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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.
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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 (438Fll)

Hold the lever (a5SF1] firmly by hand, and press the plunger against the edge of a bench
until the plunger spring is compressed; thl n release the locking pin (a58k5) and remove the
bush (a55k6]. The plunger can then be removed. Hold the lever in a vice with the spring
{ab5F11) facing upward, tic a piece of string around the spring and lever (to prevent the spring
flying forward when released. knock out pin (55F14); then knock the plunger lever (5SF16)
downward until it is removed.,

HOW TO REMOVE ECCENTRIC (5SF18)
Remove the screw (55F21) and spring (55F20). The eccentric can then be removed.
HOW TO REPLACGE SPRING ‘dJSFll\r

Place the cnd of lever {abSk]) in a vice with the spring abutment facing upward. Flace the
spring over its rod ’5QF12,) and have the plunger spring guide rod collar (5SF13) at the end of
the spring. To prevent the spring flving upward when connecting it, loosely tic a piece of string
around the spring and lever. Sce thal the eccentric 13 in the “small Lype™ position, and then
partly insert the plunger lever (38T16) from underneath with the semi-circular end recess
facing the pin (BSF17). Press against the eye on end of rad (55F12) so that the other end of
the rod enters its bearing, and then l'n‘r':s;s the plunger lever upward into the eye; insert the
connecting pin (35014}, Insert the plunger with groove facing downwards. Replace locking
pin and bush complete and press plunger back so that locking pin engages the hole in the
plunger. Place the lever (a3SF1) over the boss of lever (3SF) and relcase the locking pin
aﬁbfﬁl 50 that the u!unger engages recess in the plunger plate (35127,

IIOW TO ADJUST MOT_TTIT) BLADE SLIDE DRIVE LEVER CONNEGTING ROD (6SF)

With a type mould on machine turn machine to 150° and adjust the connecting rod so that
the plinger (bHSF4) has moved | away from its normal scating position.

MATRIX HEAD BASE

This 1s used when type is required to he cast, and is scoured to the main stand by three

screws (8SL14). This head carries permanently:—
1. Type Pusher. 2. Tvpe Carrier. 3. Type Channel Blocks. 4. Galley Clamp.
Tt also carrics o stop (bBSET1) for locating the position of the head base, according to whether
a mould under or above 12-point 1s in use; and either the composition or sorts matrix head.
THE TYPE PUSHLER

This is [or pushing the Lype into the type channel, and lunctions during the period that the
next tvpe is being cast. 1t is operated by type puahel cams {X275C) through the connecting
rod (365E) and type pusher lever (35S8LE}. The latter engages a slot in the pusher (34SE).

IIcw TO REMOVE TYPLE PUSIIER
Detach cover (345SEL} by taking oul six serews (345K2) and remove pusher from its slot.

IIOWwW TO REMOVE TYPLE PUSIHER LEVER (338E)

With the malrix head base removed from the machine, slacken the lock nut (365E3), and
unscrew the connecting rod from the ball socket (365L1) until the socket can be removed from
the lever ball stud (355E1;. Remove the nut {355L3), knock out the pin (35SE2}, and remove
the lever [rom the under side of the matrix head base,

HOw 10 ADJUSY TYPE PUSHER

Turn machine to 310°. '

Release type pugher connecting rod nut (365SE9) and lock nut (36SE10). Adjust type pusher
connecting rod nut (36SE9] until end of type pusher (345E) stands -010” in front of the fixed
type channel block latch (29SE4) and lock nut (36SE10). Press on end of pusher to take out
play, and turn machine round again to see that the adjustment has been correctly made.
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TYPE CARRIER LEVER [Xa2gsC)

This is specially constructed so as not to cause any damage should the type not be completely
ejected from the mould, or should any other obstruction prevent the carrier moving freely.

'I'o assist in this object the type carrier connecting pin (24SE7) is made of cast iron, and two
grooves arc turned around it so as Lo permit the pin to shear should any undue obstruction
ocecur in the path of the carrier.

As an additional safcguard againsi breakage the type carrier lever is made in two main
sections, the lower section being rocked by the driving cams and the upper part being hinged
to the lower portion.

The upper scetion is caused o be rocked by the engagement of a plunger clutch held hy
spring pressure in a slot in an adjustable plate fitted to the upper end of the upper portion of the
carrier lever. t

Should any obstruction be placed in the path of the carrier, the pressure on the carrier lever
extension (a2653C3) overcomes the spring pressurc on the lever plunger (265C12), causing the
latter to be pushed down, and o become locked in an inoperative position by means of a spring
plunger locking pin (a265C13) engaging a slot on the side of the lever plunger (265Ci12). As the
cams continue to revolve the lower partion of the cam lever will now reciprocate without moving
the upper portion of the cam lever, and the carrier consequently remains stationary.

After the obstruction to the carrier has been removed the plunger locking pin knob (265(16)
must be pulled outward to permit the lever plunger (268G12) (o re-engage the slotin the carrier
lever extension (a265C3). The locking pin is easily released at a point just before the plunger
reaches its slot in the type carrier lever extension (a?65C3). The locking pin should nol be
released whilst the machine is in motion.

HOW TO ADJUST STROKL OF TYPE CARRIER

Should the length of stroke of the type carrier need adjusting the carrier lever extension
(a265C:3) must be raised or lowered. To do this first loosen the two bolts (265C9) and then turn
the lever extension eccentric (265C11) in the desired direction; aller this tighten the two
bolts (265C9].

The length of stroke of the type carrier between the type casting position (2207) and the type
ejecting position {150%) should be 21" when the type carrier connecting pin (218E7] is through
the hole marked “72 pt.”

Aller the length of stroke of the type carrier has been correctly adjusted the lever plunger

locking pin (a26SC13) must be adjusted.

HOW TO ADJUST LEVER PLUNGER LOCKING PIN (a265C13)

With a screwdriver prise down the lever plunger (265C12) and carefully turn the machine so
that the plunger gets beneath the lowest edge on the left hand side of the lever extlension
(a26SC3). Then loosen the plunger bush locking screw (268C15) and turn the plunger bush
(26SC\14,—this is an cecentric—until the end of the plunger locking pin (a265C13) meets the
side of the slot in Lthe lever plunger (26SC12).

TYPE GARRIER

This slides in the matrix head base and is driven by the type ecarrier cams (X255Q). The
carrier connects to the crossblock of the tvpe moulds. During the casting period of the machine
the carrier is in its left-hand position; in this position the type pusher can pass through carvicr
for the purpose of taking the type to the type channel.

After the type has been cast and the matrix has been lifted from the mould, the carrier
advances to the right. In doing this the jet cast on the lower end of the type becomes sheared,
and the action of a cam in the mould base causes the jet to be gjected into the melting pot.

As the mould crossblack advances, a slide called the type clamp (32SE] is held back so that
when the crossblock reaches the end of its movement to the right the type may be gjected from
the mould into the carrier. S
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The type is prevented from being ejected too far, or from falling on its side, by the type
support spring (375E) being Lu()uuhl inio the path of the type.

Immediately the tvpe has been ejectcd into the carrier the carrier proceeds (o return, and on
its way to its exrreme left-hand position the type is gripped by the type clamp, and the support
spring is drawn away Irom the type, so thal when the carrier is brought to rest the pusher may
enter and eject the type into the type channel. The mould crossblock is now in position to permil
the next type to be cast.

HOW TO REMOVE TYPE CARRIER
To remove Lype carrier, without taking off mould or matrix head, turn machine to 30° and
take out the two screws (23SE2) and two screws (238E3) and then remove the type carrier
cover (a235E). Remove type carrier connecting pin (248L7) and mould crossblock connecting
piece.

HOW TO ADJUST TYPE CARRIER PAUSING POSITIONS

Aller the correet length of stroke has been obtained the type carrier must be adjusted so that
when a type is being cast the type previously cast can be pushed correctly into the type channel.
If'this adjusrment is properly made, the carrier will be in correct position to receive the type as
the latter is ejected from tie mould. In testing this deI]\Tm{‘TII the type carrier connecting
pin (?4SE7, must be through the hole marked D) pt’ in type carrier lever exlension.

In making this adjustment have the fixed type channel block {5 point to I3 peint) in position,
and remove the type support spring bracket complete ( 7":]:'1_‘ by taking out the two screws
(275F2]).

At the casting position [220°) the inside face of the type carrier {against which the type is
pressed by the type clamp] should be perfectly level with the face of the fixed type channel block
(3 point to 13 point}. To adjust, loosen the locking nuts (24SE] and 248L2) and adjust the type
carrier connecting rod (24SL) so that these two [aces are in line. Alway-'. test this adjustment

alter having tighrened the lock nuts (243E1 and 245L2).

When the carricr has been corrcetly adjusted the stroke and pausing positions of the carrier
should be correct for the casting of all sizes ol Lype: up to 72 point, after changing the position of
the type carrier connecting pin (243LE7) and using the fixed type channel block corresponding
with the size of Llype cast.

TYPE SUPPORT SPRING
The type support spring (375K} is operated by a small lever {228E2) fitted to the type carrier
body. This lever is operated by a cam (275E) attached to a bracket (27SE1)} upon the matrix
head base.

TYPE SUPPORT SPRING CGAM

No adjustments are necessary, but great care must be taken to ensure that the cam {275E)
and packing plate (27SE3) are used as under:

Bracket withou! pacﬁmé —To he nsed for all type up to 36-point body size and not more than
12-point set size. "

Bracker with packing—To be used for all tvpe over 36-point body size and not more than
12-point set size.

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

TYPE UHANNEL BLOCKS
These blocks support the type and guide it from the type carrier to the galley. One adjustable
and three lixed blocks are supplied. The adjustable block (28ST) is used when casting all sizes
of type, but the fixed blocks are used as [ollows:—
X295F for 5-point to 13-point type.
X305E for 14- -point 77-[)mnr type and quotations,
X3I1SE for 40-point to 72-point cored type.
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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 Lype; (3) fixed channcl block for use when
casting quotations and spaces; (4] fixed channel block for use when casting cored types



The position of the adjustable block is altered by loosening the wing bolt (28SE10), placing in
the type channel some types of the point size about to be cast and pushing the adjustable block
against this type, making sure tha.t the channel is parallel before locking it in position with the
wing holt (285E10.

I'he three lixed type channel blocks are sceured Lo the matrix head base by the two
screws (295E7).

When casting thin spaces from the 42-point to 77-point type mould it is advisable to place in
front of the spaces in the tyvpe channel a quad ol the type size that is being cast. 'Lhis prevents
the spaces from falling over,

COMPOSITION MATRIX HEAD*

This head 1s for lowering and raising the composition matrix holder and the cenlring pin.
The centring pin clamps the matrix to the mould, ensuring a metal-tight fit during casting.

‘The centring pinis operated by the matrix cams (\TJ‘\C) lhmmfh the connecting rod iangE}
The latter operates the lifter lever (al6SE), one end of which engages with the yoke a2sko6),
at the top of the centring pin (a2SE). As the lifter lever is operated the centring pin moves up
and down, carrying with it the matrix liller (¢125E). The cenlring pin is not pressed down by
the lifter Iever but by the action of the centring pin loading spring (45E] at the upper end of the
centring pm As he lifler lever descends the spring (4‘-E) Presses 1pon the yoke, and beneath
this yoke is another spring (25L2] terminating upon the matrix lifter. The centrmg pin, the
yoke and the matrix lifter all move down as one piece, under the pressure of the upper spring,
until the matrix holder guide Is 'impp( d by stop nut (128E8). The malrix holder s drpr(‘serd
in this manner to within 005" of the mould surface. Althougn the matrix holder movement is
arrested, as explained, the pressure of the spring [48E) causes the centring pin to proceed, and
to clamp the matrix firmly upon the mould. After casting has taken place the lilter lever is e-
turnad. In returning it presses upon the voke bolted to the centring pin, and overcomes the
pressure upon the spring (45k), thus raising the centring pin until a shoulder on its lower end
mects the matrix lifter. This causes the matrix lifter to lift the matrix clear of the type in the mould.

T'he matrix holder head is provided with two adjusting serews (158F) positioned at right
angles to each other; these are for adjusting the matrix holder relative to the monld blade
npening, so that the matrix may he correctly aligned over the mould before casting,

HOW TO DISMANTLE THE GOMPOSITION MATRIX HEAD

Take off bridge (15E1) and spring H‘)]:.‘ by removing nuts (45E3) and washers (48F4).
Remove vake serew (a28SE7), voke washer | (28E8) and slide out the \,folxc (a2SEB). Slacken nut
[l?Sﬂ.lUﬁ unscrew stop nul (128E8) and remove malrix lifler (¢128E). The guide (a2SEL,
spring (25E2) and centring pin iaZSEl can then be removed.

To remove centring pin lifting lever | (al6SE) take off nut {165E2) and knock out fulcrum
pin (165E1). (This is a tight it anitl osie shauld Iy takon net i damage the threads.)

METHOD OF ATTACHING ABOVE PARTS

Remove the following: Matrix head, complete; matrix lifter Tever (Xal65T) complele; centring pin luading spring bridge
(1SEl}: centring pin yoke [a23E6), and take out centring pin (a25E); matrix lifter stop nut 11“’5}:.8“ take out the old
ratrix lifter and transfer the mamrix holder retai: ing plungers, springs. ete., at lower end of Tifler (o the new lifier,

See that differential screws (155E]) arc serewed 1 e‘h in.

Place plunger withdrawal slesve [38.7) and screw 138F8) an end of sleeve 21 side af head; tlighlen screw to relieve spring
pressure on matrix lifter guide ([Zbl:.l]

Unscrew the adjusting screws (1 8SF) 1o hemve s gap of ahout 3 helween hewd of serew and matrix head.

Remove matrix litter guide; zlso matrix lifter locatmp; bar lrom Lfter guide, and attach new locating bar.

Reassemble maleris hew] wilh new lifter,

# The earlier patterns of composition rmeurix holder, masirix Idier and madrix lifter localing bar huve been altered as
follows: L ‘he bodic: of the matrix holder { X381 and of the lower part of the matrix lifter (¢125E) have been extended one
inch 1o provide a counter balance (o the w(-_'lghL of the huandle and (o cause Lhc matrix to rise and fall squarely to matrix
seating on mould. "I'he matrix lifter has also been strengthened (1) by adding %" to its thickness beneath the matrix holder
slot; (2] by sloping the keyway fur the malrix lifter locating bar. This makes it Ilc(eaaaryto fit the new locating bar (al23E6).




)
(=]

anhlhcj fin Flll'%n;‘nrj F'Iunclt’.v‘ Levew

plfkv[r. '.]Frm' Conneebing Red
e

M

e,

Mould #lade Py
Connec hh{] Tebe

Con by rm Pin NaKe
Rl

Maki'x Lnfh-‘-’ L evey \‘\\‘

T \\\

TIMATY TOR TSING COMIMOSITION MATRICES

Cent\'{;u}, fin Loading

\\ ‘:';?'f‘ r\%
i \\‘\ 4

Ceu'l'w'\'r}q’ fan loadu'ncb Spju{q‘
?.‘rndcl‘e. Suppc-ﬂ.'/"

Mabyix U[.’[‘c-.’



To remove matrix lilter guide (12SE1} take out the two bridge supports (4SE2) and screw the
two adjusting screws (15SE) right in. Place plunger withdrawal sleeve (38E7) and screw
‘3SEB) on end of sleeve ar side ol head; lighten screw to relieve spring pressure on matrix lifter
guide (128K1), unscrew the adjusting screws (15SE) to leave a gap of about §” hetween head
of screw and matrix head. The matrix lifter guide (12SE1}) and guide slide plate (12SL3)
can then be remaoved. '

'T'o remove equalising lever (3S8E2), unscrew nut (35E4) and withdraw fulernm pin (35E3).
The plunger (short) (38E1}, sleeve (3SE3). spring (3SEG) and plunger (long) (3SIE) can then
he taken out.

Remove adjusting screws (13SE), locating plungers (158E1), springs (153E3) and plangers

‘15SE4),

HOW TO ASSEMDBLE TIIE COMIDOSITION MATRIX HEAD

Assemble adjusting screws (135E) and locating plungers (155L1). Note dimension “F” and
see Lhat the plungers (158E4) and springs (15SED) are in position before assembly.

Replace plunger (short) (3SF1), sleeve (35E5), plunger (long) (3SL), spring (35L6) and
cealising lever (38E2), and place bolt (38E3) in position, securing with nut (3SE4).

Replace guide slide plate (J12SE3) and maitrix lifler guide (128E1), and secure with the two
bridee supports (45E2). Remove plunger withdrawal sleeve and screw.

Replace the lifter lever (al6SE; and connection, and sccure with fulerum pin (1658E1]} and
nut (165E2],

Assemble centring pin (a2SE), spring (2SE2) and centring pin guide (a2SE1) into the
matrix lifter (c125E) and slide this group into the lifter guide (128K1), attaching the lifter stop
nut {12SF8).

Assemble the centring pin yoke [a2ZS8E6S) and locating spring thrust washer (25E8) and lock
in position with serew (a28E7).

Replace the centring pin loading spring (4SE) and the centring pin loading spring bridge
(43E1) and secure with washer (4SF4) and nut (45E3).

HOW TO ADJUST COMPOSITION MATRIX IIEAD

Attach mould to machine.

Place on matrix head and aitach connecting rod to matrix cam lever,

‘I'urn machine to 180°.

Place matrix in marrix holder and insert holder in Lifter. IMporTANT.—Mould must be on
machine or else matrix holder will he damaged.

Turn machine to 220° taking carc that lifter lever (alGSE) does not foul top of lifter (c[25E).

Releasc the nuts on matrix [ifter lever connecting rod and adjust the rod so that the matrix
lilling lever (al6ST) raises the centring pin voke 4”.

Place two thicknesses of paper (that is a total of -003") on the mould and turn machine
10 214°.

Release the matrix lifter stop nut and adjust so that the paper is just free between matrix
holder and mould. Lock the stop nut and check setting.

Remove the paper and turn machine o 2207,

Adjust the connecting rod- (al8SE) until one thickness of paper (that is -0025"] can just pass
berween top of the matrix lifter lever and centring pin yoke (a25E6) on both sides. Lock the
rod and check setting.

ADDITIONS TO COMPOSITION MATRIX HEAD FOR TUSING "4 MATRICES

Take off the bridge {4SE1} by removing the nuts (45E3) and washers (45E4). Remove the
loading spring (4SE). Remove the centring pin yoke screw (a23E7) and replace by screw
{2SE9). Replace the loading spring {45E).
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HEAD FOR USING DISPLAY MATRICES AND QUOTATION CORES

Shows malrix bridge fixed on mould



Assemble the bridge (43EG) with auxiliary loading spring (4SE5), rod (4SE7), knurled nut
(4SE9) and lock nut (4SE8). Attach this bridge complete, in place of the budge (45E1}, and
up]au washers '4‘:\]:'4‘) and nuts (45F3).

To bring this auxiliary leading spring into operation, which is nccessary when casting
14 to 24 point type, the knurled nut (4SE9) must be locked at the top of the cut-out rod {45E7).
Check (o see that when the centring pin is scated in the matrix on the mould, there is a clearance
between the under side of nut (4SLEY9) and the top of bridge (45EG).

It is important to lock this auxiliary loading spring oui of action when using -2° matrices, otherwise the
extra pressure will cause excessive wear on malrices and mowlds. To do this, screw down the knurled
nut (4SE9) until the spring (4SE5) 1s solid and locks up with nut (1SE8).

CIIANGING THE GENTRING PIN FROM ENGLISII TO AMERICAN CELLULAR
2 xr2T MATRIGES AND VICE VERSA

With the composition matrix head off the machine, remove centring pin loading sprmg
bridge {4SE1), spring (1SE) and centring pin screw (cl,‘ZSI""

The centring pin can now be withdrawn and the other pin inserted in its place, holding it in
position hy replacing the screw {a2SE7).

Replace the spring and bridge.

Note—When the cellular martrix confring pin is in use the washer (12SE5) must be placed
above the spring.

g':

DIS-PLAY MATRIX HEAD
For raising and lowering the matrix, and for clamping the matrix on the mould while the
cast is taking place; also for raising, lowering and clamping the core when casting quotations.

FUNCTION OF THE DISPLAY MATRIX HEAD

This head is operated by the martrix cams (X155C) through the matrix cam lever (168C) and
connection {X218E). This connection is attached to the locking wedge (20SL) which in the
forward stroke operates the sorts matrix lifter lever (17SE) and compresses the spring (13SE4).
On the return stroke the pressure on the lever is lelea:-cd this allows the spring to come into
operation to take the mauix down to the mould, where it is finally clamped by the locking
wedge (20SE) sliding over a projection on the matrix lifter (13SE).

When casling quotations the matrix lifier must be given an increased movement. Lhis is
obtained by lifting the knob (19SLI) and turning the handle {178FE2) ro the left, where it is
locked by relcasing the knob; this causes the matrix lifter lever to be brought into operation
earlier and imparts an increased motion to the malrix lifter.

DISMANTLING THFE DISPLAY MATRIX HEAD

To remove maltrix liller (L3SE) take off side cover (75E1) by 181110\z111g the nine screws, and
remove lever {175E); take out the locking wedge (20SE) and conncetion, taking care that the
matrix lifter (ISSEn and spring do not fly out.

Lo remove the matrix lilter lever shall (178E1} knock out taper pin {l?SEé} and withdraw
shaft.

To remove the matrix liller top cover (75FE4) withdraw the four screws and remove cover
complete with knob {195E1}, lock pin (19SL) and spring (198KE3); then knock out knob taper
pin (19SE2).

' HOW TO ASSEMBLE THE DISPLAY MATRIX HEAD

Replace lock pin (19SE) and knob (195E1), spring (198FE3) and knob taper pin (195122‘ in
top cover {7SE4) and secure to head by four screws. Rephce matrix lilter lever shaft {17SEL)
and handle [175E2) and secure by means o the taper pin (17SE5). Insert matrix lifter (138E),

spring {135E4) and locking wedge (20SE). Replace matrix lilter Tever (17SE) and screw on the
side cover (78E1).
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HEAD FOR DISPLAY MATRICES AND QUOTATION CORES

In this illustration a cover plate has been removed to show how the matrix durin g the casling operation is locked upon the mould by the action of 2

wedge. This prevents the pressure of the molten metal from lifting the marrix during casting
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HOW TO ADJUST THE DISPLAY MATRIX HEAD

With the display mairix head fixed (o machine, the mould in position, and the display
matrix bridge (alSE) litted, turn machine to 10°.

Turn matrix lifter lever shaft handle {175E2) to the right; i.e., the position it occupics when
casting type.

Ingert matrix holder, with a matrix in position.

Turn machine to 240°.

Slacken spring box rod lock nut (21SE3) and then adjust the spring box rod to give {" to "
compression on spring, which can be measured by noting the distance between the lock nut
{(21SE5) and spring box cap (218E1). {This amount ol compression is lor “Monotype” standard
type height, -9187.)

Turn machine to 107,

With the matrix lifier lever shall handle (175E2) positioned to the right the distance between
the lower end of the matrix lifter {135Pi and the top of mould should be 15”. To obrain this
dimension (if found to be incorrcct] remove matrix head side cover ubF] ), maltrix lLifter
lever (l;bh; locking wedge (205E), matrix lifter (13SE) and spring Il’S[Aﬁ then adjust
matrix lifter lock nuts {ISSE?'j to give the required dimmsﬁon_ Roplace parts and sce that all
screws and nuts are light

DISPLAY MATRIX BRIDGE (alSE)

‘I'his bridge is secured to the mould {or adaptor base) and located in the correct position by
means of the locating strip (15E1). When attaching this bridge to the bup61 Caster ty pe moulds,
14 point to 36 point ¢ and 40 point to 72 point, usc three screws (1SE3); when securin g to the
adaptor base use two screws (15K3) and anc serew (15E6). The nl)Jurui the bridge is correctly
_to position the matrix over the mould; this 1s clone by pushing the matrix holder against the
pad (alOSE; by means of the locatinz key (11SE). The position of this pad can be finely
adjusted by turning the adjusting screw (alUbhl] T'he martrix holder is inserted in the br idge
by puilmg back the lever (11SEIL} which withdraws the locating key and allows the holder to
be placed in position. When the lover s released the locating key engages Lhe slot in the holder
and locates it in the correct position,

HOW TO DISMANTLIE TIIE DISPLAY MATRIX BRIDGE

Remove the serew {al0SE1) and adjusting pad (alOSFE), taking carc that plunger (105E2)
and spring (108E3) do nol ly out. Knock out the pin (11SE2) from under side of bridge, and
remove lever (11SLL), spring (11SE3) and locating key (11SE).

HOW TO ASSEMBLE THE DISPLAY MATRIX BRIDGE
Place locating key and spring in posilion, insert the lever under the pin (115E4) through the
locating key, taking care to locate the lever correctly before driving in the pin (115E2). Replace
the adjustlng pad, keeping the relieved side to the rear; but before replacing the adjusting screw
place a picee of 2-point lead beiween the head of adjustmg pad and the face of bridge. Firmly
pushing the head of pad against the 2-point lead, replace the plunger (10SE2) and spring
(10SE3}; then screw the adjusting serew into position.

AMERICAN DISPLAY (OR ELECTRO MATRIX) MATRIX
BRIDGE (ISE7)
This bridge is used for locating American display matrices (or the electro matrices) on the
14-point to 36-point Super Caster mould and on the English “Monotype” sorts mould in
adaptor base. It is used in conjunction with the American display malrix holder {33SLL).

To secure this bridge to the Super Caster mould use three screws {1SE3); to secure it to the
adaptor base use two screws (1SE3) and one screw (15E6).
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When this bridge is in use the type carrier guard (265E2) must be secured to machinc in
place of guard {265E).

The matrix holder is inserted in the hridge by pulling back the locating block lever (385E3}
until the tooth on the locating block (38SE) engages with the recess on the matrix holder. When
this lever is released the matrix holder is located in one dircction hy the tooth on the locating
block, and in the other direction by the adjusting pad (10SE4) against which it is pushed by the
spring (385E6).

To adjust the position of the matrix bodywise turn the screw (108E1); to adjust it setwise turn
the nut (385E1), using the pin wrench (9811,

2

HOW TO DISMANTI.FE THE AMERICAN DISPLAY MAVRIX BRIDGE

Remove the screw (38SE4) and take off the lever (38SE3) complete with locating block
(38SE), nut (383E1) and spring (38SE7): the spring (385E6) can then also be removed.

To remove the adjusting pad (10SE4) take out the screw (10SE1), taking care Lhat the
plunger (L0SE2) and spring {10SE3) do not spring out.

