of the adjustable block is altered by loosening the

Semb screw 28se10, placing in the type channel some types of the

size about to be cast, and pushing the adjustable block against

type, making sure that the channel is parallel before locking it in

on with thumb screw 28sE10.

three fixed type channel blocks are secured to the matrix heads

ase by the two screws 29SE7.
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TYPE CHANNEL BLOCKS

(1) Adjustable channel block for use with all moulds; (2) Fixed channel block for

use when casting small type; (3) Fixed channel block for use when casting cored

types; (4) Fixed channel block for use when casting quotations and spaces.
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Whencastingthin spaces from the 42- to 72-point type mould, it

is advisable to place in front of the spaces in the type channel a quad
of the type size that is being cast. This prevents the spaces falling over.

COMPOSITION MATRIX HEAD

(FORPLATES SEE PP. 22, 24)
THIS HEAD is for lowering and raising the composition matrix holder

and the centring pin. The centring pin clamps the matrix to the mould,
ensuring a metal-tight fit during casting.

The centring pin is operated by the matrix cams x15sc through the

connecting rod bl8sez. The latter operates matrix lifter lever al6se,
one end of which engages with coupling head a2se6, at top of centring
pin

a2se. As the matrix lifter lever is operated, the centring pin moves

and down, carrying with it the matrix lifter cl2se. The centring pin
not presseddown by the matrix lifter lever but by the action of

tring pin loading spring 4se at the upper end of centring pin. As

matrix lifter lever descends, the spring 4sz presses upon the yoke,
d beneath this yoke is another spring 2sE2 terminating upon the

matrix lifter. The centring pin, the yoke and the matrix lifter all move

wn as one piece, under the pressure of the upper spring, until the

trix holder guide is stopped by stop collar 12sE8. The matrix holder

depressed in this manner to within .005” of the mould surface.

ough the matrix holder movement is arrested, as explained, the

pressure of the spring 4sE causes the centring pin to proceed, and to

mp the matrix firmly upon the mould. After casting has taken place,
atrix lifter lever is returned. In returning, it presses upon the yoke

ted to the centring pin, and overcomes the pressure upon the spring
hus raising the centring pin until a shoulder on its lower end meets

matrix lifter. This causes the matrix lifter to lift the matrix clear

=f the type in the mould.

The matrix head is provided with two adjusting micrometer screws

Sse positioned at right angles to each other; these are for adjusting
“Se matrix holder relative to the mould blade opening, so that the

=atrix may be correctly aligned over the mould before casting.
To remove the matrix lifter guide al2sele, a plunger withdrawal

seve 3sE7 should be attached to the sleeve at side of head to relieve

“Se spring pressure.
.

*sDIUSTING COMPOSITION MATRIX HEAD

Attach mould to machine.

Place on matrix head and attach connecting rod to matrix cam lever.

Turn machine to 180°.

Place matrix in matrix holder and insert holder in lifter.


