:

THE “MONOTYPE”
SUPER CASTER

INSTRUCTION BOOK

PRICE TEN SHILLINGS

THE MONOTYPE CORPORATION LIMITED
43 Fetter Lane, London, E.C.4




The “Monotype” _Sup.é:r Caster Instruction Book




THE

“MONOTYPE”
SUPER CASTER

Instruction Book

The Monotype Corporation Limited
43 Fetter Lane, London, LE.C.4




Mawn Stand

Camsha Pt Skand

Golley Bvackal

Belt Sh‘\E‘E&‘f Rl.nﬁs Qarl et\J,

Gea Groavd

oil Pan
E}[ i Dfn(n Cark

Cams.ha[—k‘ Handwiheel

Loldmna THE SUPER CASTER

This illustration shows machine equipped for casling small Lype, with electric healer in use
(Note absence of pas-fume stack)




ALEEEE EEid

Lead Staciev Su ﬁm‘l‘ Block

Er gl bl gdodetpreiitgs

[T A

l.en r.lf,'h F[au:ie

2

Zelk Sh‘\Ftw R m}

Bell’

Shf[-l'm’

Agfan Gailey Clamg
v Uase Coupley P(Y.uncs

._'|b{_K2\5

Putley

Ay Mazzie Holdey

Belt Shiftey Ring flod Latch

'_bfi\r;nq Pn\'lt‘ Cluteln Con (Y
_E-acl( Geat SaFt‘.k"«! bevey  TTIT STUUPER CASTER

1hs illustration shows machine equipped for casting strip material, with gas heater in use

'I‘~r|;r:‘m1 Pu'ale-.g Clebels Levev O?m‘ahr;c& Roel

el




INSTRUCGCTIONS

“Monotypc” Super Caster

NOTE
In all the following instructions ““right,” “left,” “front” and “rear” are understood
to be taken when the attendant is statloned v»1th the pump mechanism on his right,
and the cams on his left. When referring to a part removed from the machine, right,

lell, front, or rear arc assumed from the position such part occupics on the nnrhme
with the att.endant stationed as stated.

REAR
(Driving Pulley)

LEFT 4 . RIGHT
(Cams) v ~ (Pump)
FRONT
(Galley)

VARIETY OF PRODUQGT

The machine is constructed to cast the tollowing material:—
Typr, Spaces, BorDERS and ORNAMENTS, in any size from 5 point to 72 point.
Leaps in any of the usual thicknesses from 1 point to 12 point, and RuLes from
13 point to 12 point.
ConTINUOUS STRIP BORDERS in 3 point, 6 point or 12 point.
Crumrs and Dasies in any length from 9 ems pica to 16 ems pica.
Quorations in the following sizes:

PICA EMS3

6x6 6x5 64 63 b6x?2
hxh S d 533 e
44 43 D

MAIN SECTIONS OF THE MACHINE

The machine consists of the [ollowing main scctions:—

1. Column and Main Stand 6. Mould Sizing and Operating
2. Speed Regulator 7. Lead Cutting and Stacking
3. Camshall Stand 8. Pump '
4. Counter Mechanism 9. Accessories

5. Matrix Heads (0. Toaols
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MOTOR AND STARTER

"The Super Castcr absorbs three-cighth horse power. A spring-controlled jockey pulley maintains an even belt tension upon the
motor driving pulley




DRIVE

The machine may be driven by helt [rom shafting or direct by motor. Tt is sltarted by pulling
the starting rod to the front. ‘Lhis causes the belt to be drawn ou lo the fixed pulley, and the
starting rod o become latched. Should any of the gear-positioning levers not be taken to their
correct locating positions the starting rod will remain locked, and it will not be possible to start
the machinc. The machine is stopped by depressing the starting rod latch, which releases the
starting rod, thus causing the belt to return o the loose pulley.

A maximum of & horse-power is absorbed in driving.

The width of belt to be used 15 13

'} he machine is provided with a hand-wheel; this must always be moved anti-clockwise.