HOW TO ASSEMEBELE THE AMERICAN DISPLAY MATRIX BRIDGE

Place the adjusting pad in position and insert a piece of 2-point lead herween the back of the
pad and the face of the bridge. Firmly push the pad against the lead, replace plunger (10SE2]
and spring (10SES); then screw adjusting screw into position. Replace spring (385E6) and lever
{complete with block, spring and nut), and secure with screw (385F4).

COUNTER MECHANISM
The counter mechanism head earrics:— :

1. Two projections against which the strip moulds are positioned.

2. A slide for operating the strip mould jet blade,

3. A lever for clamping the cast strip in the mould whilst the next cast is taking place.
4. An attachment for raising and lowering strip border matrices.

5. A counter mechanism for deeiding the length to which strips shall be cut.

HOwW THE COUNTER MECHANISM TFUNCTIONS

Fitted into the counter bracket is a drum (58D) containing on its circumference 25 rows of
figures running in fractions and whole numbers from 1 to 25. This drum may be locked in any
position to present any row ol ligures to the attendant.

Upon the end of the drum spindle is a dise to which is attached a ralchet wheel. T'he object of
this ratchet wheel is to control the number ol casts made before a trip mechanism is brought
into action to operate the strip shear blade. On the end of the drum is a stop against which a
projection on the ratchet dise is returned by the action o' a weight each time a shear is made.
Tooth by tooth the ratchet pawl winds the ratchet away from this stop until it is relcased. Tt
will therefore be understood that the farther the drum stop is positioned [rom the ratchet
release, the greater will be the number of casts made before the ratchet wheel is returned to its
starting position and the next shear made.

The ratchet feed pawl is operated by a lever (18D) connected to the pump connecting rod,
so that as cach casl 15 made the ratchet wheel is advanced one tooth, and in doing this it winds
up a weight. This weight is released when casts have been made equivalent to the number
shown on the drum above “A” on the remainder scale (5SD1). This action is repeated after
each shearing of the strip. A stop lever (a223D) limits the movement of the aciuating lever
(1SD). The projection on the ratchet stop disc (168D) is also used for moving the stop lever
(2225D) out of the pall of the actuating lever (18D}, so that a longer stroke may be given o
the latter. When this lengthened stroke takes place the aclualing lever (1SD) strikes against
the lever {8SG8) which pulls the cutter setting block (78G) into the path of the cutter actuating
plunger {15G), so that the cutter cams (X118C) cause the strip to be sheared.
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The extra motion given to the actuating lever, through stop lever (a2281)) being taken out
of its path, causes the cecentric serew (25D3) o disengage the pawl (25D) from the ratchet,
and allows the driving end of the pawl to Yelease the detent (155D1) and thus permits the
weight to return the dlhl and with it the ratchet wheel, to the posilion al which it had been set.
The shear blade is thus cavsed o acl at the end of a given number of casts decided by the
setting of the drum. As the ratchet is returned by the weight to its original position, the stop
lever (a228D)) also returns to its operative posilion and limits the stroke of the actuating lever
until the requisite number of casts have again been made.

An extension of the stop lever enables the attendant to start the shearing mechanism by hand.

THE AGTION AND POSITIONING OF THE COUNTER DRUM
When Casling Plain Rules or Leads

Running the full length ol the counter drum is a “remainder” scale (35D1); this is marked
“A” on the right and 55 on the left. Above this remainder scale any horizontal row of figures
on the drum may he ranp‘cd

The operator knows the length to which his strip material has to be cut; this we will assume
10 be 71 pica ems. If we divide 71 by 6 there will he a remainder; we will Lherefore divide by 5.
The reason lor first dividing by 6 is because the average length of each cast should be approxi-
mately 6 pica ems. Too great an addition to this length of 6 pica ems would make the length
of cast excessive {the maximum length allowable being 6 pica ems 4--015%), and a splash
would oceur when casting. As dividing 71 by 6 gives us 11 with a remainder of 5, this means
that each of the 11 casts wonld have to be increased by & of a piea cm (that is, cach of the
casts would have a length ol 64 pica ems); this length of cast would be excessive, and we
must therefore divide by b

Dividing 71 by b gives an auswer ol 14, with a remainder of 15 this means that each of the
11 casts must be increased by & of a pica em, or -0118” (that is, each of the casts must have a
length of 37, pica cms).

"Thie position ol the counter drum decides the actual number of casts to be made. The length
of each cast can be increased by adjusting the micrometer wedge; this is done by rotatmg the
wedge serew handwheel by the amount shown on the drum opposite the * ‘remainder” ligure
on the remainder scale.

Turn the drum until the number of casts (m our ().aLIIlp](‘ 14) comes immediately above “A™
on the remainder scale (38D1), and lock it in this position by the latch (5SD4). As we have
divided by 5, set the wedge indicator pin (95F1} to 5 on the Secale (9SF5). Then from the
womainitler dile (55D1} reler to the figure on the drum (55D} indicated by the remainder
(which in our examplc is 1}. On the drum scale {5SD6), above “1” on the remainder scale,
will be seen 3. Rotate the W(‘,dg(‘, SCTOW hamlwheel until the lower scale (105F4) has [bgl:l&[&d
£ ol 1 point {that is, 14 graduations or } of a pomt).

In the example given the drum is ad ustf-d ta 14; therefore 14 casts of 3 ems cach will be
made {as wo divided by 5). This gives a total length of 70 ems. Therefore an addition of Lth
of a pica (-0118") must he given to each cast. Above the fizure 1 on the remainder scale “the
fraction § is givcn, indicating that the micromeler wedge must be adjusted Lo add § ol one
point to each cast. Seven-eighths of one point is -0138 x 7--8=-0121". (The difference between
this and ‘th of a pica is only -0003".)

The remainder scale ligures are unlv used in the case of leads and plain rule strips.

When Casting Continuous Borders
When casling continuous border strip the number of casts for each strip is decided by
positioning the drum so that the required number of casts is indicated above the letrer A"
on the remainder scale. dny required alieration to the length of casting of strip border, governed by the
design of the border, is indicaied on the matrix. (For further instructions see: “MICROMETER
Apjusiment Hean” —ADJUSTMENTS WHEN DTRIP BORDERS ARE TO BE CAST, page 18).
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The length to which strip material is sheared is decided by the drum Agurcs, one row of which is seen in the

Assume 1-em leads are required. Dividirg 71 by 5 gives 14 with a remainder of 1. Turo deura until the whole number 14 {in the cxreme right-hand

column} comes abave “A” an the remainder seale, and lock drum in position. As we divided by 5, sot the werlge indicator pin (g50°1) at 5 on the

“leads” seale plate (gST5], and place the micrometer scale wheel at zerc. Then refer to the remainder scale {1); above it will be seen }. Advance the
micrometer scale wheel ta £ (which is the sume as 14/16ths), and the adjusiment is complata

upper row of figures in the illustratiorn.



COUNTFER DRUM SCATFE ANT REMAINDER SCALE, FOR USE IN CULTTING
STRIP MATERIAL TO PICA EMS AND HALF EMS

Point to be Added o Each Cast Clasis
23 21 21 | 2 13 11 1 : : i 24
25 285 | 28| 28| 18| 4 I 5 55 1 23
3 % !-)g’ 2 1.% b 33_7 2 1 22 1 ‘% | ﬂs '3%3 21
3% | 3 24 | 23| 2% | 14 1 3% 5 i | 20
S8 | 3& | 2| 23T 25 | 13 1 i 2 & | 19
38 | sl | 3 om | 2@ | 2 4 | 2| ol 18
3 | 8% | 34 | 23| 28| 2 13| 14| @] & 7
Lo o8 | o3 | o3 9 | 91 | 1 1! 3 i | 16
s | 4 | sl ap | 2@ | 2 | 82| B & s
123 A48 3 3Z 3 28 1 18 I =1 14
S | 4% | A | | 3 | o % 1w | w| x| 18
5k 5 41 4 3L | 3 2 17 i 12
6 5 | 428 48 LR b it ) 141 1.2 & 11
6 6 S O4AR 0 44 | S 24 18 | 4% | 10
7§ b3 6 S5k | 4xm | 1 25 | 2 14} 33 9
8l 71 63 6 51 44 3 2L 11 4 8
D BE i 6 6 D5 34 | 24y | 18 Tl 7
Il Lo 9 8 7 6 4 5 2 1 6
12 10§ 9% 8@ 74 afp | 3| | 14| 5
. 12 101 9 G 13 3 - 4
i | 12 | a (¢} 4 2 3
‘ I | 12 9 6 3 2
. 1
At 5 4% 4 3% 5 1 @ 14 1 1 A
t— REMAINDER SCALE —

The boldface figures of the right-hand column indicate the casts that will be made before the
shearing mechanism is tripped into action. The figures in the main section of the scale indicate
the “points™ and fractions of a point that must be added to each cast in order o obtain the
total correct length of strip. Although each cast should be approximately 6 ems of pica in length,
other lengths of cast may be made. In no case however should a length ol 6 ems be excer d[d
when casting strip material of under 6 point body. This is exemplified as follows, assuming a
strip ol 33 pica ems is required.

If @ minimum G-em cast is requived sel ihe micrometer indtcalor {o 6 ems.

35+6—0+5. On the 5 line of drum, ahove 5 on the remainder scale, is shown 12 points,
incicating that the micrometer wedge musi. be taken back 12 points. Fach cast therefore becomes
b ems+12 points (7 ems), and 5 casts become 35 ems.

I}« mingmum 3-em cast 1s required set the micromeler indicatar to B ems.
35-+-5="7, and no remainder. Each cast is therelore exactly 5 ems, and 7 casts become 35 ems.
If @ minimum d-em cast is required set the micrometer indicator fo 4 ems.

35-1-4=83. On the 8 line ol drum, above 3 on the remainder scale, is shown 44 points,
mdlcatmnf that the micrometer wedge must be taken back 44 points. Each cast therefore becomes
4 t:1ub——4-% points, and 8§ casts become 35 ems,

If a minimum 3-em casi s requived sed the micromeler indicator to 8 ems.
35+83=1142. On the 11 line of drum, above 2 on the remainder scale, is shown 28 points,
indicating that the micrometer wedge must be taken back 22 points. Fach cast therefore becomes
3 ems—23 points, and 11 casts become 35 ems | &th of @ point, an error of only -0008".
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From the foregoing it will be understood that any length of cast up lo 7 ems may be made,
but owing to the limited adjustment possible on strip rule matrices the desired cut length of any
rule strip should only be divided by 6 if there is no remainder, or by 5 if there is 2 remainder,
to decide the adjustment of the shear trip mcchanism. There would be no harm, however, in
reducing the length of cast of leads by dividing by 4 or 3, if improved results could therehy be
obtained. For example, a 14]-pica strip is required. If we divide by 6 it would require two casts
of 7 picas+-0415"; if we divide by 3 il would require two casts of 7 picas +-0415”; if we divide
by 4 it would require three casts of 44 picas+-0553". The latter would be the method of pro-
ducing a 144 pica strip rule, as the matrix could not be adjusted to 7 picas | -0415".

HOW TO REMOVE COUNTER MECHANISM

Remove the cover (48D3), taking care that the drum lock latch spring (55D3) is not lost.

Remove actuating lever {ISD} by first removing the screw (55D10) and washer (55D9).

Disconnect from upper post the springs attached to retaining pawl and stop lever; withdraw
ratchet disc with weight and chain; remove stop lever (a228D), and drum locking latch

(5SD4).
ITIOW TO REPLACE COUMTER MECHANISM

Assemble stop lever, (a225D) drum locking latch (55D71) and screw.

Turn drum te position 25 above “A” on the remainder scale and lock.

Assemble the ratchet disc with chain and weight, making ceriain ihai the stop on the raichet disc is
on top of the stop at the end of the drum. This is important. '

Connect retaining pawl and stop lever springs.

Replace actuating lever {1SD] and sceure by washer and screw.

Replace cover (45D3) and drum locking latch spring (55D5).

HOW 10 REMOVE JET BTLOCK DRIVING ROD

Knock out pin (65D2). Remove eye (6SD1), remove spring (65D5) and washer (65D6), and
slide out the rod {(a65D).

CONTINLOULS BORDER MATRIX LITTER

1n attaching this to the counter mechanism head, slide the spring box through the gap in the
head, and before tightening the bolt {al28D1) see that the matrix lifter bracket (al2SD) is
pressed firmly against the stop on the counter mechanism head.

I'he border matrix lifter consists of a slide having an nclined bearing, acting as a wedge.
When moved in one dircetion this raises the border matrix. When moved in the other direction
it clamps the matrix to the mould. When the matrix is clamped to the mould surlace any over-
throw motion from the driving cam is absorbed by a spring in the tube (145D].

To remove Lhe border matrix lifter and bracket, disconncet the pin (205DD) aud remove
the screw (al28D1); the matrix lifter bracket and spring can then be withdrawn through the
gap in the counter head.

HOW T0 ADJUST THE COUNTER MECGIIANISM

When adjusting this mechanism the mould should not be on the machine.

Before commencing any adjustment see that the pump driving rod (295H) is adjusted
correctly. (Sce under “PumMp MECIIANISM”  HOW TO ADJUST' PUMP DRIVING ROD, page 137,

Fix counter head to machine with four screws (48D12). Hook on the weight (235D, couple
up the cam lever yoke {148D7), lead clamp rod end (10SD5) and the jet block driving rod yoke
(7816}, placing the jet position pin (7SD7) in hole marked “12” on type carrier lever extension
and placing screw (78D8) through hole marked “14” on jet position pin (7SD7).

Remove counter cover (4SD3) by taking out the two serews (45D4 and 45D5) and spring
(35D3).
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Engage pimp handle (29SH8) and turn machine one complete revolution and then set to
110, Slack off actuating rod lock nut (3$D9) on actuating rod (3SD). Note.—Sce that ratchet
/158D is firmly engaged by detent (158D1) (this is the lower pawl) and that the drum locking
latch /5S1)4) is engaged in drum with No. 5 on drum opposite “A” on remainder scale plale.
‘The drum locking latch (538D4) must be held by hand while this adjustment is being made.

Adjust the actuating rod (3SD) to give the actuating pawl (25D) approximately -005"
clearance ol woth of ratchet {138D) setting to the [ourth tooth up from detent pawl. Lock up
nut (38D9) and turn machine to see il adjustment holds good.

Turn machine to 260°, sleck off actuating trip lock nut (2SD1). Rotate the actuating rip
pin (25D3) with a screwdriver to give approximately -005” clearance between actuating pawl
(28D} and actuating lrip pin (2SD3) in other words, the pawl should just clear the trip pin.
The adjustment of these parts should be accurately made, so as to give the maximum ime for
the weight to return to zero. These parts must be kept clean, and thin oil should be used.

With machine sill at 260°, and the drum locking latch (38D1) engaged in drum with 5”7
opposite “"A” on drum remainder scale (35D1), release the pawl from ratchel by hand,
allowing the weight to drop to its stop: loosen the nut (95C8) and adjust the counter welght stop
plate (238SD6) just to touch the weight (235D); tighten nut (95C8).

HOW TO ADJUST sUTRIP MOUTD TET BLOCEK OPERATING BAR

Place the base section of the strip mould on machine with blade left-hand “13 point’ side
plate in position. Place jet block driving rod position pin &SD7) on type carrier lever extension
in position marked “H poinl.” 2-4 2

Turn machine to casting position (220°) then place gauge (65T4) against left-hand side plate
of mould; the narrow projection on the gauge should then enter the jet opeuing in mould. If it
will not do so unlock nuts (73D1 and 7SD2) and rurn jei block driving rod adjusting nut {751
to right or left as required; lack up nuts, laking care not to twist rad (a65D). Check setung.

When this adjustment is correct the jet block driving rod position pin 78D7), when placed in
its correct hole in type carrier lever extension, will be correct for all sizes.

HOW TO ADJUST STRIP CLAMPING LEVER

When the strip mould is lixed to machine and arranged ready for casting, and machine is in
casting position (220%), adjust the lcad clamp rod @l0SD2) so that it withdraws [rom 3" to =
from lead clamp spring box end (10SD1). This adjustment should be checked when the mould
is warmed up. T'he end of clamping lever shonld not be more than §” below the horizonlal centre
line when the mould is clamped.

STRIP CUTTING AND STACKING MECHANISM

This mechanism is lor shearing strip material to required lengths and stacking it on the galley.

It is operated bv the cutter cams (X118C) through the cutter cam lever {125C] aud the cutter
actuating black link (158G 1}, and is controlled by the counter mechanism.

The cutter actuating block (18G) moves in the slot in the cutter actuating plunger {15G)
until the cutter setting block (78G) is brought between the cutter actuating plunger ahutment
(4SG 1) on the cutter actuating plunger and the projeclion on the cutter actuating block. "Lhis
cutter setting block is hrought into cngagement by the counter actuating lever (18D) which,
when the required number of casts have been made, makes a longer stroke and operates the
upper end ol the cutter setting lever (85G8). The lower end of this lever (BSG) 1s connected
through the curter sctting lever yoke (85G2) and cutter setting lever yoke rod (88GS5) to the
cutter scrting block,

It will thus be understood that the lengthened stroke of the counter Tever (1SD) moves the
cutter setting block {73G) into an operative position.
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STRIP SHEARING MECHANISM

This is brought into action by the counter mechanism, When shearing is not required, the cutter cams reciprocate the actuating block link {186},
. ard the cnd of this moves without obstruction in a slot at end of curter actuating plunger (45G), When shearing is required, the counter lever (18D)
makes & longer swoke, and presses against the cutter setting lever (ASG8), causing the rod (83G7) to pull the cutter setting black {%8G) inwo the path
af the actuating block link (18(31), so that as the latter advances il pushes the cutter actuating plunger (48, causing the cutler blade to move forward
and make a shear. In the illustration the right-hund section shows the cutter actuating plunger (43G) out of action, and the left-hand section shows the
plunger in action




When the cutter setting block (78G] is in engagement the cutter actuating block (1SG} and
cutter actuating plunger (45G) move as one plPCE‘ and, being connected by the cutier actuating
link (15G3) to the cutter actuating lever (280, they move the cutter blade forward and shear
the <t'r1p against the shear blade (EflE)GJ

TIIEL STAGELR LEVER

The stacker lever (198G} Is fixed o the same shall as the cutter actuating lever, and thus
when a shear takes place the lead stacker {al65G) is carried forward and pushes the praduct
against the stacker blocks (X208G) clear of the next strip.

After a shear has been made the pressure is released from the cutter setting block, and it is
pulled out of cngagement by the spring (8SG13). The cutter actuating plunger (_4 S s returned
to its original position by the spring (—}h(J 5l

When casting dashes the front of shear blade (245G) is set to the mark on the galley plate
(118G). corresponding to the length in 12-point ems of the dash heing cast. In order to push
dashes forward, the cutter blade (55(3) must be taken out and reversed, as no shearing takes
place when dashes are cast.

HOW TO DISMANTLE THE STRIP CGUITTING AND STACKING MBEGHANISM

To remove cutter blade bracket (a6SG) turn machine to 3607 and loosen locking screw
(225G3). Then push i cotter actuaring lever until the actuating lever pin (a25G2) can be taken
out through hole in bracket (35G), Withdraw the cutter blade, Take out two screws {155G1)

from lead guide bracket {al35G) and bolt (265G3) from the cutter blade bracket (a6SG). The:

entter blade bracket and lead guide bracket can then be taken ofl together.

HOW TO REMOVE THE CQUTTER SETTING TLEVER AND STOP

Disconneet spring [§5G13) from spring post (85G14).

Remove split pin {(85G4) and yoke pin (85G3).

Disconnect spring (7SG1) from the spring post (45G7) in the cutter actuating plunger
aburment (45G1).

‘I'he cutter setting block (75G) complete with rod (85G5) and voke {85G2) can now he
removed. ' '

Knock out pin (85G11) [rom the culter setling lever (85GS).

The cutter setting lever group can now be removed.

HOW TO REMOVE GUTTER ACTUATING BLOCK

Turn machine to 350°.

To remove cutter actuating block {1SG; and plunger [45G), complete with cutter actuating
black link (18GL] and lork eve {\13(_12“ remove split pin (18G4) and take oul the fork cye
pin (18G3). Remove split pin (2SG5) and take out the cutter actuating lever pin (28G4).
Disconnect the spring (45G5] from the post (45G6A). This unit complete mav then be taken out
through the hole in main stand.

HOW TO REMOVE CUTTER ACTUATING LEVER

To remove cutter actuating lever (2SG) and stacker lever (198G) slacken the locknut (178G5)
and disconnect the lead stacker connecting rod (1756G); knock out the two pins (25G6 and
198GA) and drive out the actualing lever fulerim pin |2‘s(1 b

HOW TO REMOVE STRIP STACKER

To remove the lead stacker (al6SG) lonsen screw (al85G2) and pull stacker towards front of
machine; this will carry with it the stacker Tulcrum 1\]65&) and enable the stacker to be
withdrawn.
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HOW TO ASSEMBLE THE STRIP CUTTING AND STAGEING MECHANISM

Replace lead stacker (alB6SG), push in stacker fulcrum (188G) and lock in position with
screw (al 85G2).

Assemble the cutter actuating lever (28G) and stacker lever (198G); drive in the actuating
lever fulcrum (25G1) and secure with the two pins (28G5 and 198G5). {Nofe.—As the fulerum
is a tight fit, care should be taken to see that the pin holes are in correct alignment before
Dll\ 1112' the illll.‘"].ll].’!'1 m pl—ﬂltlﬂn J .

Connect up stacker connecting rod (175G).

Tnsert cutter actuating block and eutter actuating plunger (complete with link (15G1) and
fork cye (186:2) through hele in main stand; connect to cam lever with pin (lSGS], and to
cutter actuatmff lever (25G) with pin (ZBGI‘ Connect spring (48G)) o post (4506).

Flace in position the cutter setting lever (85G) complete with yoke (88G2), rod (88G5) and
entter setting block {756,

Push sc Lunu lever luluum pin (88G12) up through its hole in the main stand; assemble the
cutter setting “lever (8SGH) and secure with pin {85@11‘

Connect the two springs (75G1 and 8SG13).

Replace the cutler blade bracket (06503 and the lead oinide bracket on main stand; secure
with bolt (abSG3) and two screws (158G1).

Assemble cutter blade (55G) in bracket.

Push in the acmating lever (285G until the actuating lever pin (a25G2) can be passed through
the hole in bracket (350); ({mmt‘r with hlade (! hG) T.ock the pin in position with screw
(a28G3H).

HOW TO ADJUST THE POSITION OF GUITER BLOGK (78G)

With the cutter setting lever group out of operation, that is with machine set at 2707, Lhe
cut awav section of the cutter settinq block (75G) comes directly opposite the cutter actuating
block (185G}, Adjust the rod (85G5) so (hat there is a clearance Uf L" between the setting block
(7SG) and the tfront edge of the actuating block {15G), when le block is moved [rom right
to left by the action of the shear cam lever

With the cutter setting lever group in operation, that iz with machine set at 360°, adjust the
cutter lever screw 85GY) so that the actuating block (15G) is central with the wide section
of the setting block (75G).

HOW TO ADJUST CUTTER BLOCK LINK (ISGl)

After loosening the two nuts (1SG5 and 15G6), adjust the cutter block link (15G1) so that
when it is fully to the right {240%) there is " clearance berween the end of the cutter
actuating block {15G) and the cutter selting block |’TSG)

When the cutter block link is fully to the left (at 350%) the cutter actuating block must not
strike the end of the slot in the cutrer setting block (78G).

IIOW TO ADJUST STRIP STACKER (al168G)
When the strip stacker (a1650) is [ully (o the eight (at 80°) adjust the sirip stacker u_)Imu,tian
rod {17SG) so that the strip stacker |a1t1b(1; recedes behind the cutter cover (ad8G1) by %",
and tlghten the nut {175GJ3).

1THE PUMP MECHANISM
The pump cams {X¥35C) drive a lever to which is attached the pump drive release (205H7).
This release may be instantaneously raised by hand for placing the entire casting mechanism

our of action.
When the release 1s placed into action it connects the pump driving rod (295H) to the cain
lever, so that for every revolution of the machine a cast will be made.
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To the pump rod (?9SH) is artached an actuating rod (38D). When strip moulds are being
used, this rod is connected to the counter mechanism for operating same. When any other
moulds are in use, this rod is placed ont of action by connecting the yoke {3318} Lo the
housing (35D3).

The pump driving link (a20SH1) is connected to pump bell crank (185H). One end of the
pump bell crank (18SH) is forked to engage a cross head (16SHI) attached 1o a vertical
rod (168H) in the swing (rame post (335I1), the reciprocation of which (165H) operates the
mechanism connected to the pump body and piston.

The melting pot (108H), attached (o a swing frame, is raised or lowcred by a screw up to or
away from its working position. Immersed in the melting pot (10SH is a pump bedy. At one
end of the pump body is a piston which, when depressed, forces the metal into the mould.
By the action of the pump mecbanism the pump body first rises, so that the nozzle (125H)
becomes seated against the mould, forming a metal-tight joint whilst casting takes place;
immediately after the type has been cast the pump body recedes to prevent chilling of metal
at the nozzle point.

The action of the pump mechanism is as [ollows: As the bell crank (185H) riscs, taking with
it the vertical rod (168H), the cross head (16SH1) at the same time compresses a spring
encircling the vertical rod (27SH1), causing the lalter to rise by the spring acting againsi a
shoulder at the upper end of the rod. Cross heads (165H3 and 278H2) are atiached to the upper
ends of these two rods (16SI and 27SH1). Two levers (13SHH and 21SHH) are connected to
these cross heads, the lower lever terminating in the pump body and the upper lever vperating
the piston. At a given dislance in the rise of the rods (16SH and 273H1) the latter is checked in
its upward motion by the nuts (27SH12) coming into contact with the swing frame post (335H),
or with one or more leaves (9SH) atlached to the swing frame post (335H) which may be brought
into use, according Lo the product being cast

By this time the pump body will have risen, causing the nozzle to fit into the mould base.
Although the progress of the rod (27SII1) has been arrcsted, the rod (165H) continues its
upward motion, with the result that the piston lever (155IIIT} is rocked by the spring (175H),
causing the piston to descend. As the piston lever is connected by a link (305H) to the pump
body Jever, the upward motion of the spring rod (17SH1) in lifting the end of the piston lever
has also a tendency to lift the pump body lever. At the other end of these levers the piston, in
descending, is opposed by the pump body trying to rise; in short, the pump body and piston are
working against each other. Were it not for this action the nozzle would be forced away from
the mould in the event of a piston becoming seized in the pump body, becanse the nozzle lifting
spring (24$H) would not be strong enough to withstand the [riction of the piston. When the mould
hus received the full quantity of metal required Lo form the body of the product the rod (165H)
will not have complered its stroke; its surplus motion will be absorbed by the spring (175H).

The pump body rises in a perfectly vertical dircction through being supported at each cnd
upon separate levers (23SHH and 225HH); these levers are operated by a spring (245H). ‘T'he
spring itself is operated by a lever (26SI1) terminating under the piston lever (15SIIII). As the
latter rises the lever (26S11) is released, and the spring (24511 elevates the pump body till the
nozzle becomes seated in the mould base. As the piston lever (I5SHH) descends it depresses the
pump bady operating rod lever {268H], causing the: puinp body to recede from the mould.

HOW TO ADJUST PUMP DRIVING ROD [208H

With the pump cross head (16SH3) resting on the rubber washer (31SH), and the machine
turned to 120°, adjust the pump driving rod {this has a right and leli-hand thread at the ends),
so that there is §" clearance between the end of slot in pump driving link (a295H]1) and pin
(24SC3). Should the pin [oul the link at the end of the slot the rubber washer will be unneces-

surily compressed. After adjusting this, and [ixing the two lock nuts (295H3 and 295H2),
move the actuating rod housing (35D3) around the pump driving rod so that the actuating rod
voke pin {3SD10D) can be inserted freely; fasten it by actuating rod housing screw (35D4).
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SUPER CASTER MOULD OILERS, NOZZLE SETTING GALUGT,
A—Mould Oiler—Typc Moulds 14-96 Point and Didor, Series 29,000

NOZZLE SQUARING POSTS, AND NOZZLES

No. f Nnzzle—Lead and Rule to
B—Mould Oiler—go-72 DPoint and Didol, Scriss 74,000 No. 4 Nozzle—q0-72 Point Mouolds —% Pump
C—Mould Oiler—Compasition Moulds No. 5 Nuzzle—40-72 Point Moulds—1} Pump — fraiteye Moutd
D—Pump Nozzle Serting Gauge No. 6 Nozzle—40-72 Poinl Moulds—11 Pum p- Small
E—Nozzle Squaring Post, 11 Pump

Set Size Type
F—Nozzle Squaring Pest, £ Purp No. 7 Nezzle- Low Space and Quatations
No. 1 Nozzle—5-14 Point Moulds No, B Nosde—42-48 Point Moulds and 12 Point T.ead
Nou. 2 Nozzle—14-96 Point Moulds and Rule Moulds—11 Pump
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PUMP ADJUSTMENTS (GENERAL)

To adjust the pump proceed as follows: (1) Tnscrt piston in the pump body; (2) screw the
melting pot up to casting position; {3) place pump drive release (295H7) in its operative position;
(4) see Lhat the upper and lower leaves (9SH and 285H) arc withdrawn to their inoperative
positions, and then turn the machine by hand o 220°. Next loosen the nuts (27SHI12) at the
lower end of the rod (278H1) so that they are well clear of the casting (335H). The cross head
stop (275H8) should then be adjusted so that the conneceting link pin (30SH1) is central in the
hole in the piston lever [15SHH). The diameter of this hole is " larger than the pin. During

“adjustment the upward movement of the piston (138HH) is checked by a ridge on its upper end

coming into contact with the guide Tug on the pump body. In this position {at 2207) the
pin (308H1) should be lree il tried by the fingers. The stop (27SH8) should next be locked by
lightening the nut (275119 at the lower end of the stop. The upper nut on the lower end of
rod (27SH1} should then be brought up undl it touches the casting (33SIT) and locked firmly
in rhis position. A buller (30SH$) in the connecting link (305H) supporis the pislon against a
projection on the pump body head.

With the machinc still at 220, set the pump body operating lever (26SH) " away from the
piston lever (15SHIT). This setting may be varied slightly, as for hard metal the nozzle should
be brought away earlier from the mould base by reducing this distance.

HOW TO ADJUST PUMP BODY VALVE (lUSHI3)

This and its seating should always be ¢lean, and the valve should have " or " clear hole in
its centre. This valve checks the return of the metal from the nozzle, but if teo much metal rematns
in the nozde stop-casting is likely to result. The small hole in the valve allows a small guantity of
metal to return during the up-stroke of the piston, and this prevents stop-casting. On the other
hand. if the hole is oo large insufficient metal will remain in the nozzle and metal channel, and
defective types will result.

Ta regulate the inlel ol metal beneath the piston slacken the lock nut just above the piston
end. and turn the piston screw in or out as required and lock in posilion with nut.

IIOw TO ADJUST PUMP BODY OPERATING ROD [258H)

The nuts on the pump body operating rod which operate the lifting levers (225HH and
23SHIT) should not be altered except when filling another pump body to the machine, when
they must be readjusted Lo suit that pump body. If the adjustment of these nuts is incorrect, or if they
hecume loose, squirting between the mould and nozzle is likely to result. To adjust these parts, first bring
the nozzle to restin the mould base (220%), then measure the distance the lifting lever (235HH)
has risen (rom the stand support, immediately above the spring (?4SH). Next remove the mould,
the nozzle and piston. Screw up the melting pot Lo casting position and regulate the end of the
lifting lever (23SHH) till iL measures the same distance as when the nozzle and mould werc on
the machine. This can be done by packing it up with a few picees of type equal in thickness to
the distance required. Fix the nozzle squaring post into the pump body, and by means of a
square, test the squaring post [rom the machine base. Regulate the nuts (255H3) which raise
the lifling lever until the squaring post is correct at right ungles wilh the machine base; then lock
the nuts securely.

Clare should be taken to keep the nozzle and the pump body channel free lrom dross. Lhe
nozzle should not he drilled whilst it is heated. as this will soften the drill and render it useless.
The piston should be (ree [rom any dross or carbonized oil, the ports should be kept clear, and
all grooves in the piston kept clean. It may be lubricated with graphile; oil and vaseline should
be avoided, as they become carbonized and create a tendency for the piston to seize in the pump
body. Observe thal no pariicles of metal or other matter adhere to the upper end of the piston, otherwise Lhe
piston will not function freely. Kesp all parts well viled, especially the stop (275H8), and the spring
rod (17SH1). The pump driving link connecting pin (295HSb) inside the machine base must be
oiled regularly.
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UsE OF LATCH (38H), UPPER LEAVES (9SH) AND LOWER LLAVES (26SH)
After the adjusuments have been made as explained above, it will be understood that the piston

stroke will commence immediately the pump body spring rod stop nut (275H12) reaches the
casting of the swing frame post. This is the action when casting small type, but improved results
are obtained when casting large tvpe and other material if the piston is brought into action
earlier and if the piston is given a more sudden descent.

To provide for these conditions a series of four leaves is placed beneath the casting of the
swing frame post (335I1) so that one or more of these leaves may be placed in the path ol the
pump body spring rod stop nut (27SHI12) in order to bring the piston into action earlier, and
thereby give a longer stroke to the piston, both in distance and time.

The pumping mechanism is fitted with a trip latch (38H) so that the piston spring (17SH)
may be further compressed and then suddenly released. This causes a stronger and quicker
pressure to be applied to the piston,

1The wip latch is artached to a shaft (8SH1H), the lower end of which is fixed in an arm (BSH2),
guided by a stud running from the lower end of the pump body spring rod cross head cye
(275H3). Running upon the shatt (8SHIH) is an abutment sleeve (4$5H), having an arm upon
the upper end which rests upon the piston spring rod eye (17SH2).

The trip latch may be placed in or out of action by moving the latch pin (6SHII) up or down
as reqguired.

When the trip laich is placed in action, the piston spring is prevented from operating until the
latch is tripped. Therefore when the pump body spring rod is arrested by the stop nut (27SH12)
coming in contact with the casting or the leaves (28SH), the piston operating rod continues to
rise, carrying with it the piston cross head (16SI13), This compresses the piston spring (175H),
but the piston will not act, as the trip latch holds up the abutment sleeve (45H), and this in turn
holds up the piston spring rod (17SH1). As the piston cross head continues to rise it trips the
latch, and this releases the piston spring (17SH), causing sudden pressure to be placed upon the
piston,

As both the length and strength of the piston stroke need to be varied according ta the cubic
content of the types to be cast, it has been found to be of greal advantage to position a group of
cvight leaves near the trip latch, so that one or mare of the leaves may be inserted between the
piston cross head (165H3) and the trip latch, thus causing the latch to trip earlier.

The leaves are hinged upon a stud in the upper end of the piston operaling rod (168H), and
therefore rise as the piston operating rod rises: consequently the greater the number of leaves
placed in action the earlier will the piston spring rod be tripped.

Each of the lower leaves causes the piston operating rod (16SI1) to be acicd upan earlier,
and each ol the upper leaves causes the latch to be wipped carlier.

A very wide range of pumping condirions is made possible by he different combinations
availahle in conncetion with—

(1} The lower leaves.
(2) The upper leaves.
(3} The adjustment of the pump spring rod nut (178I13).

A Product Inlormation chart is included in this book showing the distance to which the
pump spring rod nut {175H35) must be adjusted, and the number ol upper and lower leaves
to be brought into use for casung various products on the Super Caster. There can be no hard
and fast rule about these instructions, as the quality of type metal varies considerably, and
worn pistons and pump bodies give results different to those obtained on new machines. The
atiendant should therefore make out similar charts to suit his own conditions and experience.
After a little practice at the machine, carcfully studying the effects obtained by the use of
different numbers of leaves and different degrees of compression of the pump spring, the
attendant very soon acquires expericnee which causes him automalically to adjust the pumping
mechanism to suit the conditions of the product he is casting.
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PISTON OPERATING ROD CROSSHEAD STUD (16SH5)

With the machine at 220° this stud must be adjusied (o clear the pump body operaring
lever (26SIT} by &”. This amount may he varied, according to the quality and temperature of
the meral, in order to prevent stop-casting. This stud must leave the operating lever before the
piston acts, in order to insure that the nozzle will scal in the mould base before the piston acts.
On the other hand, the closer that the stud is to the operating lever at 2207 the less likelihood
will there be of stop-casting occurring.

HOW TO REMOVE PUMP BRAGKET

Remave pump body.

Disconnect gas supply piping (2SH) from regulator or if electric melting pot is fitted ™
machine disconnect wires from switch box.

Disconnect pump connecting rod by removing the pump driving rod pin head screw (295HS6),
and removing the pump driving rod pin (295H3H).

‘Before doing the following secure help in holding up the pump bracket, o prevent it falling.)

Run pot down and remove hexagon-headed bolt (335H1), then remove the screw (33SH10).

Run pot up and remove screw (335HI11).

PUMP NOZZLE SETTING GAUCGE (l0ST)

‘Lhis gauge is used for testing the upward movement of the nozzle, in order to test that the
nozzle rises centrally to its seal in Lhe mould base, The gauge occupies the same position as the
mould and can be used when either the matrix head basc or the counter mechanism head is
fixed to the machine. It is positioned by the cocentric clamps (14SL1) and secured by the threc
screws (178T,13. When used with (he matrix head base the narrow sides of the gauge are located
against the mould positioning faces; when used with the counter head the broader sides of the
gauge are against these faces.

If the 117 pump is to be used fit nozzle (123H3); if the 3 pump is to be used fit nozzle (125H2).
If any adjustment has to be madc, loosen the two nuts (10SII7), the two screws (325H2) and
one screw (32SH1Y underneath the melting pot casing, Remove the piston and screw the pot up
to casting position. Put pump operating rod handle (29SH8) into the operating position, and
turn the machine to 220°, making certain that the latch (3SII) is not in engagement, and thal
the Tever (26SH) s not under the stud (165HS].

On depressing the lever (268H) by hand it can be seen if the nozzle rises centrally in the holc
in the gange. If it docs not rise centrally push the pot in the desired dircction until the nozzle
seals correctly, taking care to see that the pump body lifling levers (225H and 235II) do not
foul the pump body operating rod (25SH] and then carefully run down the pot withoul
moving it on its bracket and tighten the two nuts {105H7); then tighlen the two screws (325112)
and one screw (32SH1). Re-check setting of nozele to make certain that the pot has not moved
when screwing it down.

SPEED REGULATING MEGHANISM

The objeel of this mechanism is to provide the change of speed required Lo suit various classes
of product. The speed of casting varies in inverse proportion to the cubic content of metal
pumped into the mould. Nineteen speeds are obtainable. All matrices are marked with the set
size of the type that will be cast from it, and a chart is provided which shows the speed at which
the caster is to he run to produce these set sizes in any point size of body.

The maximum speed ol 144 r.p.m. is obtained when the machine is driven direct from the
pulley (2.4.IT position). The speed regulating mechanism gives a range of speeds from 44 to
125 r.p.m. An indicator platc is provided showing the positions of the control handles to
produce the different speeds.

The mechanism is firted with safcty devices to prevent the machine being started with the
gears imperlecty meshed.,
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HOW TO DISMANTLE TILE SPEED REGULATING MECHANISM

Assuming the gear box has been removed from machine.

Remove the lwo screws (16SB4), pin {178B3) and clutch lever group (X16SB), also the
gear (145B).

Remove the four handles (28R1, 15581, 208B1, 215B1) and springs (28B2, 15582, 20582,
215R2) by withdrawing [our screws (')SBJ 155B5, 20SB3, 21SB3). Knock out pin | BQR-I-) arid
remaove back gear lever (85B;.

Take out three screws (255B5) and remove control lever cover (255B4) and back gear safety
spindle (85B5).

Remove sixteen screws (255B3) and take off all the bearing caps.

Lift out back gear (15B) and back gear shaft (13B1].

Lift out sliding gear [frontr ("4381} sliding gear (rear) (248B2) and shaft (215B).

Lift out driving “shaft {rear) (138B), Lomplete with gears (lSSB" and 135B1).

Lift out driving shall ’lmntj L ’bB), complete with gears (125B2 and l“SBW}: back gear
clutch gear (3SDB), and back gear clutch pinion (65B). :

Remove nut {11SB1) and take out the control lever [ulerum pin (115B).

To remove the four control levers, take out the four split pins and three stop rod yoke pins.

Remove pulley driving clutch safety rod (18SB), complete with link (185B1) and eyes (18585
and [85SB2).

Remove fulcrum pin (4SB1) and split pin (4SB3) when back gear clutch lever {48B) and
link (38B) complete with eyves (5581 and 5SB1) can be taken out.

Remove back gear clutch safety rod (7SB) complete with link (75B1} and cyes (7552 and
75B5).

To remove the two sliding gear vokes (22588 and 245B8) knock out the pins (22SB9 and
238B9), withdraw the sliding gear safety rod (225D, oornplcte with link (22SB1) and eves
KZZSBJ and 225B3); take out the sliding gear s 1thV rod | (238B), complete with link (238B1) and
eves (235B2 and 235B3). Nors, — These stfety vod links have been sei to the correct lengih, and their
adjustment shauld nol be disturbed unless absolutely necessary.

To remove salety stop lever (19SB) take out the fulerum (195B1).

HOW TO ARSEMELE THFE SPEED REGULATING MECHANISM -

Replace safety stop lever (195B} and fulcrum (195B1).

Re-assemble the sliding gear (rear) salety rod (235DB], com]"leie with link (23SBl} and
eves (23SB2 and 235B3); connect sliding gear yoke {235B8&], fixing with pin (235B9).

Re-assemble the sliding gear (front) safety rod {228B), complete with link (225B1) and
eves (22S5R2 and 2285B3); connect shiding gear yoke a: ’bBB fixing with pin (225B9]. Note.
When connecting (hese sliding gear )okcs the concave end should be nearest the operating
handle end of bracket.

Replace back gear clutch safety rod (7SR), complete with link (75B1) and two eves (7582
and 75B3;.

Re p]d.(( link (58B), complete with eyves (55B4 and 5SBL) and back gear clutch lever (45B);
secure pin in lever to eves {53SB4 and 7SB5) with split pin (7SB4).

Lock lever (4SB) in place with fulerum pin (45B1).

Re-assemble pulley driving clutch safety rod {185B), complete with link (185B1) and eyes
{18SB5 and 185B2).

Replace the four control levers in the following order: first (208B], second (28B), third (21SB)
and fourth (155B). Connect to the cyes at end of safety rod links with three stop rod yoke pins

and four sphL pins.
Replace the control lever fulerum pin {115B) and lock up with nut (115K1). Ensure that all
bearings and caps are clean.
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Assemble driving shaft (front) (125B), complete with gears (125B2 and 125B1), back gear
clutch gear (35B) and back gear clutch pinion (6SB).

Assemble driving shaft {rear} (135B), complete with gears (138B2 and 13SBI).

Replace sliding gear (front) (24SB1), sliding gear (rear) (215B2) and shaft (24SR).

Replace back gear {ISB) and back gear shall (18B1).

Replace all bearing caps and sixteen screws (255B3), making sure that each cap is in its
correct position as indicated by the number stamped upon the cap and on the bracket.

Replace the back gear salely spindle, ensuring that, with the hack gear out of mesh and with
the lever (85B) in the “H” position, the pin (15SB6) in lever (135B) is engaging the slot in
the shaft (8SD5). ;

Replace control lever cover (258B4) and secure with three screws (255B5).

Assemble back gear lever (8SB) and lix with pin.

Assemble four handles (2SB1, 158B1, 208B1, 21$B1), springs (25B2, 15882, 20512, 215B2)
and screws (25R3, 158B5, 208B3, 218B3).

Shide the gear (148B) on to shaft {13SB). Noie.—The clutch lever group (X1658) should
uot be assembled until cam shalt siand is in place.

CAM SHAFT STAND

This carries the cams, cam levers, and belt shifter mechanism. Tt is fastened to the main stand
with three screws (9506, 9SCT) along the upper edge and two screws (95C5) from inside the
main stand.

HOW TO REMOVE CGAM SHAF1 STAND

Turn machine to 280°.

Disconnect the water drain pipe union {168A10A) and water supply pipe union (19SA10A).

Disconneet water supply union (195A14) on water supply pipe (198A15).

Remove cutter actuating block fork eye pin (18G3).

Slacken lock nuts (208H3 and 295H2) on pump rod (29SH), disconnect fork end (3SD8) and
ULISCIew pump rod.

Take out two screws (al14SA1) and remove type carrier cam lover guard (al4SA),

Loosen serew (268C15) and withdraw plunger (26SCL6) and bush (265C14) complete,

Remove screws (a175A2 and 17SA3) and take ofl watcr service bracket (al7SA).

Turn machine to 100 and remove two serews (13SC1 and 18802) from gear guard (front)
(al3sC.

To remove the oil pan (a208C) take out two screws (20502) and two screws (205C3).

Remove two hexagon headed bolts (9SC5) from inside the main stand.

Remove clulch aperating lever (1658).

Remove nut (93C8) from screw (98C7) and take off the counter weight stop plate (235D6).

Obtain help in holding up the cam shalt bracket (95C) and remove two screws (95C6) and
one screw (95C7) [rom top of bracket.

Lift bracket off, taking care ol back gear stop rod (10SB).

IIOW TO REMOVE INDIVIDUAL CAM LEVERS

Tum machine 1o 185°. ;

To remove mould blade cam lever (188C), type pusher cam lever (288C) or matrix cam
lever {168C) remove screw (6SC4) and washer (63C5). Replace screw (65C4) and then take
out retaining screw (6503) and withdrasw cam lever shaft (65SC) until the required lever can be
removed,

HOW TO REMOVE PUMP CAM LEVER (245Q)
Loosen nuts (2958113 and 295H2), disconnect fork end (35D8) and unscrew pumnp rod {295H).
Withdraw cam lever shaft (65C) and remove lever.
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HOW TOQO REMOVE TYPE CARRIER GAM LEVER [al268C)

Remove two screws (al15A1) and take off type carrier cam lever guard (al48A). Withdraw
shaft and remove lever.

HOW TO REMOVE CGUTTER CAM TEVER (1250)

Place machine at 350°. Remove cutter cam lever eye pin {18G3) and two serews (148C1);
take off gear vernier (148C). Remove two screws (13501 and 135C2) from gear guald (front)
{alﬁbCJ Slacken grub screw (48C4) and remove starter handle IéLSC‘Sr allowing back gear
stop rod (108B) to drop down. f Note.—Care must be taken that hell shilter "rod latch (5350 does
not rise and allow the spring (5505) to drop out.] Remove gear guard (front) (al35C) and turn
machine until the four zero marks on gears coincide. Remove screw (6504} and washer (65G5).
Remove retaining serew (63C3) and push cam lever shall (68C) back until cutter cam lever
(128C) and graduated gear (68C1) can be removed.

HOW TO REMOVE ALL CAM LEVERS
When 1t is necessary to remove all the cam levers, proceed according to the directions under
the heading, ““To REMOVE CUTTER cAM LEVER,” but instead of pushing the shaft back a few inches
pull it right out; all the levers can then be withdrawn, provided that the pump rod (295H) is
disconnected and that the type carrier cam lever guard (al1SA) is removed.

HOW TO REMOVE PULLLEY AND CLUTCIL
Remove nut (78C8) and washer (7809) and slide oll loose pulley (228C), driving pulley
(21SC) and clutch (215C1).

HOW TO REMOVE BELT SIIIFTER GEAR
Slacken grub screw (4SC4) and remove slarter handle (15C3). Drive out taper pin (4502}
from helr shifter rod collar (43C1).

HOW TO REMOVE GAM SHAFTS
Take off the four caps (9SC1) and shafts complete with cams, and gears can then be lifted out.

ITOW TO ASSCMBLLE TIIE CAM SIIAFT STAND

Slide belt shifter gear and shalt (45C) into the cam shaft stand, assemblmg the collar (45C1)
and then the spring (4SC6); lock in place with the pin (4SC2). Screw on handle (4SC3) tem-
porarily.

See that all bearings and caps are clean, replace cam shafts complete and firmly screw on
caps, making sure that each cap is in the correct position as indicated by the number stamped
upon 1.

PObtain assistance and lift cam shaft stand on to machine, securing with two screws (95C6)
and one screw (95C7) at top of bracket.

Replace two hexagon headed bolts {95C5) inside the main stand.

Place the counter weight stop plate (235D6) in position on screw (95C7) and scoure with
nut [98C8).

Replace‘graduated gear (65C1) and cutter cam lever (125C), taking care that the four zero
marks en the gears coincide.

Slide in cam lever shaft (65C) until lever and gear are secure.

Replace oil pan (a203C) and fix in position with two screws [205C2) and two screws (20503).

Remove starting handle (45C3), taking care that the handle does not come up and allow
spring (5SC3) to fall out.

Replace gear guard (a135C) and secure with two screws (135C1 and 135C2).

Replace starting handle (48C3) and lock in place with grub screw (15C1).

Replace gear vernier |‘14SC‘ with two screws (148C1).
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Turn machine to 1907 and place type carrier cam lever (a265C) in position.
Replace matrix cam lever (168C) and type pusher cam lever (2850) ogether, and slide shaft
- along far enough to secure these levers.

Replace pump cam lever (248C) and then turn machine to 200" and replace mould blade
carn lever (1850,

Push shaft into position, and replace washer (65C5) and screw [65C4). Lock the shaft in place
with screw (65C3).

Replace water service bracket {al75A;} and connect up the three unions.

Replace type carrier cam lever guard ”al45Ar

Connect pump rod, adjust according Lo instruclions on “PUMP ADJUSTMENTS (GENERAL)”,
page 15, and lock up.

Replac.e cutter actuating block fork cye pin (18G3) and split pins.

DISMANTLING THE MACHINE IN SECTIONS

(The mactane is assumed o be fitled with the counter mechanism head)

HOW TO REMOVE GOUNTLER MECITANISM HEAD

Remaeve the three cam lever connecling ping: matrix lifter cam voke pin {'K‘)USD}, lead clamp
spring box end pin (18SD’ and jet block driving rod position pin (75D7).

Remove four serews {48112) holding connter mechanism head o machine base.

Remove actuating rod yoke pin |JbDlUD and connect the actuating rod yoke (3SD8) to its
rest position in actuating rod hau:m;ﬁ‘ {_33[)3)

Remaove counder mechanisin head [rom machine base.

Note.  On early pattern machines take care not to let actuating lever (1SD} swing too far to
the right, otherwise the driving pawl of counter gear will gel out ol position and need readjust-
el

HOW TO REMOVE GALLEY BRACKET

Toosen lead stacker Tock nul (175G3) and unscrew lead stacker connecting rod (175G).
Remove five screws (98G1; 'md one screw (95G2) from galley bracket (95G), disconnect air
pipe union (3SA7AY and lift bracket off.

HOW 10 REMOVE PUMFP ERACKET

Proceed according to directions given under the heading “Tur Pump MrecHANIM —HOW
TO REMOVE PUMP BRACKET, page 47,

HOwW TO RFMOVE CAM SHATT STAND

Proceed according 1o divections given under the heading “*CaM SHAFT STAND—HOW TO
REMOVE CAM SHAFT STAND, page 5.

HOW TO REMOVE MAIN STAND

Remove gear cover plate {128A).
Remove three bolts rom the left side of inside of stand and two from the right side.
Lift main stand off, tilting to left to clear water pipes.

HOW 10 REMOVE GEAR ROX

Remove three hexagon headed bolts {255B8) from beneath gear box casting. 'The gear
hox complete may now be lifted off.
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ASSEMBLING THE MACHINE

Place on gear box and tighten the three hexagon headed bolts (255B8).

Lift main stand to position on gear hox, locate it on keys at each end of the gear box.

Screw in location screw (10SAT) (ks has o shouldered partion under the head) and two screws
(L0SAZ).

Next serew in the two long holts (7SA7) at each end of the right-hand side of main stand.

Place in the gear cover plate (125A).

Lift camshaft stand into position, t'ikmg care that the clutch actuating stud (165B7) fits into
the groove of cluteh {215C1).

In lifting the camshaft stand into position grip the bracket and not the pulleys; otherwise
the stand may swing over, The edge of the camshaft stand rests on a shelf on the main stand.

Fix camshaft stand to main stand by two short screws (9506) at cach end of the hracket and
the long screw (95C7) in the centre.

Insert connecting pin (15G:3) in shearing mechanism lever (125C). Connect water pipes by
the outside and inside unions.

See that the pump connecting rod is in machine base in position ready for connecting to punp
bell crank, and then replace pump bracket and metal pot by lifting on to shelf on main stand.

First place in top screw (335HI1).

Run pot down and place in lower screw (335H10) and then the hexagon headed bolt ESSSHIJ

Connect pump operating bell crank (185II) to connecting rod by placing the pin (290SH5) in
the upper hale i hell crank,

Place on galley bracket and fix by live screws (9501), ane special screw (95G2), to main
stand.