SPEED REGULATING MECHANISM
The gear hox provides for 18 different speeds, in addition to the top speed obtained when the
gears are placed out of action.
A speed table is provided, based upon a maximum direct pulley drive speed of 144 revolutions
per minulte.

HEATING

'I'he metal may be heated by cither gas or electricity.

If gas is used the average consumption to maintain a temperature of 6307 Tahr. s 15 cubic
fect per hiour. "Uhis varies slightly according to the thermic quality of the gas supply.

The Super Caster may be equipped with either the “Monotype” or “Funditor” electric
heater, according Lo order, The average consumption of electric current is approximately two
units per hour, for both the “Monotype” and the “Tunditor” heaters. The vapacity of the pot
with “Funditor” heater is approximately fifty-one pounds ol metal, and with the “Monotype™
heater approximately sixty-four pounds. Where the “Tunditor” is fitted the machine may also
be equipped with gas burners.

FARARENHLIT AND CQENVTIGRADE

To convert Fahrenheit to Centigrade deducr 32, multiply by 5, divide by 9.

To convert Ceentigrade to Fahrenheil multiply by 9, divide by 5, add 32.

The following table shows a comparison of the two systems between 560 and 800 degrees
Fahrenheit, in advances of ten degrees:

Fahr. Cent Fahr, Cent. Tahr. Cent. Fahr. Cent. IFalir. Cent.
560 203 610 321 660 348 710 3706 760 404
570 208 520 326 70 351 720 3582 770 410
500 3504 630 532 680 360 730 387 780 415
590 310 640 337 690 365 740 593 790 421
600 515 630 343 700 371 750 398 800 4206

ELECTRICAL DEFINITIONS

The cireuit is that part ol the equipment which is intendad Lo carry electric current, such as
copper wires, resistance wires, switches, ete. They are all insulated from the machine.

The current is the electricity passing through the equipment.

The term amperes is the measure of volume of current flowing through. Amperes develop heat:

Y
therefore if your machine is using morc amperes than marked on the fuses, the [uses may burn

out.
The term zolls is the measurc of pressurc of current. Serious damage will result to the heater

if it is used with a voltage more than 59 higher than that for which it is designed; on the other

11
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AUTOMATIC REGULATION OF TEMPERATURE OF METAL

The melling pol may be heated by gas or electric current, This illustration shows an electric heating

cquipment, which includes (as shown on the left) a regulator for maintaining the metal at the required

temperature. The action of this rcgulator causcs the electric current to be uulomatically put in or out of
action by the control box shown on the right



hand a low voltage will not develop sufficient heat. It is therefore essential that a continuous
voltage record be obtained, indicating not only the average voltage but the highest and lowest
voltage likely to occur in the eircnit at the point where the heater is connected.

A watl is the measure of power and is volts multiplied by the amperes.

A kidowati 15 1,000 watts.

A kilowatt hour is onc kilowatt ol power used for one hour. One horse power is represented by
746 watts.

An earth is a bare part of the clectric direuit accidentally touching the machine.

A shor! cireut? is one or more earths which allow the current to take a shorter path.

A break is an interruption in the electric current, such as a broken wire, etc.

Resistance is an obstruction in the electric circuit retarding the flow of current.

Series connection means that two or more units are connected in line with cach other. Gurrent
enters one terminal, passes through the windings, out of the other terminal and directly into the
next unit, through its windings and out into the opposite side of the line.

Parallel or mulfiple connections means that two or more uniis are wired in such a way that each
makes a complete circuit of iselll Currenl enters a unit, passing through its wmdlnas and
directly back to the line.

An electrical circuit carrying current can best be simply explained by considering an iron pipe
through whicl compressed air is flowing.

The pipe represents the circuit and the compressed air passing through it represents the
current,

‘T'he volume of the compressed air flowing represents the ampercs and the gressure of the
compressed air represents the volts.