Serew in lead stacker connecting rod [175(:r) to stacker eye (178G3) and tighten lead
stacker lock nut {[75G5). Connect air pipe union.

Place: on the required bridge head, according to the product next to be cast.

MOULDS

“MONOTYPE” COVPOSITION MOULDS, 5 POINT TO 14 POINT
Designed for use on the “Monotype™ composing machine, for casting type in any size from
5to H pomt from -2” matrices. A separate mould is required LUL casting lype ol each point size,
The 13 point and 14 point moulds produce type with a slight bevel on the upper edge; this is
to give the matrices a larger seating area on the mould. To enable all these moulds to he used
on the Super Caster an qdaptor base must be used.

“MONOTYPE"™ LARGE TYPE GOMPOSITION MOULDS, 14 POINT TO 24 POINT
Designed for use on the “Monotype” composing machine, [or casting type in 14 point, 18
point, and 24 point from -4” matrices. These consist of a base containing interchangeable mould
blade insels, one [or each point size. The type nick is on the right-hand mould blade block,
similar to that of the 5 to [4 point composition moulds.
Ta enable these moulds to be used on the Super Caster an adaptor hase must be used.

“MONOTYPE” DISPLAY MACHINE TYPE MOULDS, 14 POINT TO 483 POINT

Designed for use on the “Monotype” Caster, for casting type in 14, 18, 24, 30, 36, 12,
and 48 point, from large display Lype matrices. These consist of 4 base containing mlelch'm@&
able mould blade insets, one for each point size. The type nick is on the lelt hand mould
blade block, as the (I]HII]d} matrices are positioned on the mould in a direction reverse to that
of the composition matrices.

To enable these moulds to be used on the Super Caster an adaptor base must be used.
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MATRIX TOCATING 510P

The marrix locating stop (85E6), is shown in position on matrix head base for casting type above 36-point, This must be reversed for
casting type 46-point and under




SUPER CASTER DISPLAY TYPE MOULD, 14 POINT TO 36 POINT
Designed for use on the Super Caster, for casting type and high and low quads and spaces
in 14, 18, 24, 30 and 36 point from large display tvpe matrices. These consist of a base con-
taining interchangeable mould blade insets, one lor each point size. Lhe type nick is on the
left hand mould blade block, as the display matrices are positioned on the mould in a direction
reverse to that ol the composition matrices.
SUPER CASTER DISPLAY TYPE MOULD, 42 POINT 1T0 72 POINT
Designed for use on the Super Caster, lor casting cored type in 42, 48, 60 and 72 point,
from large displav type marrices. These consist of a base containing Interchanqeable mould
blade insets, one for each point size. The type nick is on the left hand mould blade block, as
the display matrices are positioned on the mould in a direction the reverse to that of the
composition matrices.
SUPER CASTER LOW SPACE AND QUOTATION INSETS, 36 POINY TO 72 POINT
Mould blade insets are provided for use with the base ol the 42 point to 72 point Super
Caster display type mould, for casting low spaces and cored quotations in 36, 48, 60 and
72 points on the Super Caster.
STRIP MOULDS
Designed for use on the Super Caster for casting rules and high or low leads in 15, 2, 3, 6
and 12 point; continuous strip border in 6 and 12 point; tlumps and dashes in any leuath

[rom 9 ems pica to 16 ems pica. These consist of a base containing interchangeable platea and
blades with adjustable side blocks.

INSTRUCTIONS UPON THE “MONOTYPE”
COMPOSITION MOULDS, 5 POINT TO 14 POINT
(Applicable to Moulds Nos. 20,000 and upwards)

ATITACHING MOULD TO MACHINE

Set the matris-head base to the correct position (54 1o 36 poINT) by reversing (if necessary)
the locating piece (85E6).

Place stop lever handle (25T5) in the “15 ems” posilion, turn machine o 170° and dis-
connect the ball end (65F1) from the motld blade slide drive lever.

Bring mould blade slide (1S5} to the [orward position, so that the mould blade fork (128LL)
can be connected by means of pin (3SF).

Screw back the micrometer wedge screw until a mould opening of approximately 60 pomts
is obtained.

Connect the pin (24SE7) to hole marked “12” in the type carrier cam lever extension.

Assemble mould on adaptor base (235L), locating it with screw (23515 and sccuring with
screw (2381.4). Care must be taken to ensure that the mould is against the locating faces of
adaptor base.

Fill the hollow screw on end of mould with warm oil to prevent an air lock.

Before attachmb the syphon oiler {2951.1) to the mould fill the two tubes with warm oil.
Before starting the day’s work fill the oiler and replenish it as soon as three-quarters have been
consumed. Nothing but purc heavy mineral oil should be used; any other may cause tinning
and seizure after a short run.

Attach syphon oiler {295L1).

Connect spring Lo low quad lever (refer o instructions for “Castine Low QQuaps axp Spaces,”
page 77;. Push crossblock and coupling hook back until hook is just clear ol mould.

Place mould and adaptor hase on machine, sliding the mould crosshlock coupling hook into
engagement with hook on type carrier. Locale the adaptor basc against its two positioning
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faces by means of the twa eccentric clamps (248L1); secure with three screws (178L1, 23812
and 2381.3). { Mote.—In securing adaptor base with mould to machine care should be taken to
place the three screws in their correct holes, otherwise damage will be done to the mould.)

Connect mould blade to mould blade fork (I12SLL} by means of the pin {125L5), using
handle (125L6); draw mould blade back to contact with pin (125L5] by means of 'the nut
(128L3); lock with nut {128L4). (Note—Two pin wrenches should be used when locking these
nuts in order ta prevent damage to the mould blade by twisting of mould blade fork.)

Attach waler connection (30SLL).

Make certain that the abutment cap (4SF8) is in the correct position for small set sizes, t.e.,
the end with large diameter towards the front.

Connect ball end (63F1) to hole marked *“l'ypE 10 12 PoinT” on mould blade slide drive
lever, and set the fulerum pin eccentric (5SF18) in the “Smarr Type™ position.

Turn machine to 150°, and screw micrometer wedge right down; sel the micrometer wedge
scale at zero, and see that the 5 1o 18 Pomwt” type channel block {295LE) 15 fitted.

REMOQVING MOULD FROM MACIIINE

Turn machine to 1707 and disconnect the hall end (65F1) from mould blade slide drive lever.

Bring mould blade to forward position, loosen nuts (12513 and 12SL4], and remove the
pin {128L5).

Screw back the micrometer wedge until approximately 60 points opening is indicated by
the scales, and pull slide back until the connection is clear of mould hlade.

Remove water connection and oiler.

Remove the three screws and Lwo eccentric clamps that secure the mould, removing the
clamp nearest the front of machine first.

Slide mould and adaptor base squarely forward until coupling hook is clear of mould and
can be withdrawn [rom type carrier; mould can now he lifred off.

Remove mould from adapror hasc and blow out water. Oil the mould and place it in box.

TAKING MOULD APART I'OR CLEANING

Never take a mould apart whilst it continues to give salislactory type. Should it become
necessary to do so, preparce a suilable place, cover 1t with clean paper, and proceed in the
following manner:

Remove the crossblock.

Remove hollow screw on end of spring block.

Remove blade stop and support.

Take off blade cover plate.

Take oll cover springs.

Remove the blades by pulling them straight out; in doing this the blade lever will swing
out with the blades and clear itself.

7. Lusert a few thicknesses of paper in place of the mould blades and remove the side blocks
by canting them towards the blade opening.

This is a¢ [ar as the mould need he taken apart for cleaning. The two eccentric dowel pins
which position the side blocks must not be interfered with in any way; should they be moved,
even slightly, the mould will be thrown out of adjustment.

Clean all parts thoroughly with clean naphtha, benzine or petrol. Rust or adbering metal
may be scraped away wilh a piece of brass rule, care being taken that the cdges are sharp, not
dulled or nicked. On no account use any stone or grinding powder for this operation.

_G‘.:.H:-P-:.}QJ\.’J»—J

REASSEMBLING THE MOUTLD PARTS

1. Place screw slide block in position.
2. Place nick side block in position.
3. Replace blades and Insert mould blade lever while so doing.
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SMONOTYPE” COMPOSITION MOULD X

(Applies to moulds with numbers under 20,000)



4. Advance the hollow screw into the spring black until it touches the helical spring, then
give it an additional half-turn.

3. Replace blade cover plate and screw down firmly.

6. Replace cover springs and screw down firmly. Tf the mould has been cleanly assembled
the blades will now wark freely and withoul shake.

7. Add to the pressure of the helical spring by screwing the hollow adjusting screw lirmly
home.

8. Replace blade stop and support,

9. Oil all parts thoroughly and replace cross block.

INSTRUCTIONS UPON THE “MONOTYPE™
COMPOSITION MOULDS, 5 POINT TO 14 POINT

(Applicable to Moulds numbered under 20,000)

ATTACHING MOULD TO MACHINE

Set the matrix-head base to the carrect position (51 To 36 Poixt) by reversing (if necessary)
the lacating picee (35F6).

Place stop lever handle (25T'5) in the “15 ey position, turn machine to 170 and disconnect
the ball end (6SF1) from the mould blade slide drive lever.

Bring mould blade slide (48F) to the forward position, so that the mould blade fork (1281.1)
can be connected by means of pin (3SF).

Serew back the micromeler wedge screw until a mould opening of approximately 60 points
is obtained,

Connect the pin (245E7) to hole marked 127 in the type ca,uicr cam lever extension.

Assemble mould on adaplor base (2358L), locating it with screw (235L5) and securing with
screw (235L4). Care must be taken to ensure that thr mould is ag(umL the locating faces of
adaptor base.

Fill the hollow screw on end of mould with warm oil to prevent an air lock.

Before attaching the syphon oiler (29ST.1) to the mould (i1l the two tubes with warm oil.
Before starting the day’s work O] the oiler and replenish it as soon as three-quarters have been
consumed. Nothing but pure heavy mineral oil should be used; any other may cause tinning
and seizure after a short run.

Attach syphon oiler (205L.1).

Connect spring to low quad lever (refer fo instruciions for “*CasTiNG Low QUADS AND bPAGL v
page 77). Push crosshlock and coupling hook back until haok is just clear of mould.

Place mould and adaptor base on machine, sliding the mould erossblock coupling hook into
cng'w'emem with hook on type carrier. Locate the adaptor base against its two positioning
faces by means of the two eccentric clamps (24SL1); secure with three screws (175L1, 23512
and 235L3). (Note.—In securing adaptor basc with mould to machine care should be taken to
place the lhn ¢ screws 10 Lheir correct holes, otherwise damage will be done to the mould. )

Connect mould blade to mould blade fork (12SL.I.}) by means ol the pin (125L53), using
handle (12816); draw mould blade back (o contact with pin (12SL5) by means of the nut
(128L3); lock with nut (125L1). (Note. Two pin wrenches should be used when locking these
nuts, in order to prevent damage to the mould blade by wisting of mould blade fork.)

Attach water connection (308LL),
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X SMONOTYPE” COMPOSITION MOULD ON ADAPLIOR BASE A

{Applies Lo moulds wilk nuncbers under 20,000 fitted with early pattern upper mould blade actuating lever]

Shows adaptor base fitted with lover and sprine for closing the uppar mould blade when mould is in use ior casting spaces.
In the illustration the lever and spring are shown in position for casting types or high quads



Make certain that the abutment cap (45F8) 1s in the correct position for small set sizes, Le,
the end with large diameter towards the front.

Connect ball end (65F1} to hole marked “Tvpe To 42 Pomnt™ on mould blade slide drive
lever, and sct the fulerum pin eccentric (53F18) in the “SmaLL Tyre™ position.

Turn machine to 150%, and screw micrometer wedge right down; set the micrometer wedge
scale at zero, and see that the 5 To 13 Pomnt™ type channel block (295EE) 15 fitted.

REMOVING MOULD TROM MACHINE

Turn machine 1o 170" and disconnect the ball end (6SF1) from mould blade slide drive lever.

Bring mould blade to forward position, loosen nuts (12813 and 1251.4), and remove the
pin (125L3).

Serew back the micrometer wedge until appm‘,{lmdrr‘h 60 points opening is indicated by the
scales, and pull slide bhack until the connection is clear ol mould blade.

Remove water connection and oiler,

Remove the three screws and two eccentric clamps that secure the mould, removing the
clamp nearcst the front of machine first.

Slide mould and adaptor base squarely forward until coupling hook is clear of mould and
can be withdrawn from type carrier; mould can now be lifted off.

Remove mould from aduptor base and blow out water. Oil the mould and place it in box.

STARTING MOULD AT BLEGINNING OF RTN

The cross block should be uncoupled from the carrier and withdrawn until the il hole at the
back is uncovered. This hole should be [illed with warm oil, and the oil cup which feeds this oil
hole should be filled. The oil cup which feeds through the screw (1727) should be half filled. A
few draps of oil should be applied to this cup from time to time as required.

[f the blade be loose tvpe will be cast lare;e setwise, at the bottom. This can be remedied by
a.d_}u&tmg the cccentric blade spring (1777). Release the check screw (158), adjust the cceentrie
spring, and again tighten the check screw. The blade should be quite free, but without shake.

If the metal is allowed to become tao hot, or if insufficient water is run through the mould, or
the cross block is imperfectly lubricated, t.ln: hot type metal has a tendeney to adhere to the
intermediate plate and gate blocks. 1t this metal is allowed to accumulate, the gate blacks will
be forced away from the intermediate plate and the type will be cast big, setwise, at the bottom;
if much metal is allowed to accumulare, fins will be cast at the edges. To remedy this the cross
block must be removed and the metal which has adhered to the bearing surfaces of the gate
blocks and intermediate plate should be caretully scraped off with a sharp penknife, sreat care
being observed that the edges of blocks and blade are not damaged. On no account use any
grinding mualerial for this opcration, The adjustment of the gib serews (1736) must not be
altered,

See that the mould is at all times sufficiently lubricated. The block of felt on the outer end of

the mould should be kept saturated with oil, and it should also be seen that it projects far
enough tooil the gate block. 1071 becomes worn, adjust by inserting a picee of cardboard hetween
the felt and the holder. Do not allow the metal pot to vemain under the mould when the machine is not
running.

TAKING THE MOULD AIART FOR CLEANING

Note.—Never take a mould apart so long as it continues Lo give satisfactory type, but elean it
frequently by removing the cross block and by washing or wiping away all metal chips which
have accumulated during working. While a mould is working satisfactorily the less interference
it receives in the way of taking apart the better it will be Jor the mould.

The screws (220, 125, 1736, and 256) and the four slotted taper pins (1730 and 1769), with their set
serewws (302), must not be ad;udted If any of these serews or taper pins are moved 1t will be impossible to
pul the mould into working erder without the aid of special tools, and the mould must be returned to the
- makers,
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Take mould apart in the following order:

Remove the cross block and gib.

Remove the blade stop {1772),

Take off the two flat cover springs hy removing the four screws (187) and slacken the adjusting
screw (1727, and its check nut (1053).

Release the screw {158) and push out the eccentric blade spring {1777) by inscrting a piece
of stout wire through the hollow screw (1727).

Draw out the mould blade, distance piece, and shoe by carefully pulling them straight out at
back of mould.

Remave the side blocks by lifting them upwards so that the ends of their adjustment pins
(1730) clear the intermediate plate, This is as far as the mould should be taken apartfor cleaning.

Wash all parts in naphtha with a jewcller’s brush, and wipe with a clean brush. Wash a sccond
time in fresh naphtha with a clean brush, and place on 4 clean picee of paper ready for assem-
bling. 'L'he attendant’s hands should be thoroughly cleansed between the [irst and second
washings.

ABSEMBLING THFE MOULD

Tlace the screw side block, with its [ell washer, in position. Great care should be exercised
when replacing the side blocks, which are held by taper pins, for if cither the pins or the taper
slots into which they (it arc in the Teast nicked or distorted the mould will be out of adjustment
and must he returned to the makers.

Replace the blade, distance piece and shoe. The narrow end of the distance piece must be
placed nearest to the nick pin slot in the blade and the shoe with the il grooves down.

Insert the eccentric blade spring (1777) through the screw block and bring the distance piece
and shoe into correct position by pushing it through the slot in the distance picee. The pointed
end of the eccentric blade spring (1777) must not be pushed beyond the distance piece and blade,
black cannot be placed in position.

Press the dislance picee down on the shoe and see that the top is quile clear of the hlade: #his
is important.

To replace the spring side block first press down the nick pin in its slot as far as it will go.
Replace the side block, at the same time holding down the blade, as any movement of the latter
may cause the distance piece to rise. To position this side block bring it well forward over the
front of the intermediate plate until the nick pin is in line with its recess in the blade; then gently
push back into position so that the adjustment pin (1750) seats itself into the slot of the inter-
mediate plate. Before attempting to replace the spring side block the spring block plug (1746)
must be pressed as lar back into the spring block as it will go.

Screw the side block into position and push home the cecentric blade spring (1777), tightening
this with the set serew (158), and serew in screw (1727) with the lingers 1o ensure side blocks are
against the side stops. Replace the spring covers, and screw down tightly.

When the screw (1727) has been adjusted, as given in the preceding paragraph, give it an
extra one and a hall turns. Hold it in this position while the check nut is being screwed up hard
against the spring block.,

Replace the blade stop.

Adjust the blade by lurning cecentric blade spring as required. The blade should work freely
but without any shake.

Replace the cross block and gib and fill the mould with warm oil as described under the
instructions for placing mould on casting machine.

Nate—The small recess cut into the top of the spring side block is for the purpose of pressing
down the distance piece, with the aid of the point of a penknife after the mould is assembled,
but it will not be necessary to make use of this slot il the instruclions given are faithfully carried
out. When assembling after cleaning, see that the small piece of felt is replaced in Lhis recess.
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INSTRUCTIONS UPON THL “MONOTYPE”
COMPOSITION MOULDS, 14 POINT TO 24 POINT

ATTACHING MOULD TO MACHINE

Set the matrix-head basc (0 correct position (51 To 36 PoNT) by reversing (if necessary) the
locating piece (BSLES). Place stop lever handle (25F5) in the 15 ems™ position, turn machine to
170% and disconnect the hall end (65F1) from the mould blade slide drive lever.

Bring mould blade slide (45F) to the forward position, so that the mould blade fork (12SLL)
can be connected by means ol pin (3SF).

Serew back the micrometer wedge screw until a mould opening of approximately 60 points
15 obtained, and connect pin (248E7) to hole marked “21” in tvpe carrier cam lever extension.

Assemble mould in adaptor base (23SL) locating with screw (23SL3) and securing with screw
{235L4). Care must be taken Lo ensurc that mould is against the locating faces of adapter base,

Fill oil hole at end of inset with warm oil to prevent an air lock. Belore attaching syphon oiler
{135L1) 1o mould fill the two tubes with warm oil. Before starting the day’s work, fill the oiler
and replenish it as soon as three-quarters have been consumed. Nothing but pure heavy mineral
oil should be used; anv other will cause linning and scizure after a short run. Attach syphon
oiler (15SL1}.

Place mould and adaplor base on machine, sliding mould crossblock coupling hook (33SL1)
into cngagement with hook on type carricr. Locate the adaptor base against its two positioning
faces by means of two eccentric clamps (245L1) and sccure with three serews (17510, 2451.9,
238L3).  (Noie.—In scenring adaptor base with mould to machine care should be taken to
place the three screws in their correct holes, otherwise damage will be done to mould.)

Conneer mould blade to mould blade fork (1281.1.) by means of the pin (1281.5; using
handle (125L6); draw mould blade back to contact with pin (128L5) by means of the nut
(125L3}; lock with nut (125L4). (Nate.—Two pin wrenches should be used when locking these
nuls in order to prevent damage to the mould blade by twisting of mould blade fork).

Attach water connection (30SLL).

Make certain that the abutment cap (4SF8) is in the correct position for “setwise” sizes of type
to be cast. {Refer io “Movrp Brape SiziNe MEGHANISM' ' ADJUSTMENTS WHEN PREPARING TO
cAST 1vPE, page 17.) Connect ball end (6SF1) to hole marked “Tver 1o 42 Point™ on mould
blade slide drive lever, and sct the fulerum pin eccentric (58F18) in the “Suarr. Typs’ position.

Turn machine to 150°, and screw micrometer wedge right down; set the micrometer wedge
scale at zero and see that the 11 to 72 Paint tvpe channel block (30SEE) is fitted.

REMOVING MOULD TROM MACGCHINE

‘Lurn machine to 170° and disconnect the ball end (65F1) from mould blade slide drive lever.

Bring mould Dlade to forward position, loosen nuts (12SL3 and 125L4), and remove the
pin (128L5).

serew back the micrometer wedge until approximarely 60 points opening is indicated by
the scales, and pull slide back until the connection is clear of mould blade.

Remove water connection and oiler.

Remove the three screws and two cecentric clamps that secure the mould, removing the
clamp nearest the front of machine first.

Slide mould and adapror base squarely forward until coupling hook is clear of mould and
can be withdrawn from Lype carrier; mould can now be lifted off.

Remove mould from adaptor base and blow out water. Qil the mould and place it in box.

TO CHANGE FROM ONE POINT SIZF OF INSET TO ANOTHER

{1) Prepare a place covered with clean paper, and have hands clean and free. (?) Remove
crossblock. (3) Open the blade to approximately 18 poinls. (4) Swing blade operating lever
spring box out of contact with lower blade lever. {5) Remove the two small screws on side of
base and two large ones on top of insct.

63



XA “MONOTYPE" LARGE TYPE COMPOSITION MOULD ON ADAPTOR BASE

The illustration shows mould blade inset section for changing the type sizes



The inset can now be removed by pushing it away from the back of the base in the direction
formerly occupied by the cross block, at the same time holding it down on the base o prevent
the blade operating levers from being bent.

When the inset is forward sulliciently to clear the aperture in the base which positions the
inset, push end-wise to disengage the levers from the blades.

As the important sharp edges of the insct arc unprotected when away from the base, extreme
care: musl be laken thal they are neither dulled nor damaged.

Blow the waterways clear, and wipe and oil thoroughly hefore placing It in its compartment
in the mould hox.

6. The required inset and the mould base must be thoroughly washed in clean naphtha,
henzine or petral, and dried with a clean white cloth; any small particle of type metal ad-
hering Lo any parl should be removed with a piece of brass rule. In no cirenmstance must
grinding substances (such as emerv cloth or oil stonc) be used.

Smear a light coating of clean oil on the bollom of the inset and slide into position,engaging
the blade levers by reversing the instructions contained in paragraph 3 ahove.

Insert the two small screws for holding the inset to the base and screw up firmly, then release
and bring them just up Lo bearing. lnsert the two large screws and screw down firmly, then
release and bring them just up to bearing. Finally tighten the two small screws [irmly; then the
wo large anes.

The crossblock must also be thoroughly washed before replacing, and care taken that the
jet blade is in its correct position, z.e., the fluted cnd o the front. The cross block must be
oiled belore inserting, and should work freely; if not, it indicates that the inset has been re-
placed with dirt between it and the base, in which case it must be taken oul and cleaned.

DISMANTLING AND ASSEMBLING INSETS

Il it is found necessary to take apart an inset proceed in the following manncr: Prepare a
suitable place and bear in mind that success or failure Lo make a satistactory job will depend
cutirely on scrupulous cleanliness and the preservation of the sharp edges of the inscts.

1. Drill " hole in ingot of type metal.

2. Procure a steel punch of suitable size {this may be purchased from the Corporation).

3. Plan a method whereby the tapered dowels are ensured of being replaced in the
identical holes from which they are taken.

4. With the cover plate facing downward, place the inset on the ingot of type metal, with the
dowel over the 1" hole; remove the dowels with the punch by giving the latler a sharp tap with
a small hammer.

3. Remove the four screws holding the cover and take off the cover platc. Remove the blade
back stop screw in centre of intermediate plate.

6. Tn removing the blades they must be slid from front to rear. Nezer lift the rear of the blades
when passing them between the side blocks, nor try to force them over the nick pin, as this would injure the
blade or nick pin.

7. Clean carelully all parts which have been removed and insert blade. This is hest done by
placing the upper blade on the lower, and working backwards and [brwards Lo make sure there
is not dirt between them. Pluce the blades on the intermediate plate and hold them firmly down
when sliding into position. These should also be worked backwards and forwards.

8. Before replacing dowels pull a strip of clean cloth backwards and forwards through the holes.

9. Replace the cover; clean the dowels and insert them lightly. Replace the four cover screws
and bring them just up to bearing. Tap the dowels gently and tighten screws a little. L'ap the
dowels home and screw up firmly.

'The water passages of the mould must be kept clean, and whenever the mould s taken oll
the machine blow water out and blow oil through them.

If any deflects occur in the mould that cannot be corrected by following these directions it is
necessary only to return the particular inset which is troublesome. Relurn (o us samples of the
defective type and a memorandum giving particulars of the trouble.
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A SUPER CASTER DISPLAY TYPE MOULD, 14-36 POINT ¥

With illustration of mould blade insct section for casting another size of type




INSTRUCTIONS TUPON THE “MONOTYPE” DISPLAY
MACHINE MOULD WITLTH 14 POINT TO 36 POINT INSETS

ATTACHING MOULD TO MACHINE

Set matrix-head base to correct position (5% To 36 roiNT) by reversing (if necessary) the
locating picee (BSE6R).

Place stop lever handle {25F5) in the ““15 gw™ position, turn machine to 170” and disconnect
the ball end (6SF1) from rhe mould blade slide drive lever.

Bring mould blade slide (48T} to the forward position, so thai the mould blade lork (1258LL)
can be connected by means of pin (35F).

Screw back the micrometer wedge screw until mould blade opens to approximately 60 points.

Connect the pin (24SE7} to hole marked for size of type 1o be cast in the type carrier cam
lever extension.

Push crossblock and coupling hook back until hook is just clear of mould.

Till the oil hole on end of the inset with warm oil Lo prevent air lock.

Before atraching the syphon oiler (15SL1) to the mould, fill the twa tubes with warm oil.
{Always before starting the day’s work, fill the oiler and replenish it as soon as three-quarters
have been consumed.) Nothing bul pure heavy mineral oil should he used; any ather will canse
unning and seizure after a short run.

Attach syphon oiler (153511},

Assemble mould on adaptor base (23SL6), locating with screw (23517}, and scouring with
screw (238L4). (Care must be taken to ensure that the mould is against the locating face in
the adaptor hase.)

Fix the type clamp operating block marked “14 1o 36 (3151.3) on adaptor base by means
of screws (315L5).

Attach the syphon ailer (135L1).

Place mould and adaptor base on machine, sliding the mould crossblock coupling hook
(8447) into engagement with hook on type carrier. Locate the adaptor base against irs two
positioning [aces by means of the two eccentric clamps (24511} and secure with three screws
(17511, 23SL2 and 23SL3). [To prevent damage Lo mould when screwing adaptor base to
machine, care should be taken Lo place the three screws in their correct hales. ]

Place the bridge for display matrix (al3SE) on the adapior base and secure with two screws
{ISE3) and one screw (1SEG).

EEMOVING MOULD FROM MACHINE

Remove bridge {a1SE) by taking oul screws (1SE3 and 1SIE6). Turn machine to 170" and
disconnect the ball end (65F1). Remove water connection (30ST.L) and oiler (155L1). Discon-
nect the mould blade from the mould bladec fork {325LL) by loosening the nuts (325L3) and
(328L4) and remaoving the pin (328L5). Screw back the micrometer wedge until approximatcly
60 poinls opening is indicated by the scales, and pull slide back nniil the connection is clear of
the mould blade. Remove the three screws and two eccentric clamps that secure the mould,
removing first the clamp uearest front of machine. Slide mould adaptor hase squarcly lorward
until coupling hook is clear of mould and can he withdrawn [rom type carrier, when adaptor
base and mould can be lifted ofl’ machine.

Remove mould from adaptor base and blow out water; oil the mould and place in box.

TO CGIIANGE FROM ONE POINT SIZE OF INSET TO ANOTHER

Prepare a place covered with clean paper, and have the hands clean and [ree.
Remove the crossblock,

Open the blades to approximately 18 points.

Swing the blade operating lever spring box out of contact with the lower blade lever.
Remove the two small serews on Lhe side of the base and the two large ones on top of insct
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The inset can now be removed by pushing 1t away [rom the back of the base in the direction
formerly oceupied by the crossblock, at the same time holding it down on the base to prevent
the blade operating levers from being bent.

When the inset 15 forward sufficiently to clear the aperture in the base which positions the
inset, push end-wise to disengage the levers [tom the blades.

As the important sharp rdum of the insel are unprotected when away from the base, extreme
care must be taken that they are neither dulled nor damaged.

Blow the waterways clear, and wipe and oil thoroughly betore placing it in its compartment
in the mould hox.

The required inset and the mould base must be thoroughly washed in clean naphtha,
benzine or petrol, and dried with a clean white cloth; any small particle of type metal adhering
to any part should be removed with a piece of brass rule. In no circumstance must grinding
substaneces (such as emery cloth or oil stone) be used.

Smear a l1ght coating of clean oil on the bottom of the inset and slide into position, engaging
the blade levers by reversing the instructions contained in paragraph b above.

Insert the two small serews for holding the inset to the base and screw up (irmly, then release
and bring them just up o bearing. lnsert the two large screws and screw down firmly, then
release and bring them just up to bearing. Finally tighten the two small screws firmly; then
the two large ones.

The crossblock must also be thoroughly washed before replacing, and care taken that the jet
blade is in its correct position, i.e., the fluted end to the front. The crossblock must be thoroughly
oiled before inserting, and it should work freely; if not, it indicates that the inset has been
replaced with dirt between il and the hase, in whlrh case 1t must he taken out and cleaned.

DISMANTLING AND ASSEMBLING INSETS

Il it 1s found necessary 1o take apart an inset proceed in the following manner: Prepare a
suitable place and bear in mind that success or failure to make a satisfactory job will depend
entirely on scrupulous cleanliness and the preservation of the sharp edges of the insels.

1. Drill 1 hole in inget of type metal.

2 l’locule a steel punch of suitable size (this may be purchased from the Corporation).

3. Plan a method whereby the tapered dowel pins are ensured of being replaced in the
identical holes from which they are taken

4. With the cover plate [acing downward, place the inset on the ingot of type metal, with the
dowel pin over the 2 hole, and remove the pins with the punch by giving them a sharp tap with
a small hammer.

5. Remove the four scrows holding the cover and take off the cover plate. Remove the blade
back stop screw in centre of intermediate plate.

6. In removing the blades they must be slid [rom [ront Lo rear. Never lifl the rear of the blades
when passing them between the side blocks, nor trv Lo furce them vver ihe nick pin, as this would lujure the
blade or nick pin.

7. Clean carcfully all parts which have been removed and insert blade, This is best done by
placing the upper blade on the lower, and working backwards and [orwards o make sure there
is not dirt between them. Place the blades on the Intermediate plate and hold them firmly down
when sliding into position. These should also be worked backwards and forwards.

8. Before r«:pl'tcmq the dowel pins pull a strip of clean cloth hackwards and forwards through
the holes.

9. Replace cover and clean and insert dowel pins lightly; replace the four cover screws and
bring them just up to bearing. Tap the pins lightly and tighten screws a little. Tap the pins home
and screw up firmly.

Tf any deleet oceurs in the mould that cannot be corrected by following these directions it 1s
necessary only to return to our Works the particular inset which is troublesome. Return to us
samples of the defective type, also a memorandum giving particulars of the trouble,

65



INSTRUCTIONS UPON THE “MOGNOTYPLE” DISPLAY
MACHINE MOULD WITH 42 POINT '1'O 48 POINT INSETS

ATTACHING MOULD TO MACGHINE

Set matrix-head base to correct position (12 To 72 poINT) by reversing (if necessary) the
locating picee (885E6).

Place stop lever handle (25ED) in the 15 em” position, turn machine to 1707 and disconnect
the ball end (651} from the mould blade slice drive lever,

Bring mould blade slide {43I') to the forward position, so that the mould blade fork (125LL)
can be conmeeted by means of pin (35F).

Screw back the micrometer wedge screw until mould blade apens to approximately 60 points.

Connect the pin (245L7) to hole marked for size of type to be cast in the type carrier cam
lever extension.

Push crossblock and coupling hook back until hook is just clear of mould.

Iill the o1l hole on end of the inset with warm oil to prevent air lock.

Before attaching the syphon oiler {155L1) to the mould, fill the two tubes with warm oil.
{Always belore slarting the day’s work, fill the eiler and replenish it as soon as threc-quarters
have been consumed.) Nothing but pure heavy mineral oil should be used; any other will cause
tnning and seizure after a short run.

Attach syphon oiler (158L1).

Assemble mould on adaptor base (235L6), locating with screw (235L7), and sceuring with
screw (235L4). (Care must be taken to ensure that the miould is against the locating face in
the adaptor base.)

Fix the type clamp operating block marked ©42 to 487 (318L4) on the adapior base by
means ol screws (318L.5).

Attach the syphon oiler (15SL1}.

Place mould and adaptor hase on machine, sliding the mould crossblock coupling hook
{8447 into engagemenl with hook on type carrier. Locale the adaplor base against its two
positioning faces by means of the two eccentric clamps (245L1}); secure with three screws
(175L1, 23512 and 238L3). Natze—In securing adaptor base with mould to machine, care
should be taken to place the three serews in their correct. holes, otherwise damage will I)(‘ done
to the mould.

Connect mould blade to mould blade fork (328LL) by means of the pin {325L5), using
handle [1281.6), draw mould blade back to contact with pins (3251.3) by means of the nut
(3251.3) and lfJLk with nut (8251.4).

Conuect ball end (6SF1) to mould blade slide lever, according to hole marked for size of
type to be cast, and set the fulcrum pin eccentric (5SF18) in position marked “40-72".

Attach water conneetion (80511,

Place the bridge for dlbpldy matrlx {alSL) on the adaptor base and secure with two screws
(1SE3) and one screw (15L6;.

REMOVING MOULD FROM MACGHINE

Remove bridge {alSE) by taking oul screws (18E3 and 1SE6). 1'urn machine to 170 and
disconnect the ball end (6SI°1). Remove water connection (30SLL) and oiler (15SL1). Discon-
nect the mould blade from the mould blade fork (32SLL) by loosening the nuts (328L3) and
(32814} and removing the pin (3281.0). Serew bac L the micrometer wed'fc unlil applummatcly
ﬁﬂ points opening 1s indicated by the scales, and pull slide back until thc connection is clear of
the mould blade. Remove the three screws and two eccentric clamps that secure the mould,
removing first the clamp nearest front of machine. Slide mould adaptor base squarcly ﬁ)rward
until coupling hook is clear of mould and can be withdrawn from type carrier, when adaptor
base and mould can be Lilled ofl machine.

Remove meuld from adaptor base and blow out water; oil the mould and place in box.
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TO CHANGE FROM ONE POINT 81Z2E OF INSET TO ANOTHER
l. Prepare a place covered with clean paper, and have the hands clean and free of particles
of metal.

2. Remove the crossblock,

3. Opcen the blades to approximately 18 points.

4. Swing the blade operating lever spring box oul of contact with the lower blade lever.
5. Remove the two small screws on the side of the base and the two large ones on top of inset.

The inset can now be removed by pushing it away from the back of the base in the direction
formerly occupied by the crossblock, at the same time holding it down on the hase to prevent
the blade operating levers from being hent.

When the inset is lorward sufficiently to clear the aperture in the base which positions the
inset, push end-wise to disengage the levers [romn the blades.

As the important sharp edges of the inset are unprotected when away [rom the base, extreme
care must be Luken that they are neither dulled nor damaged. _

Blow the waterways clear, and wipe and oil thoroughly before placing it in its compartment
in the mould box.

. "I'he recquired inset and the mould base must be thoroughly washed in clean naphitha,
benzine or petrol, and dried with a clean whitc cloth; any small particle of type metal adhering
to any part should be removed with a piece of brass rule. In no eircumstance must grinding
substances {such as emery cloth or oil stone) be used.

Smear a light coating of ¢lean oil on the bottom of the inset and slide into position, engaging
the blade levers by reversing the instructions contained in paragraph 5 above.

Insert the two small screws for holding the inset Lo the base and screw up firmly, then release
andd bring them just up to bearing. Insert the two large screws and screw down firmly, then
release and bring them just up to bearing. Finally tighten the two small screws firmly; then
the two laree ones.

Lhe crossblock must also be thoroughly washed before replacing, and care taken that the jet
blade 15 in 1ts correct position, i.z., the [luted end to the front. The crossblock must be thoroughly
oiled before inserting, and it should work [recly; if not, it indicates that the inset has been
replaced with dirt between it and the base, in which case it must be taken out and cleaned.

DISMANTLING AND ASSEMBLING INSETS

Note.—Before dismantling he certain to remove the small blade cover plate atiached o the
large cover plate on top of inset. This is important, becanse if it is not removed it will be broken
when removing tapered dowel pins. Also, when assembling, do not attach this blade cover
plate until the remainder of the inset is assembled.

If it is found necessary Lo lake apart an inset proceed in the following manner: Prepare a
suitable place and bear 1n mind that success or [ailure to make a satisfactory job will depend
entircly on scrupulous cleanliness and the preservation of the sharp edges of the insets.

1. Drill " hole in ingot ol type metal,

2. Procure a steel punch of suitable size {1his may be purchased from the Corporation).

3. Plan a method whereby the tapered dowel pins arc ensured of being replaced in the
identical holes from which they arc taken,

4. With the cover plate facing downward, place the inset on the ingot of type metal, with the
dowel pin over the 1” hole, and remove the pins with the punch by giving them a sharp tap with
a small hammer.

5. Remove the four screws helding the cover and take off the cover plate. Remove the blade
back stop screw in centre of intermediate platc.

6. In removing the blades they must be slid from front o vear. Never 1ifL ihe vear of the blades
when passing them between the side blocks, nor try to force them vver the wick prin, as this would injure the
blade or nick pin.
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7. Clean carefully all parts which have been removed and insert blade. This is best done by
placing the upper blade on the lower, and working backwards and forwards to make sure there
is not dirt between them. Place the blades on the intermediate plate and hold them firmly down
when sliding into posidon. These should also be worked backwards and forwards.

3. Before replacing dowels pull a strip of clean cloth backwards and forwards through the holes.

9. Replace cover and clean and insert dowel pins lightly; replace the [our cover screws and
bring them just up to bearing. Tap the pins lightly and tighten screws a little. Tap the pins home
and screw up firmly.

Tf any defeet occurs in the mould that cannot be corrected by following these directions it is
necessary only to return to our Works the particular inset which is troublesome. Return to s
samples of the defective type, also a memorandum giving particulars ol the trouble.

INSTRUCTIONS UPON TIIL SUPER CASTER DISPLAY
MOULD, 14 POINT TO 36 POIN'T

ATTACIIING MOULD TO MACGHINE

Set the matrix-head base to the correct position, that is (5% o 36 Paoinr) by reversing
{if necessary) the locaring picee (8SE6).

Place stop lever handle (25I'3) in the “[5 EM” position, turn machine to 170° and disconnect
the ball end (65T'1} from the mould blade slide drive lever.

Rring monld blade slide (481 Lo the [orward position, so that the mould blade fork (125LL)
can be connected by means of pin {35F).

Screw back the micrometer wedge screw until mould blade opening of approximately 60
paints is obtained.

Clonnect the pin (24SE7) to hole marked for size of type 1o be cast in the Lype carrier cam
1CVET CRTONEION.

Push crossblock and coupling hook back until hook is just clear of mould.

Till the oil hole on end of the inset with warm o1l o prevent air lock.

Before attaching the syphon oiler (15811} to the mould, fill the two tubes with warm oil.

(Always before starting the day’s work, fill the oiler and replenish it as soon as threc-quarters
have been consumed.) 1\Iul.hlug; but [pure heavx mineral oil should be used; any other will cause
tinning and seizure after a short run.

Attach syphon ailer (138T.1).

Place mould on machinc, 911chng coupling hook into engagement with hook on type carrier.
Lacate the mould against its two positioning faces by means ol the two eccentric clamps (11SL1)
and secure with three screws (178L1).

Connect the mould blade to mould blade fork {125LL) by mcans of the pin (1281.5) using
handle [125L6); draw mould blade back to contact with pin (125L5) by means of the nut
(1281.3) and lock with nut (125L4).

Place the bridge for dl.:s’)l’-'t‘y matrix (a1SE) on the mould and secure with three screws (15SE3).

Attachwater connection (195L1.).

Make certain (hal the abutment cap (45I°8) is in the correct position for “setwise’ size of
type to be cast. (Refer to “MouLp BLane S1zinG MECHANISM”—ADJUSTMENTS WHEN PREPARING
TO GAST TYPE, pdm‘ 17.) _

Connect ball end (l)f:l_'l) to hole marked “Tw¥re To 42 Pomt® on mould blade slide drive
lever and sct the fulerum pin eccentrie (35F18) in the “SmarL '1'yer” position.

Turn the machine w 130%, and screw micrometer wedge right down and set the micrometer
wedge scale at zero and see that the 14 to 72 point type channel block (30SEE) 1s [itted.
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REMOVING MOULD TROM MACIIINE

Remove the display matrix bridge (alSE] by taking out the three screws (18E3). Lurn
machine to 1707 and disconnect the ball end (65F1). 'L'ake off the water connection (19SLL)
and the oiler (155L1).




Disconnect the mould blade from the mould blade fork (12SLL) by loosening the nuts
(1251.3) and (125L4) and removing the pin (125L5). Turn up the micrometer wedge screw
handwheel until approximately 60 points opening is indicated by the scales.

Take out the three screws {17581.1) and the two eccentric clamps (145113, pull the mould
toward the right-hand side of machine until the coupling hook is clear of the mould and can
be uncoupled from the type carrier,

Lift mould oll'machine, blow out water, oil the mould and place in box.

TO CHANCE FROM ONE DPOINT SIZE OF INSET TO ANOTIIER
. Prepare a place covered with clean paper, and have the hands clean and free.
Remove the crossblock.
. Open the blades Lo approximatcly 18 points.
. Swing the blade operating lever spring hox out of contact with the lower blade lever.
5. Remove the two small screws on the side of the base and the two large ones on top of inset.

The inscl ean now be removed by pushing it away from the back of the base in the direction
formerly occupied by the crossblock, at the same time holding it down on the base to prevent
the blade operating levers [rom being bent.

When the insct is forward sufficiently to clear the aperturc in the base which positions the
inset, push end-wise to disengage the levers from the blades.

As the important sharp edges of the insel arc unprotected when away from the base, extreme
care must be taken thar they are neither dulled nor damaged.

Blow the walerways clear, and wipe and oil thoroughly before placing it in its compartiment
in the mould box.

6. The required inset and the mould base must be thoroughly washed in clean naphtha,
benzine or petrol, and dried with a clean white cloth; any small particle of type metal adhering
to any parl should be removed with a piece of brass rule. In no cirenmstance must grinding
substances (such as emery cloth or oil sloue) be used.

Stcar a light coating of clean oil on the bottom ol the inset and slide into position, engaging
the blade levers by reversing the instructions contained in paragraph 5 ahove.

Insert the two small screws for holding the insct to the base and screw up firmly, then release
and bring them just up to bearing. lnsert the iwo large screws and screw down firmly, rhen
release and bring them just up to bearing. Finally tighten the two small screws firmly; then the
two large ones.

The crosshlock must also be thoroughly washed before replacing, and care taken that the jet
blade isin its correct position, i.e., the fluted end (o the front. The crosshlock must be thoraughly
oiled before inserting, and it should work freely; if not, it indicates that the inset has been re-
placed with dirt between it anid the base, in which case it must be taken out and cleaned,

R

DISMANTLING AND ASSEMBLING 1INSETS

Note.—Belore dismantling be certain to remove the small blade cover plate attached to the
large cover plate on top of inset. 'I'his is important, because if it is not removed it will be broken
when removing tapered dowel pins. Also, when assembling, do not attach this blade cover
plate until the remainder of the inset is assembled.

If it is found necessary to take apart an inset proceed in the [ollowing manner: Prepare a
suitable place and bear in mind that success or [ailure to make a satisfactory job will depend
entirely on scrupulous cleanliness and the preservation of the sharp edges of the insels.

[. Drill 1" hole in ingot of type metal.

2. Procure a steel punch ol suitable size (this may be purchased from the Corporation).

3. Plan a method whereby the tapered dowel pins arc cnsured of being replaced in the
identical holes {rom which they are taken,

4. With the cover plate lacing downward, place the inset on the ingol of type metal, with the
dowel pin over the 1 hole, and remove the pins with the punch by giving them a sharp tap with
a small hammer,
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72-POINT SUPER CASTER DISPLAY 'I'YPE MOULD

The illustration also shews muuld blade insct scetion and special erasshlock for casting hollow guotations, quotation core block, and cap for casting
72-point low spaces




5. Remove the four screws holding the cover and Lake off the cover plate. Remove the blade
back stop screw in centre of intermediate plate.

6. Tn removing the blades they must be slid from front to rear. Never lift the rear of the blades
when passing them between the side Blocks, nor iry lo force them over the nick pin, as this would injurc the
blade or nick pin.

7. Clean carefully all parts which have been remaoved and insert blade. This is best done by
placing the upper blade on the lower, and working backwards and forwards to make surc there
1s not dirt between them. Place the blades on the intermediate plate and hold them firmly down
when sliding into position. These should also be worked backwards and forwards.

8. Before replacing the dowel pins pull a strip of clean cloth backwards and lorwards through
the holes,

9. Replace cover and clean and insert dowel pins lightly; replace the four cover serews and
bring them just up to bearing. Tap the pins lightly and fighten screws a litile. Lap the pins home
and screw up firmly.

If any defect oceurs in the mould that cannot be corrected by following these directions 1t 1s
necessary only to return to our Works the particular inscl which is troublesome. Return to us
samples of the defective type, also a memorandum giving particulars of the trouble.

INSTRUCTIONS UPON THE SUPER CASTER DISPLAY
MOULD, 42 PGINT TO 72 POINT
ATTACHING MOULD TO MAUGHINE

Set the matrix-head base to the correct position, that is “42 To 72 Point” by reversing (if
necessary) the localing piece (85EG).

Place stop lever handle (2SF3) in the “15 kw™ position, lurn machine to 1707 and disconnect
the ball end (6SF1) from the mould blade slide drive lever.

Bring mould blade slide {43I) to the forward position, so that the mould blade fork (135LL)

can be connected by means of pin (38F).

Screw back the micrometer wedge screw until mould blade opens to approximately 60 points.

Connect the pin (245L7) to hole marked for size ol Lype to be cast m the type carrier cam
lever extension.

Push crossblock and coupling hook back until hook is just clear ol mould.

Fill the oil hole on end of the insct with warm oil to prevent air lock.

Beforc attaching the syphon viler (168L1) to the mould, fill the two tubes with warm oil.

Before starting the day’s work, fill the oiler and replenish it as soon as three-quarters have
been consumed. Nothing bul pure heavy mineral oil should be used; any other will cause
rinning and seizure after a short run. -

Attach syphon oiler (16511} and mould on machine, sliding coupling hook into engagement
with hook on type carrier. Locate the mould against its two positioning faces by means of the
two eccentric clamps (14SL1); secure with three screws [17SL1).

Connect the mould blade to mould blade fork (L3SLL) by means of the pin {1351.5) using
handle {128L6); draw mould blade back to contact with pin (13SL5} by means of the nut
(135L3) and lock with nut (1351.4).

Place the bridge [or display matrix (al SE} on the mould and sceure with three screws (15E3).

Attach water connection (Z0SLL).

Make certain that the abutment cap (1SF8) is in the correct position for “sctwise” size of

typt Lo be cast. {Refer o “MouLp BLADE SizinG MreHANISM —ADJUSTMENTS WHEN PREPARING
TO CAST TYPE, page 17.)

Conncet ball end (68F1) 1o hole marked for size of type to be cast on mould blade slide drive
lever and set the fulcrum pin eccentric (HSF18) in the position marked 40 to 727,

Turn machine to 130°, and screw micrometer wedge right down and ser the micrometer
wedge scale at zero and see that the “14 to 72 point™ Lype channel block (30SLEL) 1s fitted.
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REMOVING MOULD FROM MAGIIINE

machine 10 170% and disconnect the ball end (68F1). Take off the water connection (20SLL)
and the oiler {(165L1}.

Disconnect the mould blade [rom the mould blade fork (125L1.) by loosening the nuls
(I135L3) and (13S1.4) and removing the pin {13SL5). Turn the micrometer wedge screw

Remove the display mairix bridge (alSE) by taking onut the three screws (1SF3). Turn

handwheel until approximaicly 60 points opemng is indicated by its scales. .

Take out the three screws (17SL1) and the two eccentric clamps (1481.1); pull the mould
toward the right-hand side of machine until the coupling hook is clear of the mould and can
he incoupled from the type carrier.

Lift mould off machine, blow out water, oil the mould and place in box.

TO CHANGE FROM ONE POINT SIZE OF INSET TO ANOTHER

1. Prepare a place covered with ¢lean paper, and have the hands clean and free from particles
of metal.

2. Remove the crossblock.

3. Open the blade to approximately 18 points.

4. Swing the blade operating lever spring hox out of contact with the lower hlade lever,

5. Remove the two small screws on the side of the base and the two large ones on Lop ol inset.

The insel can now be removed by pushing it away from the back ol the hase in the direction
formerly occupied by the crossblock, at the same time holding it down on the basc to prevent
the blade operating levers from being bent.

When the inset is forward sufficiently to clear the aperture in the base which positions the
inset, push end-wise to disengage the levers from the blades.

As the important sharp edges of the inset arc unprotected when away [rom the base, extreme
care must be taken thal they are neither dulled nor damaged.

Blow the waterway clear, and wipe and oil thoroughly before placing it in its compartiment
i the mould box.

6. The required inset and the mould hase must be thoroughly washed in clean naphtha,
benzine or petrol, and dried with a clean white cloth; any small particle of type metal adhering
o any part should be removed with a piece of brass rule.

In no circumstance must grinding substances {(such as emery clotl or oil stone] be used.

Smear a light coating of clean oil on the bottomn of the inset and slide into posilion, cngaging
the blade levers by reversing the instructions contained in paragraph 3 ahove,

lnsert the two small serews for holding the inset to the base and screw up firmly, then release
and bring them just up to hearing. Insert the two large serews and screw down [irmly, then
release and bring them just up Lo bearing. Finally tighten the two small seresvs firmly; then the
two large ones.

The crosshlock must also be thoronshly washed before replacing, and care taken that the jet
blade is i its correct position, 7.e., the fluted end (o the front. The crossblock must be tharoughly
oiled before inserting, and it should work freely; if not, il indicates that the inset has been
replaced with dirt between it and the base, in which case it must be taken out and cleaned.

DISMANTTING AND ASSEMBLING INSETS

Prepare a suitable place, and bear in mind that snccess or failure to produce a satisfactory
job will depend entirely upon serupulous cleanliness and the preservation of the sharp edges ol
the insels.

1. Place the inset on the beneh with the cover downward, and remove the three screws (hal
sccure the cover, taking care to remove the correct screws only: ie., those which have their
points {lush with the face of the cover plate. Place these screws on the bench in such 2 manner
that they can with certaintly he replaced in the same holes. L'urn the inset over and remove the
two screws from the front of cover plate. Do not remove or damage the dowel pins.
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Take oll the cover plate by inserting two screwdrivers under the cover in the slots provided,
and gently prise it up.

2. Remove the mould blade stop by taking out the two small screws,

8. 'I'he blade can now be removed by sliding it toward the back of the inset. Never lift the
rear of the blade when passing it between the side blocks, nor try to foree it over the nick pin, or damage
will be done to blade or nick pin.

4. Clean carefully all parts which have been removed and insert blade. This is best done by
placing the blade on the intermediate plate, and holding it down whilc sliding it into position;
do not push it straight, bul work backwards and forwards until it is in position.

5. Malke sure that the cover and blocks are clean. Replace cover on the pins and secure with
the two screws at the front; turn insel over and replace the three screws. Replace the mould
blade stop and screws.

The water passages of the mould must be kept clean, and whenever the mould is taken off
the machine, blow water out and blow oil through them.

CASTING LOW QUADS AND SPACES

(Applicable to ** Monotype™ Compwazwrs Moulds Nos. 20,000 and upward, and to 14, 18 and
24 Point * Monotype™ Compovztw;z Moulds)

The low quad lever on these moulds is operated by means of the spring (255L] atlached to
the lever (228L1). To cast low quads and spaces turn the lever (23SL1) towards the rear; to
cast types or high quads, tnrn the lever lowards the [Tont.

(Applicable to < Monotype Composition Moulds mumbered under 20,000)

These moulds must be fitted with the low quad lever (2781.). When assembling these moulds
to the adaptor base {235L) the bracket (a25SL2) must first be removed from the base by
taking out the two screws {2581.3).