A leak that allowed the compressed air to escape would rcprcsent a short circuit and a
partially closed valve in the pipe would represent resistanec

PIPING
The machine must be provided with gas, water, water drain, and air pipe services, and built
into the machine is the necessary piping equipment, to which these p1p( services must be
attached:—

GAS

Although electric heaters are recommended, gas piping connections are fitted for customers
who are not provided with electric current supply.
The gas service pipe should be 2” galvanised iron. The connection on the machine is 1"

WATER SUPPILY

This pipe should be {“ galvanised iron. The conncction on the machine is 3"
WATER DRAIN

'Ihis pipe should be }” galvanised iron. The connection on the machine is §".

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 machine equipment the
compressed air pipe of the composing machine equipment should be carried to the Super Caster.
This pipe should be 4" galvanised iron. The connection on the machine is §".

In cases where no *Monotype” composing machine 13 installed, or no 1ndepeﬂdenl air supply
is available, a special rotary blower is provided for use on the hupex Caster, 'T'his is driven {rom
a toothed wheel attached Lo the machine pulley. The necessary piping is supplied with each
blower.

13
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MICROMETER ADJUSTING HEAD

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



CAMS
The mechanism is contralled by the [ollowing cams, which run in an oil bath:—
Cutter cams (X115C) Type pusher cams (X275C)
Type carrier cams (X235C) Pump cams (X235C)
Matrix cams [X1550) Mould blade cams (X175C)

MATRIX HEADS

For casting the various products diflerent heads are provided. These have to be completely
or partly changed when arranging to cast a different kind of product. T'he various heads are:
TYPE CASTING

1. Matrix heads base (X8SE), used when casting from either compesition or display matrices.
The type carrier {X22SE} and type pusher (X34SE) arc included in this base.

2, Matrix Head (X6SE) for compaosilion maltrices.

3. Matrix Head (X78E) [or display matrices and for quotation core blocks.

STRIP CASTING

Counter mechanism bracket (X48T). The various purposes of this bracket are:

1. To clamp the side plates of strip moulds prior to casting and o release same after casting.

2. To operate the jet block of strip moulds.

3. To raise and lower the malrices [or casting continuous border strip.

4. T'o control the length of cutting of strip material.

MICROMETER ADJUSTMENT IIEAD

Ciarries mechanism for determining (under the control of the counter mechanism) cut lengths
of leads, rules, strip borders and clumps, and for sizing the mould blade when casting typc.

MOULD BLADE SIZING MECHANISM

This mechanisin determines the set size adjustment for mould blades when casting type; the
length of dashes, clumps and (in conjunction with the counter mechanism) the cut lengths of
leads, rules and strip borders. A screw-and-wedge combination allows for very line adjustments.

CONSTRUCTIOK AND FUNCTION OF THE MIGROMETER WEDGE (8 8FF)

[he micrometer wedge screw has six threads of twelve points each to one inch, and the
wedge (8SF, which abuts against the two pins 138F2 and 135F 1) is so designed thal a complete
revolution of the screw makes a difference of 6 points (-083”) Lo the opening of the mould blade.

The screw is turned by the wedge serew handwheel (al08T 1) at its upper end, and just beneath
the handwheel are (wo wedge screw handwheel scales (10SF10 and 108F1).

The upper wedge screw handwhecl scale (10SF10) is marked around the upper edge of its
circumference with divisions, representing thousandths of an inch, and around the lower edge
with divisions representing points and sixteenths of a point. This scale is locked by means of the
screw (10ST12) and clamp (10SF11) at the side ol handwheel marked “type.”

The lower wedge screw handwheel scale (10ST4) is marked around the lower edge of its
vircumlerence with divisions representing points and sixteenths of a point. This scale is locked
by means of nur (10SF6) and clamp {10SF7) at side of handwheel marked “leads.”

Keyed between the two scales is a wedge indicator (a9SF) which moves up and down with
the micrometer wedge screw (10SF) as the latter is turned. The upper edge of this wedge
indicator is hevelled Lo a knife edge, so that the marks of the scales may be easily read.