With mould assembled in base, replace the bracket (a255L2) and connect the spring (2551
to the lever {255L1).

To cast Jow quads and spaces turn the lever (2081.1) towards the rear; to cast types or high
quads, turn the lever towards the front.

(Applicable to < Monetype” Composition Moulds numbered under 20,000, fitted with Low Quad
Mechanism—Old Style)

The low guad mechanism on these moulds is operated by means of the spring (2851.2)
atlached to the lever (285L). To cast low quads and spaces attach the spring to the post on
the left hand side of adaptor basc. To cast types or high quads, attach the spring to the post
on the right hand side of adaptor base.

A special mould blade fork (265LL) must be connected in place of the fork (12SLL).

{Applicable to Super Caster, 14 to 36 Point Moulds)

Swing the blade operating lever spring box out of contact with the lower blade lever into
the reverse position, abutting on the stop fixed to the Tubricator. Tt is not nceessary 1o remove
the bridge to make this adjustment. When casting low quads or spaces it is important that a

blank matrix be inserted in the matrix-case, otherwise the pressure of the molten type metal
will spring the blades apart.

(Applicable to Super Caster, 12 to 72 Point Moulds)

With an insct ol the re quil ed pointsize in posilion, and the cross shide fitted, remove the serew
[rom top of blade and, using the mould blade cap handle, remove the blade cap. ;
Make sure that the matrix sear and low space cap are ckdn and asscmble the cap on the
mould with the slot toward the cross slide. Assemble the two low space cap clamps. Ln clamping
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with the two hexagon headed screws, great care should be taken to clamp both sides of the cap
evenly. 'L'his is best done by tightening both serews until thev just bear, and then making them
both moderately tight, finally tghtening them lirmly in position.
When reassembling the blade cap, make certain that the blade and cap are perlectly clean,
Note—When casting low quads and spaces always usc a hlank maitrix in the matrix-holder,
otherwise the pressure of the molten metal will spring the blades apart.

TO CAST QUOTATIONS

To cast quotations it 1s necessary for the mould to be equipped with the special crossblock
used for quorations onlv; this is additional to the inset required for each quotation point size.

The machine must be equipped with the type channel black (fixed) (30SEER), and the malrix
lifter lever shaft handle (17SE3) must be to the left. To set this handle in the correct position,
turn the machine 1o 107 and lift the knob (19SE), turn handle to left and release the knob
(195L), making sure that it locks the shaft (17SE1) with handle (178E3) in the correct position.

Open mould to the correct set size required, insert the core in the holder (8SLL) and place
on machine, making sure that the core is in correct position over the mould opening. Carc
must be taken 1o ensurc that the quotation core as it descends does not foul the mould blade.

INSTRUCTIONS FOR ASSEMBLING AND USING SUPER
CASTER STRIP MOULDS (IMPROVED PATTERNXN)

The matrix guide [7035) is clamped on o the lixed side block by a hexagon headed screw
(278), and is used to position the border matrix holder and dash matrix. "It is also used for
loca.tiug G-point to-12-point low blade caps. Great care must be taken to sec that the faces which
locate on the fixed side block are quite clean.

The matrix cover (7400} is used in conjunction with the guide when casting borders or
dashes. It is held in contact with the guide by a knurled headed screw (7410), placed in the
upper hole ol matrix clamp post {7409). This post should be inserted in the hole near the outside
edge of the movable side block.

The matrix clamp (8725) is used when casting low leads from 14 pomt to 12 pont and with
all rule matrices. With this clamp use the wing screw (9212) and washer (2194).

The matrix locater {7463) is used with 1L-point to -}-pmni low blade caps and with all rule
matrices.

The knurled headed screw (7410) in the lower hole of the clamp post (7409) is used for
keeping the rule matrix against the locater by means of the clamp pad (8721). 'I'his screw must
not, in any circumstaneces, be used in conjunction with the low hlade caps.

The splash guard {:8391) slides between the matrix clamp and locater, thus covering the open
end of rule matrices. It affords protection for the operator should a cast be so hollow that the
next cast passes throngh iL

The side plates are of three different designs. 'I'hose with horizontal grooves (8596 and 8597)
arc for 1-point low leads; those with vertical grooves (8392 and 8391) for 14-point to 4-point
leads and rules, and the plain plates {7425 and 8465) for 6-peint to 12-point leads, rules,

h .
das e Ste e I I S 4 point; those with the

grooves are for 6 pomt to 12 pumt

The blade connection (8684) is used when casting from 1 point to 4 point. When changing to
the larger sizes (6 point to 12 point) the blade connection can be removed from the machine by
raising the lever (25I'3] at rear of micrometer head o the 15-em position, the side plates having
lirst been removed from the mould.

The roller (8924) in movable side block is designed ta direct the product as it leaves the
mould. Should the product have a tendency to rise the knurled head should be turned anti-

clockwise unlil a straight product is produced, The roller can be put out of action by means of |
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the roller carrier eccentric (8921) in top of block. This should be done when changing the mould
Lo a different size.

When using the dotted rule aitachment, the supporting pad (8922) in mould base should be
raised to the level of the bottom of the side plates. This is adjusted by means of the pad
eccentric (8923), the head of which is just below the lead clamp lever. Lock in position by screw
at side of eccentrie, The support pad should, when casting any product except dotted rule, be
locked in position below the level of the clearance in the mould base.

The lead clamp {7453} is for holding the product while the cast takes place.  (For adjusiments
see paragraph 19 under heading “CIIANGING THE STRIF MOULD TO CAST ANOTHER SIZE.™)

'I'lie {riction plunger (8913) in movable side block is designed to prevent the producl moving
hack with the hlade,

CHANGING THE STRTP MOULD TO CAST ANOTHER SIZE
Removing Parts lo be Changed

1. Turn ofl’ water supply.
2. Disconnect lead clamp serew from its operating rod.
3. Remove side block and side plate.
4. Remove distance pieces and blade, and, if nceessary, the left-hand side plate.
Assembling Ports of Size Required
5. Make sure that all parts are perfectly elean.
6. See that the correct lefi-hand side plate is in position. Do not forget oil pad.
7. Smear blade and distance piece with castor oil and place them in position. (See that all

parts selected are for the required size.)

8. Select a piecc of product ol the size to be cast and place it against side plale.

9. Place right-hand side plate against distance picces and see that oil pad is in position.

10. Place movable side block in position against lead clamp block.

11. Hold side block firmly in position and tighten with the fingers the three vertical and three
herizontal holding down screws.

12, Lightly tighten vertical screws with spanner.

13, Lightly tighten horizontal screws with spanncr.

11. Repeat instructions 12 and 13 in the same order, firmly tightening all six sorews.

15. Connecet the blade o the blade slide. It should be undersiood that the purpose of the
cevenlric connecting pin (7711) is to prevent slackness between blade and its slide; there is no
necessity to use it to lock the blade o the slide.

16. Discounecl the mould blade lever from its connecting rod, and check to ascertain that
blade is quite frce in mould.

17. Replace connecting rod on blade lever, making certain thal il is in the correct hole.

18. Connect lead clamp lever (7455) to its conneeting rod.

19. Adjust lead clamp lever serew (7452) so that when lever is in its lowest position there is
17 compression on spring. L this position there should be about " clearance between under
side ol lever and main stand, and " between inside boss of lever and mould,

90. Attach low blade cap or malrix, whichever is required.

21. Fill the oil holes with castor oil.

If it is desired to change any 11-poinl Lo 4-point size from high to low product or eice versa,
it is not necessary o dis-assemble the mould.

22, Turn off water supply.

23. Disconnect lead clamp screw from its operating rod and remove eccentric (7711).

24, Remove mould from machine. ;

25. Change blade—make cortain that the new blade is smeared with castor oil.

96. Change the mould covering (cap or matrix) as required.

27. Replace the mould.
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MOULD BLADE CONNECTING LINKS

—123L —Mould Bladc Fork—New Style Low Qnad.

2—265L —Mould Blade Fork—Old Style Taw Quad,

9—aaSL —Mould Blade Iork—Display Mould 42-48 Point and Didot,
4—135L. —Maould Blade Fork —40-42 Point and Didot, Series 7.4.,000.
5—12SLG- Mould Blade Fork Pin Handle.



HOW TO REPLACE THE STRIP MOQULD FIXED S$IDE BLOCKS

To replace the fixed side Block should it be necessary to remove it for cleaning purposes:

28. See that all parts are quite clean,

29. Place jet block (7456) in position.

30. Firmly hold side block in position and make the centre vertical screw and the three
horizontal screws finger tight.

31. Place cover plates (9214 and 9215) in position and make the remaining lour vertical
screws [mger Light,

32. Lightly ughten all vertical screws with spanner.

35. Lighily tighlen all horizontal screws with spanner.

34, Repeatinstructions in paragraphs 32 and 33 in the same order, firmly tightening all cight
SCTEWS.

35. Place on machine and proceed as when changing from one size to another,

SUGGRETIONS TO ENSURT CASTING SATISFACTORY STRIDP PRODUGT

The jet opening position should be very carefully adjusted. This applics cspecially when
casting T-point. 1}-paint and 2-poinl material,

Place the eccentric connecting pin, attached to the cam lever, in the 1-point position, and
adjust so that the edge of the jet is exactly flush with the front of fixed side plate.

Use gauge (65T1).

When making this adjustment see thar the side plate is in good contact with the side block.
Make sure that the flat on jet block driving rod is quite clear under the fixed side block.
Alwavs keep the cone-shaped o1l pads in the side plates.

Keep oil holes filled with castor oil.

When casting 13-point and 2-point rules always set the matrix so that the end of the pattern /.

is approximately L” in front of top of blade.
Matcerial [rom 1 point to 4 point should be cast with the water hall turned on. For 6 point to
12 point the water should be fully turned on.
For all work the spring shonld be so adjusied that about 33" of screw shows above the nut.
See Lhat speeds, temperatures and trip are set in accordance with the chart.
It is absolutely essential that both nozzle and pump well be frequently cleancd.

PREPARING 10O CGASYT CONTINUOUS BORDER STRIP

When placing the malrix in holder insert the open end towards the stop.

Seal the open end of matrix with hard soap.

The matrix lifter must be in its upper position in order Lo atlach matrix holder.

Very carefully set micrometer head for length of border {the amount plus or minus of -996"
is stamped on side of matrix).

Before taking a cast, turn machine o see that matrix can seat on the mould and that when
matrix is in its lowest position there is approximately 4" compression on spring.

Take first cast by turning machine by hand.

Afler the [irst cast has been made remove matrix and clean out soap.

Save the piece of border left in mould. This can be used for the first cast when using the same
matrix again, thus avoiding the need lor soap.

CORREGT POSITION TOR DASII MATRICGLES
When using dash matrices always place the side on which the size is marked towards the
matrix guide.

DOTTED RULE CASTING
When casting 12 point or didot “full body™ dotted rules it is necessary to use the galley
eccentric to support the product.
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CONVERTING EARLY PATTERN STRTP MOULDS TO PRESENT PATTERN

Should customers wish to convert their alder pattern strip moulds Lo the present pattern, the
following new parts will be required:

T'wo side block holding down screws (9197} to replace the longer vertical cheese headed
screws in the fixed side block.

Two side plate clamp wing screws and washers (9211 and 2194) to replace hexagon headed
screws (337).

Matrix clamp wing screw and washer (9212 and 2191 to replace hexagon headed screw (279,

Blade cap clamp wing screw and syasher (9213 and 2194} to replace hexagon headed
screw (276) for 1-point low leads onlv.

The nhju Lol these parts is to enable the fixed side block to be more rigidly held in place and
o provide thumb screws instead of hexagon headed screws so that indue pressure should not
be placed on the side plae.

The mould with these alterations can bc operated in a similar manner to moulds of the latest
design, except that under the heading “asseMBriNG THE MOULD™ the side plate clamp screws
should be lightly tghtened between the instructions in paragraphs 11 and 12, and finally
tightened between instructions in paragraphs 13 and 14.

ATTAGHING STRIP MOULD TO MACHINE

Place counter head in pu&itiou on machine, secure with four screws (45112} and make
cerlain that the weight {235D) is hanging r‘orrecﬂy Remove border maltrix lilter [rom counter
bracket, unless borders or dashes ure o be casl.

Clonuect lead clamp spring rod end pin [185D) to cam lever,

Connect mould cross block cannecting rod to type carrier cam lever extension (a265C3) by
putting the jet block position pin ubl)/i into hole marked “12.7

Clonnect counter mechanism actuating lever (15D) 1o yoke (35D8) by means ol acluating rod
yoke pin (38D10D).

Place strip mould on machine, attaching the cross block to jet block driving rod (a65DD).

Insert eccentric clamps {14811} in main srand and twhl{n muuld i1 position.

Fix mould (o main stand with four screws (185L15.

Connect the mould blade slide (48F) to the mould blade by means ol the connecting pin
3SF) and lock with serew (3SF15.

" Put on water connection n!lSLL\

Connect lead clamp lever (7453) by means of lead clamp lever pin (178DD), and lock same
with serew (1785D2).

Test mould blade action by moving mould blade slide lever' by hand.

Connect mould blade slide lever o “mould blade slide lever connection by means of the ball
end (6SF1), which must be placed in the hole marked according to the product to be cast. Lock
ball end by means of nut (65F2).

REMOVING STRIP MOULD FROM MACGCHINL

Disconnect mould blade slide lever (adST'1} by removing the ball end (6SF1).

Move the mould blade stop lever handle (28F3) to the 13-em position.

Slide mould blade forward and take out the mould blade fork connecting pin (35F).

Disconnect lead clamp lever [7455).

Eemove product from mould.

Remove waler connection (215LL.

Remove four screws ISSll fram mould base and the two eccentric clamps (L4SL!) from
the sides of the mould. \lwd}s remove the eccentric nearest the front of the machine first.

Pull mould toward metal pot and detach cross block from driving rod (ab5D) by lilting the
lelt-hand side of mould.
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RETURNING MOULDS TO OUR WORKS FOR REPAILRS

It is not possible for operarors to repair moulds; they have neither the special tools nor the
neeessary experience. Further, moulds should never be altered in any particular, nor should they
be taken apart as long as they produce good type (or other material).

If in any mould any defect should develop thal cannot be corrected by following the in-
structions in this book the mould or inset should be returned to our Works for repair or adjust-
ment. In returning any such mould or inset send also a few of the delective types or a few short
pieces of the defective sirip, with a nole giving particulars of the trouble.

When returning a mould for repair enclose in the box the nozzle appertaining o such mould.

OIL TO USE

It is important that only the best oil should be used. This applies very particularly to the
moulds, which are highlyv-finished pieces of mechanism, and upon which the accuracy of the
product depends.

For general usc on the machine we recommend the Vacuum Oil Company’s product, and
for the Lype mould Duckham’s mould oil. Tor the Lead and Rule Mould use a rcliable qualily
of castor oil.

MICROMETER AND ALIGNING GAUGE

The caster attendant must be provided with a micrometer for measuring his product, and
with a reliable gauge with which to test the alignment of the type faces. '

MATRIX HOLDLRS
Holders are supplied for carrying the various styles of matrices in correct positions over the
mould. Full details of the various patterns ol heolders and their uses are described in the following
paragraphs:

2% MATRIX HOLDER (35LL)

‘T'his holder is used only for the -2" 32" matrix. The matrix is inserted in the holder hy
pushing forward the trigger (3ST.4), thus bringing back the malrix retainer (35L11} and allow-
ing the matrix to be placed in position. The matrix must be placed in the holder with the
designation number to the right, when holder is in position on machine. When the trigger is
released the matrix relainer comes lorward through the hole in the matrix, and thus holds the
malrix in position. Squaring plungers (3SL12 and 3SL13) are provided in the holder to ensure
that any matrix that has becomne badly worn shall sill be held quite squarely.

HOW TO DISMANTLE THE -Z°x-2" MATRIX JIOLDER

Take out the two serews (3817} and remove the trigger black cover (35L6); the wigger block,
complete with trigzer (38L4), plunger (35L9) and spring (3SL10) can then be withdrawn and
the matrix retainer (35L11) can then be taken out.

Remove the handle (381.1) by taking aut the lwo screws (35L32).

Remove Lhe squaring plunger cover (3SL14) by taking out the four screws (35L15), when
the two squaring plungers {18SL12 and 13S1.13) and levers (35L16; with Lhe spring (3SL18)
can be withdrawn.

HOW TO ASSEMBLE TIIE -2°x+2" MATRIX HOLDER

Replace spring plungers and levers. Nofe.—Lhe spring should be inserted through the small
hole in side of matrix holder body.

Replace squaring plunger cover and sceure with the [our screws.

Assemble the handle to the matrix holder body with the two screws.

Place matrix retainer in position, and slide trigger block (complete with trigger, plunger and
soring) into place; replace the trigger block cover and secure.
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MATRIN HOLDERS
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27 EXTENDLED MATRIX HOLDER (45LL)

This holdcr is used for the -2” Extenpep MATRICES, and is provided with a reversible retain-
ing black {481.6) to enable any of these matrices to be used (whether extended above or below
the line.) L'his retaining block is secured by mcans of the screw (4SL7).

When inserting a -2” extended matrix in the helder, another matrix or blank must be used,
to make up an overall size of 4% % -4%, both being retained by the wires and plates (43L9L).

Before placing holder in machine, make certain that the cone hole is in the correct position
o engage with the centring pin.

HOW TO DISMANTLE THE +2° EXTENDED MATRIX HOLDLR
Remove the wires and plate (48T.91.) and the retaining block (45L.6).
Take out the four screws (451.2) and remove the cover (45L1) when the plungers (4SL10)

and springs (45L11) can also be taken out.
Remove handle (4SL3) by taking out the two scrows (48T.4) and washers (45L3).

HOW TO ASSEMBLE ‘THE -2 EXTENDED MATRIX HOLDER
Replace handle {45L3), two screws (481.4) and two washers (15L3).
Assemble plungers (48L10%, springs (4SLL1) and cover (48L1) scenring wilth the four
serews (481L.2).
Replace retaining block (4ST.6) alse wires and plates (41SLYL).

47yw-4” MATRIX ITOLDER (55LL)

This holder is used for the 47 -4"* and the 4”5 .2"* matrix; when the 1" -2" is being
used another matrix of the same size must be located in the holder to retain the matrix in the
correct position.

To insert the matrix in the holder pull back the trigger (38T.7) until the matrix can be placed
in position. The matrix must be placed in the holder with the designation number to the right
when halder is in position on machine, When the trigger is released, it goes forward and carries
with it the matrix reiaining pin (3SL6) which secures the matrix in the holder.

HOW TO DISMANTLE THE -4"%+4" HOQLDER
Remove the handle (35L3) by taking out the two screws (381.4). Remove the nut (55L10)
and the trigger (5SL7) spring (551.8) and retaining pin can then be removed.
To take off the cover remove the lour screws (55L2).

HOW TO ASSTMABLE TIE *4x-4" HOLDER

Replace cover and secure with the four screws. Place the spring, retaining pin and trigger in
position and lock with nut, replace the handle and sceure in position.

1”x1” MATRIX HOLDER (65LL)

This holder can be used for 17% 17, 17 x 11" and 17 x 1.35” matrices. The malrix is inserted in
the holder by pulling back the rear clamp (6SL6) until it can be urned round and enable the
matrix to be placed in position. The matrix must be placed in the holder with the designation
number towards the handle. Secure the matrix by turning the rear clamp back until the
projection abuts on the matrix. When clamping the 17317 or 17 13" matrix the rear clamp is
turned so that the right-angled projection clamps the matrix, but when the 1”7 x 1-35" matrix is
in the holder the straight projection must be used.

A knurl-headed screw (6SL3) is provided in the holder to move the malrix locator (6SL10)
amdd thus alter the alignment of the matrix (setwise) on the mould.

* When referring Lo 47 % 2% or =17 x 4* matrices always mention the ““point” direction dimension first and the “zet’

dierction dimension last. Thus: a 2%« 47 matrix means that it is a small type composition matrix extended setwise, whercasg
a 4% % -7 matrix means that it 13 a lurge (ype composition mairix limited setwise to 27,
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HOow 10 DISMANTLE THE [*"»]" MATRIX HOLDER

Remove the handle {6SL1} complete with plunger (651.4) and spring (65L5) by taking out
the two screws (6SL2). Knock out the pin (6SL7) and remove the rear clamp (6SL6) when the
shafl (65L8), wgether with the spring ‘68T, 9}, can be taken out, Unscrew the knurl-headed
screw (GSL3) and remove the matrix locator (6SL10) and spring (65T.11).

ITIOW TO ASSEMBLE THFE 1"x1" MATRIX HOLDER

Replace the matrix locator and spring, securing with the knurl-headed screw. Reassemble
the spring (6SL9}, shali and rear clamp; lock in position with the pin (6SL7). Place spring and
plunger in hdl’id]C and secure to the matrix holder body with the Lwo screws.

%1l MATRIX HOLDER (7SLL)

This holder can be used for 13" x 13" and 14”3 1.35” mamices.
The construction of this holder 18 su’mhr to that of the [”x 1" matrix holder and the in-
struciions on operaling, dismantling and reassembling can be applied to both holders.

LOW SPACE AND (_) UOTATION MATRIX HOLDER (SSLL\)
This holder is for locating the low space blanks and the quota,tlon cores on the mould,
The construction of the low space and guatarion matrix helders is very similar (o that of the

1“% 1" matrix holder, and the paragraphs on operating, dismanting and reassembling can be
applied te both holders.

DASH MATRIX HOLDLR (10SLI)

‘I'his holder simply consists of a block into which the dash matrix is fitted; it is used in con-
junction with the lead and rule mould.

BORDER MATRIX IHOLDER (9SLI.)

1o this holder the matrix is pushed into position agaiust a stop (9ST.1) and held there by a
spring operated clamp (9813},

Tt is advisable not (o remove the clamp and spring, as they are exceedingly difficnlt to
reassemble.

AMLRICAN DISPLAY (ELECTRO) MATRIX
HOLDER (33SLL)

This holder is used for the American sorts (electro] matrix, and can only be used in con-
junction with the special bricge (1SE7). ‘L'he malrix is sceured in the holder by pressing Inward
the lever (335L.13) until the matrix can be inserted between the two jaws (338T.10 and 33SL23);
when the lever is released the Jjaws grip the matrix and lock it in position.

To set the matrix holders for the puint size ol matrix (o be nsed, loogen the three screws on
the upper portion of the holder and slide the lower portion along until the Line o orresponding
to the point size to be cast corresponds with its line on the upper portion of the holder.

HOW TO DISMANTI.F, THFE AMERICAN DISPLAY MATRIX I-IOLDF,R

"l'ake out two screws (335L.9) and remove handle.

Take out the three serews (3351.3, 33514 and 335L3); the upper half of the holder can then
be Tifted ofl, tzspmmg the whole ol the mechanism, and any part can be removed by dis-
connecting the springs and lifting the part out.
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MATRICES
COMPOSITION TYPE MATRICES
Composition type matrices are made in four forms:
(1) 2" pointwise x -27 setwise.
(2) 2" pointwise x -47 setwise
(3) -4" pointwise ¥ -2" setwise.
(4) -4” pointwise x -4" setwise.

Tn referring to the latter three forms by measurement always quote the “point™ measurement
first. For instance, a -4” % -2" matrix means that its point size direction measures -4”. Following
this rule will often save misunderstanding.

Tvype from these matrices are cast to units, a unit being the 18th part ol Lthe em. A special card
of sizes is provided for these malrices,

COMPOSITION TYPE MATRICES SIDE WALL MEASURLMENT

Ciomposition matrices are punched a certain distance from one particular side of the matrix
body. With a fow cxceptions the following side walls apply:

1o English lounts [rom 5 point to 11 point inclusive, the standard side wall measurement is
035", In 12-point founts the standard side wall measurement is -025". In some large type
composition matrices the side wall is reduced to 015”7

Didot roman founts from Didot 3 peint to Didot [0 point inclusive, have -035" side wall;
Didot 11 point -025"; and Didot 12 point 015",

Didot I'raktur founts correspond with the IEnglish: Didot 5 point to Didot 11 point, -035%;
Didot 12 point, -025",

T'he centring pin must be adjusterd so that the set mark is cast centrally setwise upon the
type body.

BELLN h,".‘,

In the “Monotype” specimen books the “line” of the -2” x 2" composition matrices is given
thus: “Line -1295". This means that the “line” of the character comes -1295” from the
opposite edge of the matrix. In tvpe above 14 point the “line™ given indicates the measurement
fram the “line® of the character (o the top ol the type body.

DISPLAY TYPE MATRICES

Display lype malrices are made in various sizes;

1" pointwise » 1" (or more) setwise.
11" pointwise x 13" (or more) sctwise.

These matrices are for casting display type from 14 point to 72 point. They are marked with
the tace serics number and the point size of the type to be cast [rom them; also with the set
measurement in points. Thus, 199-18 towards one edge of the matrix means that the face series
is No. 199, and the body size i5 18. At the other end of the same edge of the matrix is a number
indicating the point size of the “set” to which tvpe must be cast from that matrix: such as 162,
indicating that the micromeler wedge must be adjusted o 163 points.

The “set’™ nuwmber, taken into consideration with the point body size of the type, is an
indication of the speed at which the type must be cast. A chart is provided from which the speed
of casting may be ohtained from any matrix marking.

DISPLAY TYPE MATRICES SIDE WALL MEASUREMENT
T'rom 14 to 60 point the side wall measurement is - 1507, 60 point Didot and 72 point, -1025*

ELECTRO DISPLAY TYPL MATRIGES
A quantity ol electro matrices are in circulalion for casting display type from 14 point to
36 point. A special holder is provided [or casting lrom these.
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These are marked with the face series number, the pointsize and the setsize. Thus, 159-24-%9-6
or 159-24-9-6. This indicates 159 series of face, 24 point; with the asterisk it means 93 points in
set, and without the asterisk 26% points. The asterisk implies a difference of 17 points. On these
matrices the final 2 indicates ¢ point, 4 indicates  poiut, and 6 indicates  point.

A sizing card is provided which indicates the micrometer head adjustment to be made when
using these matrices.

A limited number of clectro marrices are in use from 12 point o 48 point. These have special
markings, such as asterisks or diamonds, the significance of which is indicated on the sizing card.

RULL MATRICES
These are for use on the strip mould lor casting plain riles in different strengths of line, either
single or double. The matrices remain fixed on the mould.
CONTINUOUS STRIP BORDER MATRICES

These are for casling strip material with a continuous border design. A special holder is
provided for these matrices. The matrix is lilted [rom the monld whilst the strip is advanced, and
when the martrix is again taken to the mould surface another section ol'strip may be east.

QUOTATION GORES

‘L hese take the place of matrices, and a special holder is provided. The core Dlock is taken
down to the mould, projections on the block entering the mould, so that a cored body is cast.
Quotation moulds are provided with a special inset and cross block 0 correspond with the
height of the quotations.

QUAD AND QUOTATION HEIGIIT

Mould lower blades are made to produce quads and spaces to a height of -750". Quotations
are also produced to this height. This permits the use of quads and quotations as base material
for mounting stereos and electros, machined to a unilorm thickness of 12 points. It allows -002”
for the thickness of the adhesive employed in attaching the plates to the quad or quotation base.

NAMES OF TYPE FEATURES
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ENGLISH TYPE HEIGHT IS -9I183. DIDOT TYPFR HEIGHT 1§ 9274
(a) front (of body), () back (of body), ¢} lvot, (p) head, (k) nick, (¥) counter, () beard
(shows depth of drive}, (5} shoulder, (1) hair line, {k) main stroke, (L) serif,
Depth of drive of “Monotype” maltrices: composition matrices (2”5 -2") -050"; display
matrices up (o 36 point, -0507; display matrices, 42 points and above, -065". The mould height
1s -9185" minus the depth of matrix drive,
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Y PE HEIGHT

Before commencing to cast a fount of display type always measure the height of the type. This
will prevent the use of marrices possessing a drive inconsistent with the height of the mould.

HEIGHT OF TYPLE IN DIFFERENT GOUNTRILES

English type height measures -31857. This applics 1o Great Britain, Canada, Australia, India,
New Zealand, South Africa, Mexico and South America. In Egypt, Austria, Germany, France,
Traly, Portugal, Spain, Greece, Sweden, Turkey and Switzerland it is -9275". In Belgium it
varics from -928" to 9327 and 934", Three sizes are also used in Denmark, -9827, -986” and
-987". In Bulgaria it is -936"; Holland, -975"; Hungary, -944"; Duich East Tndies, -980”: and
Russia, -990". -

ALLOWANCE TOR SHRINKAGE

Where perfect precision is required, types should be measured when cold, and not as they
come from the mould. The shrinkage in cooling in the length of a type is -0037; the same applies
to the body of a 72-point type.

Typceasting should be carried out with as few stoppages as possible, so as to maintain a
regular mould temperatore and uniform type shrinkages.  Types cast in a cold mould contract
less than when cast in a hot mould,

TYEE BODY SILZES

The standard unit for English type body measurements is called a “point,” and this measures
.01389". ‘I'his is he wellth part of a pica, which measures -0166".

1he old English lerms, such as nonparcil, minion, brevier, ete., are out of date, and types
based upon the.-,e sizes are now seldom used. The maintenance ol these old-Lashioned sizes is to
he discouraged.

FEmghsh “Monotype” moulds can be made to any body size required, but printers should
make every ellort (o encourage the use of moulds made ta “point” sizes only.

We append a table showing the measurements of the standard “point™ sizes, as well as the
sizes of the old-fashioned English types. In regard to the latter, definite standard measurcments
do nol exist; the “guthorities” simply slate that they measure (for example) “about 197 or

*about 207 lines Lo (he inch. The measurements we give are what we think they should be, and
are based upon the average measurements of type produced by the leading typcfounders, and
we have standardised the smaller sizes to some definite fraction of the l?—pumt em. They are
mercly included 1o show their relation to the trie point sizes, as a printer seldom remembers
whether, for example. agate is larger or smaller than pearl.

In newspaper “small” advertisement composition the difference of one-quaricr of a “point”
in the body size of type is a very important consideration, as it might mean a difference of at
least ten lines per column at a charge ol ane shilling per Tine per day.

THE GICERO

The “cicero” is the base standard for measures and the sizes in most Conilnental coumrie;,
corresponding to the manner in which the tf31 m “pica” is applied in English-speaking connrries.
The cicero is 12 didot points, and measures <1776 inch; the didot point measures -0148 inch.
The didol point: and ccero measure respectively 376 and 4512 millimetres.
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TABLE OF TYPE BODY SIZLES

ENGLISH ANTY AMERTCAN ninoT
Lincs to Lines to
Names Toint Tnch 6 picas Corps M. Tnich 6 picas
{Approx. 1) {Approx. 1)
1 -01383% 7200 1 -376 -0148  R/7-29
2 0276 26.00 2 <732 0290 33.64
Minikin... 3 (415 24.00) 3 1-128 0444 22.45
Brilliant 3k (484 20.57 _— — = -
Gem 4 -(0h33 [8-00) 4 1-h04 (0792 15-82
Diamond 41 0h22 16-01 41 1-692 -0666 14.95
Pearl ... 5 0691 [4.44) 5 {-880 0744 13.45
Ruby or Agate AL 0760 13.08 51 2.068 0814  12.23
& -0BAC 1800 A 2256 -08843 1121
Nonpareil — (0833 [1-93 — — — —
Emerald 5L -0899 11.07 61 2.444  .09h2 10-35
7 (0968 10-283 7 2659 1036 9.61
Minion ... . — 0972 10-24 = = — e
Brevicr ... -1083 9.19 :
B -1106 9.00 8 3:.008 -1184 t4l
Bourgcols T -118 8.4
9 1244 8:00 g 5.384 1339 7-47
T.ong Primer — 133 747 = =
10 -1383 720 ... 10 3760 1480 672
Small Pica 145 G-86 - sy
11 -1521 6-5¢ ... 11 4-136 -1628 6-11
12 1660 G6-00 ... 12 4.512 1776 5.60
Pics. ... . = 1667 5.97 e s e e -
13 -1798 hihd e 3 41.888 1024 5.17
English ) -188 529 ... — == S
14 1936 314 e 14 3.261 2072 1.80
2-line Brevier ... G B 2166 4-59 B i 2 :
16 -2213 4.50 ... 16 6-016 2368 4.20
Great Primer ... e 235 4.23 o - — -
18 -249 400 18 6.-768 2664 3.73
Paragon W = 2626 2.79 — s — —
20 -2766 5-60 20 7-520 2960 3.36
Double Pica ... s s 289 3.44 — — P o
29 3043 3.27 22 §.272 3256 3-05
24 -332 300 24 9.024 3552 2.80
2-line Pica sz fe -3362 2.96 - — — —
2-line English ... . — -375 2.65 — 2z = —
T s - 28 10-528  -4144 2-40
30 415 2.40 30 11.280 44406 2.24
36 498 2:00 36 13-536 -h328 1-86
49 281 1.71 42 15.792 5216 1.60
48 664 1-50 48 13-048 27104 1-40)
54 e .33 A 20.304 7992 1.24
A0 8301 1-19 a0 22.550 -8880 1.12
72 496 1-00 2 27.072  1.0636 0.93

The American “pica” or 12 points (adopted also by English lypelounders) is based upon
35 centimetres divided into 83 parts, and therefore measures -166 mch. The didot point was
based upon the 72nd part of the pre-metric French inch (1.0658 English inch), and mcasurcs
-0148 inch, the cicero (12 didot points} being -1776 English inch.
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THE PRODIIGTION OF GOOD TXPE

'l'o be considered perfect a type must possess the following attributes:

{1} It must be quite solid, have the corners sharp, a solid, flat foot, the face sharp and well
defined, and must be neither (oo sofl nor too briide.

{2) It must be square in all directions, e¢xact to size pointwise and setwise, and of correct
height from the foot to the face of the character.

OF first importance In governing the quality of the type produced is the adjustment of the
pump connections; after that everything depends upon the attendant and the metal he is using.
The pump adjustments heing correct, there remain solely the question of metal, which may be
influenced by some cutside condition.

In the case of imperfect type, make sure of the following points: that a suitable quantity of
metal enters the pump body, and that no dross exists in the piston base, pump body valve hole,
valve face and seating, pump body channel, or nozzle channel. The pump body should be
cleaned every week, and a drill run up the main channel till it can be seen at the nozzle end.
The nozzle should be drilled every week whether it appears (o require 1L or not. T6 dross be
allowed to accumulate in the nozzle it will be very difficult to drill, as the dross is extremely hard.

The pump conmections shonld all he free and kept well oiled. The piston must slide freely in
pump body, but should never be filed. No metal should accumulate on the upper shoulder of
piston therehy preventing it reaching the top of it stroke. The piston should be removed
during meal-times-and when not in use. Belore replacing the piston, warm it, and sce thai it
is clean. If the piston be hard to turn, and on being withdrawn from the pump bodv be covered
with dust, it s a sign of dirly metal, and it may be difficult to obtain good type.

The metal should be occasionally cleaned and run into small ingots. The dross floaling on top
of the metal consists mainly of antimony (being lighter than lead), oxide and dirt. Do not throw
It away en bioc, but remove the dirl and preserve the metal. In cases where a stereotyper is
employed he should be able to treat the metal, but where there is no stereotyper the atiendant
musl exercise his own intellipenee. A good plan is to heat the metal well and then add a little
pure Russian tallow. Then press the floating substance against the side of the pol, (o squeeze the
meral from the dirt. Remove the dirt with a perforated spoon, and scrape the side of the pot
against which the dirt was squeezed. Alterwards, puddle the metal well and skim again. If these
skimmings are dirt only, it will be possible to crumble them into dust when cold. 1" they conlain
meral they will be quite solid. Be careful of nostrums advocated for cleansing the metal. If they
contain acids or salts the pump body valve may become corroded, and the small hole in the
latter will become enlarged. The main point is to keep the antimony well mixed with the lead.
Being lighter, it has a tendency 1o rise and oxidise. Oceasional punddling preserves the mixture,
and assists the dirt in the metal to rise to the surface., The practice of dipping the piston in
vaseling is rather overdone; it is improbable thar the vaseline used can be absolutely pure, as
it must contain some mineral matter. After the oils in it have evaporatled in the pump hody,
or have heen carried to the types, there remain the mineral matters. These adhere to the piston
and to the pump body chammel, in time causing the larter to become choked. Tt is far better to
use Russian tallow, or to wipe the piston lightly with an oily rag or brush it with plumbago,
taking carc to shake off any surplus plumbago. When inserting the piston, skim away any dross
above the pump body boring so that the piston may enter clean metal and nor carry dirt down
with 1it.

Regulate the metal passing into the pump bady so that the type is cast solid and too much
metal does not remain in the nozzle. In the latter event, stop-casting may be the result. For small
type the piston should have a short, sharp stroke, but a slightly longer one for large type.
Theoretically, the port must be wider open [or large type than small, but in practice it 13 some-
times necessary to reduce the metal supply for large type to prevent stop-casting. As il is im-
possible to see the metal entering heneath the piston an idea of the action taking place must be
based on theory, and the question of metal, therefore, gives the attendant scope for reflection
and diserction.

93



Never run the pot up without making certain that the nozzle end of pump body is seated
correctly, or the nozzle will become damaged against the mould. The nozzle should be a perfect
fit in mould basc to provent squirting. The dross which accumulates on the surface of the metal
near the nozzle should be cleared away so as o allow the jet picees from the mould to melt
quickly. In the case of metal squirting over the nozzle, or the jets not being melted, the latier
may accumulate so that itis impossible to ¢ject any more, and the cross block will in consequence
become wedged. In this event do not force the machine lound but run the pot down and clear
away all the jet pieces from the opening in the mould through which they fall.

The height ol the type depends upon the height ol the mould blade and the depth of the
matrix. These are fixed quantities, and will only alter through wear, which should be very small
if proper care and attention arc giw:n to the adjustment of the matrix holders,

L'he standard height for English “Monotype™ type, from the [oot of the Ltype Lo the [ace of the
character, is -918”, and on no account should the type become more than -002” less than this.

GENERAT, CILFANT.INESS

The necessity ol maintlaining general cleanliness cannot be oo strongly impressed upon the
Super Caster attendant. It is p;alrtlculallyr essential that the pump body “channel and the nozzle
should be regularly drilled, and that all mould and matrix seatings should be kept free from
every kind ol dirt and grlL.

TEMPERATURE OF METAIL AND MOULD

These temperaturcs arc variable, and no cxact rule can be given that will answer in all cases;
they are governed mainly by the speed at which the machine is run, the size of the type cast, and
the’ quahty of the metal used. The larger the type cast or the greater the rate at which the
machine is Tunning the greater will he the guaniity of metal that will be passed through the
mould in a given time; a greater flow of water will consequently be necessary to keep il at the
proper temperature. The mould should be kept at a heat consistent with good working: that is
to say, it musl not be so hot as o cause the mould blade o hang up or the cross block to bind.
On the other hand, the types must be sufficiently cooled whilst in the mould to ensure that they
do not disintegrate or swell during their transit from the mould to the type channel. There are
two limits to the temperature of the metal in the pot: (1) the lower limit, at which the machine
will not cast, and (2) the higher limirt, at which the metal is prone to squirt and the type likely to
blister and burst. Between these lunits lies the correct temperature. The proper temperature is
judged [rom the appearance and quality of the type produced. If the type has a frosted appear-
ance, and the corners are not well defined, the temperature is too low; if, on the other hand, the
type is very brighl but shows signs of blistering the temperature is too high. Lhe ideal o be
aimed atis that in which the type is solid and not blown and the corners are well defined. Having
obtained tvpe fulfilling all these requirements, allention must be paid o the [ace, that is, the
characier; this must be sharp and well defined, every part of the outline showing clear and
distinct. If defective, the fault most likely lics in ane of the following causes: the temperature of
the metal or mould o low, the metal dirty, the nozzle not clear, oil on the face of the matrices,
or a loul piston. Examine the piston first and then raise the temperature of the metal and
regulate that of the mould accordingly. By sirengthening the piston spring (175H) the face of the
type is often improved, but care should be taken in this connection that too much pressure is
not applied. It may be regarded as an axiom that the pump spring should he worked with the
minimum compression consislenl with good results. Given satislactory type metal, the main
Faclor in obtaining good results is the maintenance of a temperature consistent with the quality
of the metal in use; particular attention should therefore be paid to it, and when once the point
has becn arrived at which gives the best results it should be noted and maintained throughout
the rumn.

The “Monotype” heat regulator maintains the metal automalically at a unilorm lemperature.
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METAL HINTS

Type metal is an alloy of tin, antimony and lead, with sometimes an addition ol'a very small
percentage of copper. The important qualities of the constituents ol this alloy are:

Melting Point Specific Gravity Weight per Cubic Inch
Tin & .. 449 Fahr, 7-29 263 1b.
Anlimony .. 1,166 Fahr. 6-71 2492 Th.
Lead o .. 621 Fahr. 11.37 410 Ib.

As the melting points and specilic gravities of tin, antimony and lead are so divergent it is
impossible to maintain the quality of the metal without occasional attention. The low melting
point of tin causes it to oxidise rapidly al the temperatures at which it is uscd in Lype metal,
and the low specific gravity of both antimony and tin causes these Lo have a tendency to rise to
the surface and (o become separated from the main mass. It is therefore advisable occasionally
Lo have an analysis made to ensure that the quality is maintained.

Never use slug composing machine metal unless brought up to “Monotype’” metal standard.

A suilable metal (except for unusually long runs, or for making display type that is to be
distributed and used many times) may be made from clean, raw marterial in about the following
prapartions:

Tin 9 per cent.
Antimony 19 o
Lead 72 5

For display type, 14 point to 72 poini, an exceptionally hard metal is composed of:

Tin 12:5 per cent.
Antimony 24 4
Lead 62-5 g

Copper 1-0 s

A good workable and reliable softer metal may he composed ol

Tin 6 per cent.
Antimony 13 »
Lead 81 2

Antimony contributes hardness to the alloy and causes the corners of the type to remain
sharp; tin contrihutes toughness and causes the metal to flow freely.

Tf the melal is w stand frequent re-melting add more Lin.

Foundry tvpe does not contain such a high percentage of tin as type cast from good “Mono-
type’” metal, and conscquently will not flow so freely, Whilst it can be used lor the Super Caster
aller the addition of about 7 to 8 per cent. of tin and 40 Ib. of tea lead to every cwt. it is far
more satisfactory to obtain good new metal on the first installation.

A suitable flux is a great aid in keeping metal in good condition. 'L'he following mixture is
specially suitable:

1 by weight Sal Ammoniac
2 Tallow or Lard Oil
Charcoal

=t o

Use one tahlespoonful for every 1,000 1b. of metal.

Never skim the metal under a temperature of 730° Fahr,, for if this is done a large part of the
skimmings will be antimony. Always stir the metal thoroughly before skimming. A small piece
of tallow placed in the skimming spoon cleans the metal, but do not use too much, as the smell
of the resultanl vapowrs is objectionable. On no account permit any zincos to become mixed
with the metal.
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STANDARDISED FOUNT SCHEMES

(Based o lower-case fornss of 1,000, 500, and 250 characters)

Lower-case we & I oewd & £ OB h i

o
]
ik

5

g ] m o e pog & s+t B ow o ow = ¥y @

1 Strength (Body) o 7418 034 42118 24 18 30 74 6 08 42 26 66 66 20 8 A8 66 84 3R 12 20 6 20 4 = LU
1 G (Jobbingl ... 74 18 34 42118 24 18 30 74 8 8 42 26 A6 68 20 6 58 66 B4 88 12 20 B8 20 4 = 1,000
L % i . 36 10 18 20 58 12 10 24 368 4 06 20 14 32 32 12 4 2 32 40 18 8 10 6 10 4 — 300
S i .. 18 68 8 10028 6 6 12 16 4 4 10 6 14 14 8§ 4 12 (4 I8 8 4 B 4 6 4 — 250
Capitials ... s = B & B B B 6 I L J K LMN ¢ PO E & T U ¥NW X XTI L=
1 Strength (Body) .. 8 8 6 6 12 6 8 10 10 6 4 8 I8 8 8 858 4 8 12 12 6 4 8 4 6 4 8 6 8
; R {Jobbing) ... 28 10 14 18 44 10 10 20 28 & & 16 14 24 24 10 4 922 26 32 14 6 10 4 8 4 § (2 8§
P o _,, o I8 8 B 10 26 6 6 12 16 4 10 8 14 14 6 4 14 16 20 8 4 6 4 6 4 6 & 6
1 5 1 .o W4 6 6 16 4 4 8 1004 4 8 8 10 10 4 4 8 10 12 6 4 4 4 4 4 4 4 4
Figures, efe. ... w12 3 4 5 6 7 8 8 0% & % &% &£ &5 21 Lm0 T
T Strength (Body) - 10 8 6 4 4 4 4 4 8 12 2 2 2 2 2 2 2 2 2 40 50 6 10 10 2 3 12 8
I, (Jobbing .. 20 [2 12 8§ 8& 8 8 8 18 24 4 4 4 2 2 2 & 2 2 40 40 [2 6 ID 2 4 & I8 8
1, o 870 1 8 8 8 8B 8 10 18 - — — — — — — — — 2003 6 6 8 10 4 10 8
O i ..o 6 6 4 4 4 4 4 8 [2— — — — — — — — 14 2 6 6 6 8§ 4 4 8 8
Ligatures - 2 E 2 € 2 o O 6 4 fi ff Spaces ... i LEms  Ens Thick Mid. Thin Hair
I Strength (Body) 4 4 4 2 2 2 3 4 3 3 3 1 Strength G 100 50 200 100 100 50
I i (JTobbing) 8 B — — 4 4 6 8 6 6 6 i 3 R 100 S0 200 100 100 50
T o 4 4 - 4 4 6 8 8 6 8 3 i o 75 40 104) &0 80 40
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The propoctizns of the “Lody™ founts are based upon the average recurrence of the various characters in averags English litvrature. The proportions of the capital letters of
the “jobbing™ founts relative to the lower-case charactérs provide [or the greater use of capital letter composition when using jobbing fonnts. An all-capiial fount shoald cqual
the sirengihi of a “body” lowcer-case and capitel fount combired, Tm cuads should be ordered separately; the guzntity recuired should cepend upon the nature of the com-
position, The number of em quads given above applies 1o (Fe ems used in straightforward composition,




FORMULA FOR FINDING NUMBER OF SORTS TO
MAKE ONE POUND

Multiply the body points of the sort required by the sct points and divide the answer into
22,000.*

Loxample —Clast 2 1bs. of 36 point characters, the set width of which is 125 points.

Ansiwer—22 0003 2= (36« 1201 =98 characters (approx.).

In the case of cored type bodies add 20 per cent. to the answer to give the approximate
number required.

FOUNT SCHEMES

In casting founts il is highly desirable that an approximately correel number of the various
characters should be cast, otherwise much time will be wasted in casting characters that will not
be needed.

Founts are divided into two categories; those that arc intended [or book work and those
intended for jobbing work.

The proportions of the various characters necessary for ordinary English hook composition
are [airly accurately defined, but this is not the case in jobbing composition, where different
subjects often causc a heavy demand to be made upon certain characters. In jobbing work Lhe
demand upon capitals is much greater than in the case of straightforward news or book work,
and this demand varies according o the class of work that is being composed. In book and news
work the six most frequently used characters, arranged in order, are e, 1, a, 1, o, n, whereas in
a large directory a count of the initials of the surnames gave the [ollowing as the order for the
six most frequently used capirals: B, 8, G, H, M, W. As the latter apply to the initials of names
of English persons their order cannot be accepted as a standard of average [requency of use of
capitals.

Thercfore, whereas iU is a simple matter to give the proportions for founls Lo be used for
English book work, it is not so easy to arrive at the quanlities ol capitals required for jobbing
work,

We give a table of the quantities required to make a fount of 1,000 lower-case characters in
both English book and jobbing founts.

A 1O Z MEASUREMENTS

The “a to 2 measurements [or determining the relative space-covering qualities of 4 lount
are comparatively useless when desiring to know how many lines or pages certain copy will
make. The “a to z°° measurcments ol two founts may be identical but if the frequently-msed
characters in one lount are more condensed than those of the other fount, and the infrequently-
used characters of the former fount are wider than the similar characters in the latter fount,
the former fount would cover considerably less space than the latter,

CHECK THFE CHARACGTERS WIIEN TFTOUNT CASTING
Wlen casting a fount, check on a slip of paper cach characler as i is cast. This will avoid
ckharacters heing overlooked, and may avoid unnecessary mould changes.
ARRANCGE MATRICES BEFORFE STARTING TO CAST TYPE

Belore starting to cast a fount arrange the matrices in the order of the progressive thickness
of the characters, from thinnest to thickest. This will save considerable gear changing.

* Tour square inches (20,736 squarc points) is only approximately equivaleni fo one pmmd avoirdupois; for all-round
estimates 22,000 square puinis is @ more satisfacrory basis. This applies to English type height.
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OUTPUTS

Owing to so many intervening lfaciors which qualify our calculations we can only give
estimates of approximate hourly outputs of the various products of the “Super Caster.”

For type above 14 point the speeds given in this book in the “Change Speed Table™ and the
“Product Information Table™ are based upon a non-stop production of about 10 lb. per hour.
Cored type is cast to the same weight per hour, but shows 20 per cent more in quantity.

The weight of hourly output must primarily depend upon the cubic content of the material
cast, multiplied by the speed of casting. These are delinile factors, but they are qualificd by
other influences, such as temperature of metal, area of surface exposed (during casting) to the
cooling influence of the mould, the cubic area of the matrix drive,* the condilion of wear of
the pump body and piston, and other considerations.

Tt will thus be understood that it is impossible to estimate hourly outputs with anything like
mathematical precision, even on non-stop runs over a given period.

At the same time we wish Lo give printers and machine attendants a reasonable idea of the
output of the various products that is obtainable from the Super Caster on non-stop runs, and
to inform them how Lo arrive at estimates of production. As we must have an area basis lor
our calculations we will accept the usual basis of four square inches ol solid type as being
equivalent to one pound aveirdupois. We have Llested this formula rather extensively, and find
that in “body” types rather less than one pound avoirdupois is contained in four inches,
whereas in display type there is olien rather more than one pound. Strip rules are slightly
heavier than type, as the drive of the rule matrix is less than that of type matrices.

Four square inches of type contain 20,7861 square points, and this weighs approximately one
pound. Therefore if we divide the square polints ol output per hour by this sum we shall arrive
at the approxiumate weight of outpurt in pounds per hour. L'o estimale the square-point output
per hour multiply the body in points by the sct in points of the product to be casi, and multiply
the answer by the number of casts per hour.

An average of 20 per ceul. in speed should be added for all cored type bodics, so that although
a greater number of cored types are cast per hour, the approximate weight cast per hour remains
the same. This applics also to casting quotations.

Leads may be cast 20 per cent. [asler than rules, being approximately 20 pur cent. lighter,
owing Lo the difference in height,

Type below 12 point can only he cast at 144 revolutions per minute; therefore the smaller the
type below 12 point the less the weight produced per hour.

Ln the case of very Targe types, where the speed demanded is less than that provided by the
lowest gear, the speed required is doubled, and the pump must be disengagrd during Every
alternate revolution. This applies only 10 a lew characters of the largest sizes.

Lo actual running practice the weights obtainable depend largely upon the size of founts cast,
as 1t will be understood that in the case of founts of small weight the time taken (o change the
madtrices and gears will, proportionate to the actual casting time, be eonsiderably more than
m the case of founts of greater weight.

If customers wish to run their machines faster than the specds given in the tables in this book,
they may do so, al their own risk, but we think a non-stop output of 40 lbs. per hour is a
sufficiently reasonable basis (o satisfy the most exacting printer, although the machine is
capable of producing a much higher output.

Where a machine is kept constantly employed the quantity of output is governed by the
ability of the Super Caster attendant and the organisation of his department.

* The difference in weigh! heiween o given number of types of the same character of Caslon and Braggadocio is very
considerable, owing to the difference in face design.

T & more satisfaclory all-round bagis in cstimating weights of production is to take 22,000 square points as being equivalent
to cne pound avoirdupois. This applies tn Foglish type height.
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1702

Fiee. 2—View from rear of body of mould with eress blnck removed ‘ = PR / L \

1738 1736

Fra, 1—View from freat of body of zoould, with cross block removed

TG, 3=—=View from rear of mould cross block

COMPOSITION MOULDS (NUMBERED UXNDER uo.uou)
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DIAGRAMS OF “MONOTYPE” COMPOSITION MOULDS

NUMBERED UNDER 20,000

Tn the foregoing diagrams of this mould Figs. 1 and 2 arc perspective views of the upper
portion of mould with the cross slide removed. Fig. 3 is a perspective view of the crossblock
with the jet blade adjacent. Fig. 4 is a longitudinal section of the mould. Fig. 5 is a cross section
af the mould. Tig. 6 shows the blade, the side blocks, and adjacent parts unassembled but in
their relative positions.