The lower end of the wedge indicator runs in a slot in the micrometer head casting. One side
of the slot has a scale plate (9SF4) positioned against it marked “points,” and the other side
has a scale plate (9SF5) positioned against it marked “ems.” The plate (98F5) has two scales
marked upon it; the scale near the indicator representing “leads” and the outer scale repre-
senting “dashcs.” A wedge indicator pin (9SI'l) attached to the wedge indicator {a9S5F]
serves to show the opening of the mould in ems or points, and the wedge screw handwheel scales
indicate fine adjustments in thousandths of an inch or fractions of a point.
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VICROMETER WEDGE, MOULD BLADE SLIDE, AND MOULD BLADE SLIDE DRIVE LEVER . Cu;;‘?

Shows how the mould blade slide is drawn, by the action of the mould Llade slide drive lever, against the micrometer wedge. This wedge'

decides the ameunt to which the mould blade must apen. ‘Uhere is also shown the stepped distance piece which decides the distance 1o

which the mould blade shall be pushed when ejecting leads, rules and dashcs. Upon the mould blade slide drive lever is shown the
different holes to which the connecting rod may be attached, so that different stroke-lengths may be applied to the lever

Setbing Levev



One revolution of the micrometer wedge screw handwheel moves the wedge indicator half of
one em; this is 6 pomnts, or [0837. Therelore, when the micrometer wedge handwheel s at zera
the wedge indicator should be in alignment with an “em” line or half~way between two em lines.

The micrometer head also carries a stepped mould blade stop (alSI) against which abuts the
mould blade slide stop (45F43; this controls the distance to which the lead mould blade is
pushed when ¢jecting the product. The stop is positioned by the handle (2SF5) on the scale on
the wedge screw housing (1251,

ADJUSTMENTS WHEN PREPARING TO CAST TYPE

At the rear end of the mould blade slide (48F) a reversible abutment (48F8) is provided.
When type of 12 point set-size or less is to be cast the large diameter end of the driving block
cap abutment (45F8) should be positioned at the front; that is, with the spring in action. For
all set-sizes above 12 point, this cap abutment should be reversed; that is, with the spring out
of action. T'o reverse the cap abutment remove the screw (b4SEF3).

With the type mould fixed to the machine, and with a blank matrix in the matrix holder,
turn the machine to the ejecting position (150%). This will bring the mould blade close to the
cross block. “L'his is the starting position for sizing the mould blade opening.

Loosen the clamping nut (11STF2) and screw the nncmmeiel wedge down to its lowest position.
Loosen the two screws (9SF6) and set the ‘points™ wedge scale indicator plate (4ST'4) on the
side ol the micrometer head so that “zere” mark is in line with the mark on the wedge indicator
pin (9SF1).

Loosen the scale locking screw (10SF12) marked “type’” on the top of the wedge screw hand-
wheel, and turn the upper handwheel till the zero mark is in line with the knife edge of the
wedge indicalor {a95F}; tighien the scale locking serew (10SF12).

As the mould blade is now completely closed oue revolution of the wedge screw handwhecl
(bringing the “zero” mark on handwheel again in line with the knife edge on the indicator) will
open the mould 6 points, and hring the mark on the wedge indicator pin (9SF1) in line with the
6-point mark on the wedge scale indicator plate {9SF4).

This plate has divisions representing a difference in mould blade opening of 6 points, and any
smaller differences may be obtained by turning the wedge screw handwheel until the requlred
additional number ol points or fraction of a point is shown by the knife edge on wedge in-
dicator (a95L).

For example: If the set size required to be cast is 39 points, make six complete turns of the
wedge serew handwheel; this will give a mould opening of 36 points. Continue to turn the
handwheel until the line marked “3” on the upper handwheel scale coincides with the knife
edge on the wedge screw indicator; this gives the extra 3 points required to make up the 39 points
set s1ze.

As the micrometer wedge will usually be screwed to its lowest point when the mould is com-
paratively cold, it will be lound in practice that the wedge serew handwheel seales require a
little extra adjustment when sizing the type. I'or instance, although the wedge indicator and
wedge serew handwheel scales may have been adjusted to 6 points when the mould was cold,
when types are cast and the mould becomes heated it may be necessary to move the wedge
screw handwheel scale to correct the type size by a lew thousandths of an inch. When the
product has been sized correctly the scale locking screw (10812} should be loosened and the
upper wedge screw handwheel scale finally adjusted to indicate the size obtained.

After this the micrometer screw may be moved clockwise or anti-clockwise according to the
scale marks to produce any size required.

After having adjusted the micrometer wedge so as to cause correctly-sized type bodies to be
cast, insert Lthe reqquired “star’” matrix in matrix holder, bring the micrometer wedges and speed
gear 1o positions mdlr,ated by the marking on the mal.[n, and make a cast. Il the ends of all
points of the “star™ do not come exactly flush with the sides of the type body adjust the centring
vin accordingly, and make another cast; repeat till correct.

17



ADJUSTMENTS WIHEN STRIP MATERIAL I8 TO BE CAST

1. With the strip mould fixed to the machine, turn the machine to position 150°.

2. Move the mould blade stop lever handle (28F5) (o position marked “leads.”

3. Turn wedge screw handwheel until mark on indicator pin (95F1) is just above the six ems
line on wedge scale indicator plate {3SI'5).

4. Turn machine to 220°.

5. Move wedge screw housing cover [148F) clear ol slot.

6. Place standard border length gauge (1511) between the mould blade slide stop (45F4)
and the step on the lead mould stop (alSF), and screw down the micrometer wedge screw until
the gauge fits accurately (without binding) between the two stops.

7. Tighten clamping nut (118F2) and check to see that gauge is still a good fit.

8. Remaove ganuge and replace cover.

9. At the rear end of the mould blade slide (45F) a reversible abutment [45F8) is provided.
When casting strip material the lurge diameter end of the driving block cap abutment {4DI'8)
should be positioned al the rear; that is, with the spring out of action. To reverse the cap
abutment remove the screw (b45F3].

ADJUSTMENTS WHEN DASHES OR CLUMPS ARE TO BE CAST
Turn machine to 180°.
Move the mould blade stop lever handle (2SF5) to the scale mark corresponding with the
length in ems of clump or dash required to be cast.
Turn the micrometer wedge serew untl the wedge indicator pin (YSI'L) also indicates on
scale (95F5) the length in ems of dash or clump required to be cast.

ADJUSTMENTS WHEN STRIP BORDERS ARE TO DL CAST

Having gauged the mould blade siroke (as explained in paragraph 6 of “ADJUSTMENTS WHEN
USING STRIP MOULD”’}, examine the border matrix which is to he used to sce if it is marked *+7
or “—?, If it should have either of these marks stamped upon it (such as “4-3"" or *—27" turn
the micrometer wedge screw the corresponding number of divisions | » or **~”" on the top
scale of the upper wedge screw handwheel scale (105K 10). These divisions represent thousandths
ol an inch.

DISMANTLING THE MOULD BLADE SIZING MECHANISM

Remove the screw (h4SF3) and take ofl the block (b1SF2) cap (a4ST'7) abutment [45F8; and
spring (45F9).

Remove the stud (al4ST1) and wedge screw housing cover [14SF;,

Remove three screws (125F2) from micrometer wedge screw housing (12SF) and lift off
housing lead mould blade stop (alSF}; knock out pins (13SF2} and (13SF'1); the mould hlade
slide can then be removed and the pin (18F1) in the slide can be knocked out.

Unscrew the nut (8SI'2). Remove washer (8SF4) and spring (10SF3), and the wedge (85F)
can then be taken out; the wedge screw (108F) complete with the handwheel (alOSF1) and
wedge indicator (a95FF) can also be screwed out,

To dismantle the handwheel, loosen handwheel locking screw (al0SF2) and remove wedge
screw (108F).

Take off nut {10SF6) and remove washer (108F7) and bolt {10ST5).

Remove screw {108F12) and clamp {10SF11).

Remove screws (10SFY and 10STL5) (6) when plates and scales will come apart.

To remove blade stop lever (25I'3) knock out the taper pin (25F8).

To remove the wedge screw nut (158F) lake ofl the locking nut (11SF2) and take out
bolt (11SF1) and wedge screw clamp (LISF).

Remove three screws (15SF 1) and, using a piece of wood, drive oul wedge screw nut (1355,
taking care not to damage the threads.

Remove scales {9SF4 and 9SF5H) by Laking out screws (95I6).

18



HOW TO ASSEMBLE THE MOULD RILADFE S$TZING MECHANISM

Replace wedge screw nut (155F ) ; take care that it is in the right position, otherwise the screws
canmot be assembled, Onee the nul is driven home it is very difficult to turn.

Replace three screws (1551}, bolt (115T'1), wedge screw clamp (118F) and locknut (118F2).

ch]acc blade stop lever ’9C§F3) making sure that the handle spring (25F6) and handle
spring plunger (28K7) are in position; lock up by means of taper pin (25F8).

To assemble handwhcel replace two scales, making sure that the type scale (10SF10) is on
the top and that the ﬁgur{:s read correctly,

Replace washer (10ST7), bolt (10SI'5) and nut (105F6), the cutaway portion of the washer
facing outward.

Replace clamp (10SK11} and screw (105F12).

Replace plates with the word “type” on plate (108F13) against the clamp (105F11) and
seeure with 81X serews.

Assemble wedge screw [105T7) to handwheel and lock with handwheel locking screw (al0OSF2).

Screw wedge screw 1nt0 nut and assemhle wedge indicator (a98F) and scale pldr( s (O8F4
and 955,

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

Replace abutment (45F 1) in mould blade slide and pins (135F2 and 185F1) in wedge screw
housing base [1535T),

Replace mould blade slide (4SF) and lead mould blade stop (alSF), ensuring thar the
narrowed portion ol the swp is w0 the right-hand side of machine.

Replace wedge screw housing (125TF), ensuring that the lead mould blade stop lever (28F) is
locared rurntrh in the lead mould blade stop (alSF); seeure with three screws (125F2).

Replace wedge screw housing cover (14SF) and stud | (al4S8T 1) and lock in posmon

Assemble abutment (4SF3) spring [4SF9) cap (aa}SFT] and block (b4SF2) and screw to
mould blade slide (45F) by means of screw [b1SE3).

MOULD BLADL SLIDE DRIVE LEVER

‘T'his lever is [or lmparting the necessary Lraverse in either direction to the mould blade,

It is operated by mould blade cams (X 175C) through the mould blade cam lever (185C) and
the connection (X65F). This connection may be attached to the lever in various positions 10
give the varying movements required when casting different classes of product.

To provide against damage caused bv any obstruction to the movement of the mould blade,
this lever is constructed in lwo seetions, cach working upon the same axis. The two parts are
held together by a clutch in the form of a friction plunger supported by a spring. Should any
obstruction pccur it overcames 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 lTocking pin knob ’”JHF}} The locking pm should be
withdrawn only when the machmc 15 at rest, and when the plunger lIbE)SFil is opposite its
recess in the plate (55F2).

When casting cored Lype, 42 poial to 72 point, there is greater resistance to the mould blade
when ejecting the tvpe, and greater spring pressure is therefore necessary on the plunger. This
exira spring pressure is obtained by turning the plunger lever [ulerun pin (eccentric) (55F18)
until the line marked “type 42/72pt” corresponds with the line on the intermediate lever {(a55I'L}.

IIoOw TO DISMANTLE TIIE MOULD BLADE SLIDE DRIVE LEVER

When wishing to separate the (wo levers (O8] and a35F1) see that the eccentric (55F18) is in
the “small type” position, as this reduces the spring pressure on the plunger. Place the lever
(H5F) in a vice, letting the viee jaws grip the plunger plate (58F2) with the lever (08F) wo the
left. Give the end of the lever (a2SI°1) a sharp blow; this will cause the plunger to be depressed
and the safety catch to lock it in its inoperative position. The two levers can now he separated.
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How TO  REMOVE SPRING (adSF11)

Hold ~the lever — (a5SF1) firmly by hand, a9 press e plunger against e edge of = bench
until  the p|unger Spring is Compressed; then  release the |0cking p|n (a5SF5) and  remove the
bush (a58F6). The plunger can then  be removed. Hold the lever in a vice with the spring
(abSF11) facing upward, te = piece of string aound  the gpring and lever (to prevent the spring
flying forward when  released, knock out pin (5SF14); then  knock  the plunger lever (5SF16)
downward until it is removed.

How TO  REMOVE ECCENTRIC (5SF18)

Remove the  screw (5SF21) and spring (5SF20). The  eccentric an  then be removed.

How TO  REPLACE SPRING (aSSFl I)

Place the end of lever (a5SF1) in o vice with the spring abutment facing upward. Place  the
spring over its rod (SSF12 and have the plunger spring guide rod collar (53_|:13) at the end of
the spring. To prevent te Spring flying upward when  connccting it loosely tie = piece of string
around  the spring and lever. See that the eccentric is in the “small  type” position, and then
partly insert  the plunger lever (SSF16) from  underneath with  the  semi-circular end  recess
facing the pin (5SF17). Press against the gue o end of rod (5SF12) = that  the other end of
the rod- enters . its bearing’ and  then press the .p|unger lever _upward into  the eve; insert -the
connecting pin (5SF14). Insert the plunger With groove  facing downwards. Replace locking
pin and  bush Comp|ete and press plunger back s that |Ocking p|n engages the hole in the
plunger. Place  the lever (aSSFl) over the -boss of lever (SSF) and release  the locking pin
(a5SF5) = that te plyngerlengages= ™ " plunger plate (5SF2).

How 1o ADJUST  MOULDRAcE SLIDE DRIVE LEVER CONNECTING ROD (6SF)

With a2 type mould o machine wm  machine o 150° and adjust the connecting rod s that
the plunger (b5SF4) has moved g from its normal  seating position.

MATRIX HEAD BASE

This is used when type is required to be cast, and is secured to the main  stand by three
screws (8SE14) This head carries permanenuy:_
L Type Pusher. 2. Type Carrier. 3 Type Channel Blocks. 4 Galley Clamp.
It also carries a stop (bBSEll) for Iocating the position of the head pase, according to  whether
a mould under o above 42-point is in e and either  the composition o sorts matrix  head.
THE TYPE PUSHER

This is for pushing the type into the type channel, and functions during the period that  the
next  type 1S being st It is operated by type pusher m  (X27SC) through e connecting
rod (36SE) and  type pusher lever (35SE). The latter  gngaqes @ slot in the pusher (34SE).

How TO  REMOVE TYPE PUSHER
Detach cover (34SE1) by tak|ng out  SIX screws (34SE2) and  remove pusher from its slot.
How TO REMOVE TYPE PUSHER LEVER (35SE)
With  the  matrix head base removed from  the machine, slacken the lock nut (363E3), and
unscrew the connecting rod from the ball socket (36SE1) until  the socket n  be removed from

the lever ball stud (355E1). Remove the nut (35SE3), knock  out the pin (35SE2), and  remove
the lever from the wunder side of the matrix head  base.
How TO  ADJUST TYPE PUSHER
Turn  machine to  310°.
Release  type pusher connecting rod nt  (36SE9) and lock nwt  (36SE10). Adjust type pusher

connecting rod nut  (36SEQ) until end of type pusher (34SE) stands  -010” in front of the fixed
type Channel block latch (29SE4) and lock nut (36SE10). Press on end of pusher t take  out

p|ay, and trn  machine round again to see that the adjustment has been Correcﬂy made.
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