The markings on the mould gib plate represent the respective type sizes. For example:
Brevier indicates old type size (English).
8-point Brevier—indicales old point size based on -1667" (Pica}.
8-porvT—indicates true point size based on -166" {12 point).

The mould parts shown are numbered as follows:—

1701
1702
1703
1 704
1704
1706
1707
1744
1747
1745
1710
1711
1778
1779
1714
1715
1740
1741
1379
1776
1738
256
154
190

Base

Gib

Cam

Cross hlock
Angle gate block
I'ixed gate block

Jet blade

Maitrix scat

Back plate

Back plate plug

Back plate spring

Connecting piece

Screw black

Screw side block

Spring block

Spring side block

Caover spring

Cover spring

Lower blade

Upper blade

Distance piece

Spring block screws

Blade stop screws

Intermediate plate, angle, and
fixed gate block screws

101

1739
172
1777
157
158
1726
1746
1727
1033
1729
1730
1769
302
1772
1733
1755

5%

20
125

1736
256
187
121
e

1749

-

=~

‘

b

Shoe

Nick pm

Lceentric blade spring
Spring block plug screw
Blade spring set screw
Spring

Spring block plug

Spring adjusting screw
Spring check nul
Intermediate plate

Taper eccentric dowel {long]
Taper cccentric dowel (short)
Dowel set screws

Blade stop

Cross block lubricalor

Fell pad

Aligning screws

Aligning set of screws

Gib screw

Screw block screws

Cover screws

Connecting piece screw
Gate block adjusting screw
Serew block round key
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NAMES OF PARTS OF THE COMPOSITION MOULD

NUMBERED 22000 UPWARDS

6289
6288

4328
1919
6349
6215
6218
6296
4234

185
6251

185
6252

181
2443
3573
5637

173
6342
6336
G346
4010
6347
6321

239
329
6332
1736
4621
1737
6320
231
183
164
392
6339
6322
3575
4463

322

Base {assembled)

Base

Base plug (2 to 40 fibre)

Base seating bush

Base scating bush pad

Base scating bush pad

Base seating bush pad washer (repairs)

Base seating bush pad washer (repairs)

Base waterway bushing

Nozzle scating plate

Nozzle scating plate screw

Gate block plate

Gate block plate screw

Cam

Cam screw

Cam dowel pin

Rlade stop

Blade support

Blade supporl screw

Equalizing gear (assembled)

Equalizing gear lever

Equalizing gear lever hinge pin

Mould blade lever

Mould blade lever hinge pin

Intermediate plate

Intermediate plare plug (3—40 fibre)

Inrermediate plate screw

Intermediate plate holding down screw

Gib plate

Gib plate screw

Gib plate holding screw

Gib plate screw check nut

Screw hlock

Screw block alignment screw

Screw block alignment screw set serew

Screw block holding back screw

Screw block holding down screw (in
basc)

Spring block {assembled)

Spring block

Spring block taper cecentric dowel

Spring block raper eccentric dowel set
screw

Spring block holding down screw {in
hasc)

104

6293
6292

858
1726
6294
56306
6698
6699
6323
6324

6854

6658
6729

6329
333

3575
4463

6341

Spring block plug (5—8 point and
didat)

Spring block plug (9—I14 peoint and
didot)

Spring block keep pin

Spring block spring

Spring block spring screw

Spring block fell oiling pad

Screw  side  block  (standard)  (5—7
point, 5—6 didot)

Screw side block (special height) (5 7
point, 3—6 didot)

Screw side block (standard) (8—9
point, 7 Y didot)

Screw side block (special height) (8—9
point, 7—9 didot)

Screw side block (standard) (10—I12
peint and didot) '

Screw side black (special height) (10—
12 point and didot)

Screw side block (13—I141 point and
didot)

Serew side block spring

Screw side block spring holding down
screw (in base)

Serew side block taper eccentric dowel

Screw side block taper eccentric dowel
set screw

Nick side block (standard) (3—9 point
and didot) solid nick

Nick side block [special height) (5 9
point and didot) solid nick

Nick side block {standard) {10—12
point and didot) solid nick

Nick side block {special height) (10~ 12
point and didot) solid nick

Nick side block (13—14 point and
didot) solid nick

Nick side block spring

Nick side hlock spring holding down
screw (in base)

Nick side block taper eccentric dowel
Nick side block taper cceentric dowel
sct screw

Blades (assembled)



NAMES

NUMEBERED

E PARTS QF THE

6859 Blades and nick side block (assembled) |

5273
5274
6330
(331
8274
8275
3580
3581
6327

332

259

£343
6862

6337
19228

4228

4466

Blade {upper) (standard)

Rlade {upper) (special height)

Blade (lower) (standard) solid nick

Blade (lower} (high standard] solid
nick

Blade {lower) (standard) solid nick

Blade (lower) (high standard) solid
nick

Blade distance picee

Blade distance piece spring wire

Cover

Cover  holding  down  screw (inter-
mediate plate]

Cover holding down screw (screw
block)

Crossblack  {asscmbled) (5—8 point
and didot)

Crossblock (assembled) (10—14 point

and didot)

Crosshlack

Crossblock matrix seat standard) {5—
9 point and didot)

Crossblock marrix sear [standard) (5—
9 point and didot)

Crossblock matrix seat (special heighl)

[H—9 point and didat)

Crossblock matrix seat (standard) {10
14 point and didot;

Crossblock malrix seal screw

105

6861

ah75

4465

3575
4463

6340
6333
165
244
3030
1710
6344
572(
204
(721
204

COMPOSITION MOULD

22000 UPWARD [CONTINUED)

Crosshlock matrix seat (special heighrt;
(10—141 point and didot]

Crossblock taper dowel

Crossblock taper dowel plug (}—40
fibre)

Crossblock taper dowel sel screw

Crossblock taper dowel set serew plug
3 40 fibre)

Crossblock taper eccentric dowel

Crosshlock taper cccentric dowel st
sSCrew

Crossblock taper eccentric dowel set
serew plug (7,,—40 fibre)

Backplate (assembled)

Backplate

Backplate screw (in gate block)

Backplate screw (in crossblock)

Backplate plug

Backplate spring

Backplate felt oiling pad

Gate block (fixed)

Gate block screw (in crossblock)

Gate hlock (adjustable)

Gate block screw (in crossblock)

6253 Jet blade
6400 Jet blade cap serew

6338
201

6345

Coupling haok

Coupling hook screw (in fixed gate
block]

Coupling hook telt oiling pad
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MouLD BLADES

_ (Rules) {Leads)

ieran, el /3519 ANGULAR
8587-2-3 P&D | (B590 2.3 P& D _ P 2 ANEULAS
8588-4 P& D (8591-4 P& D -7485

s 7447

£01

8465

7433

7447

7491 7405
7489 SPECIAL HEIGHT

PARTS OF THE “MONOTYPE" SUPER CASIER STRIP MOULD- contined



NAMES OF PARTS OF THE SUPER CASTER STRIP MOULD

HTGH TEADS, -8845” high (-03” under type height)

MAIN

8823

7413

164
7509
7495

8824
232

8825
232
1418
539
996
7420
410

LOW LEADS, 75 high (1685 under type height)

PARTS FOR CASTING T

TO

I2 POINT AND

I TO I2 CORDPS

DIDODT MATERIAL

Base (assernbled)

Base

Base plug

Base facing strip

Base facing strip screw
Base clamp pad

Buasc walerway bushing
Base bushing

Nozzle scating plate
Nozvle seating plate screws
Nozzle scating plate screw
Jet block bearing plate

Jel block bearing plate screw
_iam

Cam screw

Cam dowel pin

Jet block strip

Jet block screw

Base seating pad

7453*Lead clamp

7455
1054
7452

Lead clamp lever
Lead clamp lever lock nui
Lead clamp screw

7451%Lead clamp screw nut

282
287

8462

275
393

2201
385

8319

* Must he fitted with the lead straightening

Lead clamp screw nut screw (short)

Lead clamp screw nut screw (long)

Side block (lixed) {assembled])

Side block (fixed)

Sicle block waterway plug (long)

Side block waterway plug {short}
{2—40 brass)

Side block holding back serew (Lo
base)

Side block holding down screw (long)

Side block holding down washer

Side block holding down screw (short)

Side block localing pin

Side block (adjustment) [assembled)

Side block (adjustment)

device.

Log

9214
9215

278
2190
8913

2914
362
2201
385
2201

384
1028
2201

7456
7457
540

Side block waterway plug (3—40
brass)

Side bBlock waterway bushing

Side block waterway bushing
(angular)

Side block lacing pad

Side plate cover (front)

Side plate cover (rear)

Side plate cover screw

Side plate cover screw washer

Iriction plunger (for product)

Friction plunger spring

Friction plunger spring abulmenl

Side block holding down screw (long}

Side block holding down washer

Side block holding down screw (short)

Side block holding down screw washer

Side block oiling pad

Blade distance piece clamping bolt

Blade distance picce clamping bolt nut

Blade distance piece clamping bholt
washer

Jet block (assembled)

Jet block (large)

Jet block (small)

Jet block screw

Jet block adjustment screw

Jet block adjustment screw lock nut

9138 Jet block gib

2679
410
7458
2391
8922

4023

233

89724
4925

Jet stop

Jet stop screw

Jet pusher

Splash guard

Supporting pad, for wuse with “Dotted
Rule” attachment

Supporting pad eccentric, for use with
“Dotted Rule” atiachmeni

Supporting pad eccentric locking screw,
Jor use with **Dotied Rule” allachment

Roller

Roller pin



Roller carrier (assembled)

Roller carrier ‘

Roller carrier actuating pin

Roller carrier actuating screw

Roller carrier actuating screw [riction
plunger

Roller carrier actuating screw friction
plunger spring plate

8915

8926

AUXTLTIARY PARTS FOR CASTING

81 Roller carrier acluating screw friction
plunger spring plate screw
Roller carrier spring
Roller carrier spring abulment plate
Roller carrier spring abutment plate
SCTEWS
8921 Roller carrier eccentric

1 POINT AND 1 CORPS DIDAOT

MATERIAT,

Side plate (left hand]

Side plate (right hand)

Side plate oiling pad

Side plate clamp (cceentric) ‘

Blade (low leads)

Blade distance piece (front,

Blade distance piece (rear)

Blade distance piece (bottom) ‘

Blade distance piece locator

Blade distance piece locator screw ‘

Blade cap (standard height) standard
hetght, fow leads j

Blade cap (special height) standard i
hetght, low leads

4T

8674

7469

AUXILIARY PARTS FOR CASTING L3

Blade cap (standard and special height]
special height, low leads

Blade cap adjusting screw, sfiecial height,
low Teady

Blade cap adjusting screw lock nut,
spectal height, low leads

Blade cap clamp

Blade cap screw

Blade cap clamp scrow

Blade cap clamp serew washer

| 8684 Blade conneclion

7711 Blade connection pin
50 Blade connection screw

TO 4 POINT AND 13 TO 4 CORPS

DIDOT MATERIAL

8392 Side plare (lelt hand) : |
8594 Side plate (right hand) !
7481 Side plate oiling pad

8586 Blade 1} point and didot, rules and

high leads

8587 Blade 2 to 3 point and didot, rules and
high leads
8588 Blade 4 point and didot, rules and high
feads
8589 Blade |4 point and didot, low leads
8590 Blade 2 to 3 point and didot, low leads
3591 Blade 4 poinl and didot, lew leads
3684 Blade connection
7711 Blade connection pin
50 Blade conneclion pin screw
7447 Blade distance piece (front)
7113 Blade distance piece (rear) rules and |
high leads
8458 Blade distance piece (rear) low leads
Blade cap, kigh leads, standard herght, low
leads

7470 Blade cap (srandard height) Aigh leads,
standard height, low leads

109

7469 Blade cap (special height) high leads,
standard height, low leads
Blade cap ({standard and spucial helght)
special height, low leads
Blade cap adjusting screw, 1} to 3 point
and didot, special height, lvw leads
Blade cap adjusting screw, 1 point and
didot, special height, low leads
Blade cap adjusting screw lock nut,
shecial height, low leady
Matrix clamp
Matrix clamp screw
Matrix clamp washer
Matrix clamp pad
7085 Matrix guide (high leads and borders)
7400 Matrix guide cover, borders
7410 Matrix guide cover clamp screw, dorders
7409 Martrix guide cover clamp screw post,
borders
278 Matrix guidc screw, borders
7465 Marrix locator (rules)

8725
09212
2194
8724



AUXTILIARY PARTS FOR CASTING

3465
7425
7431
7435

7447
7143

8458

7491
7189

7485

288
24935
5519

6 TO

12 PAOINT AND 6 TO 12 CORPS

DIDOT MATHERIAL

Side plate {left hand)

Side plate {right hdil{]

Blade {rules and high leads)

Blade (low leads)

Bladc distance piece {front)

Blade distance piece (rear) rules and
high leads

Blude distance piece (rear) low leads

Blade cap, hiah leads, standard height, low
leads

Blade cap (standard height} hegh leads,
standard height, low leuds

Blade cap (special height) high leads,
standard heighi, low leads

Blade cap tstd.ndaid and special height)
special ﬁzaﬁk* low leads

8725
9212
2194,
8724
7035
7400
7410

7409
278

7165

Blade cap adjusting screw, special height
lower leads

Blade cap adjusting screw lock nut,
special height, low leads

Malrix clamp

Matrix clamp screw

Matrix clamp washer

Matrix clamp pad

Matrix guide, figh leads and borders

Matrix guide cover

Matrix guide cover clamp screw,
borders

Matrix guide cover clamp screw post

Matrix guide screw

Matrix locator, rules

H

STRIP MOULD RULE DOTTING ALTTACHMENT

Knurl bracket

Knurl bracket screws
Knurl (straight)
Enurl {angular}

110

7487
ol

Knurl fulerum pin
Knurl [ulerum pin cotter

_ 2149 Knurl fulcrum piu washer



SUPER CASTER
CHARTS
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MICROMETER HEAD SETTINGS
FOR COMPOSITION MATRICES
5 Set to 97 Set
Unrrs| 58zt | 8 Swe |BY Swv | B2 Swr | 6 S2r | 6] Sz 62 Ser| 63 Ssr| 7 8ee | 7; 8o 73 fer| 72 8mr| 8 Bor | 8% SET| 8% 8mv | 8] Swre| A Sur | 81 Srr| 9f Ser | 93 SEr | Uwrrs
3 B3, 7 205 gy 1 11z 12353 1ig 15 1 75 11 | 19 |1 -las 13 118 | 115 11, 11750 | 1 1%z 15g _'3
0175 | 0121 | 0127 | U183 | 0188 | 0144 | 0150 0136 | .0161 | 0167 | 0173 | 0178 | 0184 | 0100 | 0195 | .020z | .0207 | 0213 | 0218 | 0@os
11 1 figg 172 | 18z | 11 13 thg 11 195¢ 15 | 11l | 125 | 129 | 120 P | 116 2 | 21 2. 2 413
4 F 0154 | 0161 | 0188 | .0177 | 0184 |. 0182 | .0200 0207 | 0215 | 0223 | .0231 | .0236 | 0246 | 0954 | 0967 | 0280 | .c277 | .ozsa | ozea 0300 4
1185, | T1bzp | 11753 | 1185 | 101y | 13 11358 17y P28 | 21gp 2 &g 254 2743 25 2o 2 Tie 21 20 | 2tz | 2
5 0102 | 0202 | 0211 | .0221 | .0231 | 0240 | .0250 | .0259 | .026@ | .0279 | 0288 | 0298 | .0807 | 0817 | .0327 | .0da6 | 0346  .0oss | .uss | 0378 5
100y | 135 | 12z | 129 2 2% | 23, 21y | 2ligs | 2l [ 21 | 2l | 20 ¢! 23 | sy | afg E] 372 | 365 81
6 0251 0242 | .0254 | .0265 | .0277 | 0236 | .0800 | .0311 | .0823 | .0334 | 0a46 | 0857 | .036e  .0280 03¢z | L0408 | 0a15  0az7 | oass L0450 6
u 115 | 21z | 2% 2ly | 211z | 271 | 2175 | 255 | 225 2 5z | 2 2 2 31y 97z 85y | 81% | 381, | alg  allg | 013,
7 0268 | 0282 | 0296 | .0808 | .0323 | .0A36 | .0850 | 0365 | .0877  .Gsw0 | 0403 | 0417 | 0430  .044d | o457 uam1 | oama 0408 0811 | 0525 7
275 | 2l | 27y 29g | 2Lh4g | 22g0 | 22z 3 3y ST 8lly | 837 8% | B2z | 3% a7 A 4 I s | A
8 L0307 | 0323 | 0338 | 0354 | .0868 | .0884 | .0400 | 0415 | 0430 | .0346 .0461 | 0478 | 0492 | 0507 | 0525 | 0538 | 0555 | 0568 TEAa 0599 8
21y 2 Gy 28 27y 3 g:g 31 2 9g 3l 3 by 33, 57 4 4lg 41 43y 41y 4 &g 4 3 4y
9 0346 0363 | .0380 | 0398 | .0415 | .0432 | .0480 | .0487 | .0aBa | 0501 | 0519 0536 | UG53 | .0671 | 0888 | 0805 | 0622 | .0cao | wesr aaa] 2
2ivp | 2% | Blyp | 3%p | SMae | 3V [ 3% 33 8Tg | 4lzp | 453  aBjg | ai | A1%p | At | 4ig 5 Sy | 505 | 5l
10 0382 | 0408 | 0423 | 0442 | 0461 | .0480 | 060U | .0519 | 0638 | 08T | 0576 0595 | .0815 | .0634 | 0853 | 0672 | 0802 | 0711 | .orav oras | 10
3lig | 87 33g Bly | 327z | 3155 | Salg: | aly 33 | ATg | 4Aliss | 44y 47 Slag | 6% | Bllgp | Bls | 5335 | 5185 5315
11 0423 | L0444 . 0465 0486 | 0507 | 0802 | 0348 | .0571 | .0592 | L0618 | 0834 | .0R85 | 0676 | .o6e7 | 0719 | o140 | o076 | o7mo L0803 .0829 | 11
311, 3ls 321z 8T a 4z | allzp 41y | ail; | 227 5 Edpq | 61lla 51y sl | 52ig ] 80z | 61l
12 0461 | .0284 | .0507 | .0580 | .0853 | .0A76 | 0500 | 0622 | 0546 | .0669 | .U6vZ | .0716 | .07a8 | 0761 | .o7sa | .0s07 | .usso | .ossa | .oa7e
; | 8F [atg [8dg 455 | 41l 41z 4 15 4 iy Sl 514 G135 | 51tz | 525 | 63lzs 61y 66 Gl 6 Lly7 8 ig
13 | 0500 | 0525 | 0S4¢ | .0574 | .0599  .Uo2A  .0640 | .0B74 | .0BSO | 0724 | .0749 | 0774 | 0799 | 0824 | 0840 | 0374 | o6 | .eza | 085
3% a3 | 4% |45 | 4Tl | a7 511p 51z Bfe | B2 | 5% | Bls | 6%: | 8lign | 654 | 6lig 7 Ty | 71
14 0538 | 0865 | .0502 | 0619 | 0546 | .0B72 | UGYd | .0728 | 0763 | .0780 | .0807 | .0834 | .0861 | .0sss | 0ois | osai .0968 | .0995 | 1022 | .1049 | 14
4930 4493 |48 | 4l 5 | 5% | 5% G% | 5%fzy | Blz 6l; | 8lizp | 6% 5 Gy T | T%a 71ls Tz | T8 | Bog
15 0578 | 0605 | .0834 | .0863 | 0A0Z | 0720 | 0749 | 0778 | .UBU7 | .0836 | 0366 | 0803 | .0022 | .0851 | .oseo | 1008 | 037 | .1o8s | 1095 1123 | 15
ATg | Al | 47 5lg Bllzp | 535 | 525 & G7u | 6Tg | 823 | 61 Ty | 77U | thg | 72 8 872 | BT7;5 | B2
16 0615 | 0646 | .0678 | 0707 [ 0788 | 0780 | 0799 | 0830 | .0861 .08uz | 0922 | .00R3 | o0osd  .1014 1025 | 1076 | 107 1137 | iies | . 199 | 16
17 43y | 4dlg | 535 | 5Ty | 8llge | Bz | Bl 6 3g 63 6y | 73y | Thg | T T alp g1y 81; B3y | 8élgp | 975
0653 | csse | 0719 | 0761 | 0784 | .0B17 | 0849 | .08B2 | 0915 | .0s47  .098U | L1018 | L1045 .1o7e i1l .14 | 1176 1908 A241 | L1274 17
5 514 51g 58, [} 61 6 1; CEN 7 71 7l 7 3y 8 8Ly a1l &3y 9 gl 91 EEN
18 o069z | .0726 | 0761 o795 | .omeo | .o885 | .0sem | .09aa | .coe8 | 1003 | 1088 | .au7z | 1107 | 11al | 176 | 1210 | a2:5 | azs0 | i3 1349 18
5%z | S |56 | 613p | 6l | 602 | 67a Tle | 7iss | Tilgy [ 725 855 | 871 | BEan | 8ol | ol 8l | 9% | 101z 1064
19 0730 | .0767 | 0803 | 0840 | 0876 | .0913 | .0849 | .0986 | .1022 | .1080 | 1005 182 | 168 | 1205 | A221 | 1278 | 1314 | L1961 | 1887 1494 19
55 | 587 &1y 61552 | 6°15; | G Ag 752 7 lg T2z | 8Ly | 8llxm by | 87y 9 540 9715 | 925 10 108, | 108 | 10¢is; =
20 | ‘0765 | .0s07 | 0845 | 0884 | .0922 | .0961 | .0889 | .1087 | .1078 | 4114 | 1153 | .1191 | .1230 | 1268 | 1307 | 3a3a5 | 1333 1422 | 1480 | 1409 | 20
B 213z Glg  61léza | 6233 F2 TEL | 71 773 85z | 8l R 913 | ellzz | 95 B2 | 1045 | 101 | 10055 1135 | 179g
21 0807 | 0847 0888 0028 | 0058 | .1008 | .1049 | 1082 | .1180 | .1170 | 1210 | 1251 | 1281 | .1331 | 1872 | 412 | L1as> | L1495 | .15a3 | 1573 21
6l | 815 82 Tl | 7ily [ 725 | 76 | By 8% 817y 95p | Oliz | 926z | 1035 | 10135, | 101lag 1 1155 | 115 |11%%;
22 .0845 | .08B8 | .0980 | .0872 | .1014 | L1057 109¢ 1141 | .1182 | 1228 | .1288 | 1810 | .1353 | 1395 | .1437 | .1479 | 1322 | 1564 | 1606 | .7om 22
635 | 82i: Tl | 7ilz | 7 2z & 86 8% | Bl6g | ®1; | 819 | 02 | 1075 | 10175 | 107 | 115 | 115 | 11553 | 12 g | 12 15s
23 0884 | 0828 | .0872 | 1018 | 1081 1105 .1148 1193 | .1237 | 1281 | .1325 | 1aR8 | .141a | 1458 | .1502 | .1548 | .1G@1 | L1635 | L1679 | .1723 23
& 2z, 7 71z | 725 8 81llzn | &Zlg: [ 9115 | 9ol 10 10 Lzs | 10 215 11 11 Wz [ 11 2l 12 12 a0 | 12215 | 13
24 | 0922 | .uges | 1014 | 1080 | 1106 | 1162 | 1108 | .1244 | .1201 | .13a7 | .1383 | .1428 | 1475 | 1521 | 1567 | .1613 | 1860 | 1708 | 3783 1793 24
o5 616 | 7952 | 7clzp B 8ll;; [ Blhg | Bl B3y | 023 | 1015 | 10 155 10357 | 11dg | 11 1bss | 111355 | 1255 | 121, | 1227z | 184 | 13 g 25
0961 | 009 | 1057 | 1108 | 1158 | 100 1249 | .1207 | .1345 | 1393 | .1441 | .1480 | 1537 | .1885 | .1633 | .1681 | .1729 | 1777 | .18%5 | 1873
TTse | 7195 | 71%; | 885 | 8l | 83 9% 854 101g | 10 gz | 102755 | 11351 | 1195 | 112955 | 12925 | 12 by 13 1853 | 182d5z | 1455
26 0999 | 1049 | .109¢ | 1149 | 1799 | 1248 | .1299 | 1348 | 1300 | 1449 | .1499 | .1549 | 1590 | .164@ | 1698 | 1748 | .1708 | .1gas | 1@es | iois | 20

Upper figures show adjustment in points and fractions of a point of wedge screw bandwheel scale; lower figures show resultant sizes in thousandths of an inch
|




Sl

MICROMETER HEAD SETTINGS

FOR COMPOSITION MATRICES

| O Set to |4 Set

Uwzzs {10 ST (104 SET (104 SET 102 SEz| 11 S=ET :11;;-; SET 1148z !11% BEr (12 Szr (121 Ser(12) 8= 12 3e1| 13 Rer | 133 BrT 131 Bro|18] S| 14 S | Uners
o | 11 | 1%z | 13 |118;5 | 1272 | 195 |12 |13l 2 21zz | 283 | 2g 265 | 27; 21y | 2%y | 2l
3 0231 | c236 | 0242 | .oPaB | o234 | .0esa | 0268 | .0271 | G277 | L0282 | .o28c | 0294 | L0300 | .0305  .0311 | .0317 | .u5zg | S
27 | 295 | 2llm | 28w | 275 | 2.2 2uz | @by | 2lge | 2dosn | 28z | 2303 | 27 | 215 3 8¢ | 3% |
4 0307 | 0als | .0328 | 02an | 0338 | .0846 | 08534 | .0361 | .0366 | .0877 | 0384 | .nA92 | 0400 | .0407 | 0418 | .0423 | .04do 4
2 2zn | 28z 2d%n | A 3 1 alg 833 3. 3 Lz 3 I35 3 lign 3 Lign 3 g 3lg = 3 L3y 37g a1
5 0384 | .0384 | .0403 | .0413 | 0423 | .0432 | .0442 | .0452 | .0461 | .0471 | .D480 | 0480 | 0600 | .NBNA | .0A1% | .0528 | .0533 5
Sllzs | 333 | 31y | 319 | 38lz; | 334 |8273 |89 | 4 485, | a5z | 4l | allgy | alsgy | als | 419z | 421
6 L0161 | .c173 | 0484 | 0786 | .0607 | .0819 | .Uos0 | .0542 | .03%3 | L0485 | U576 | L0587 | .0598 | .0810 | .0B22 | .0633 | .064s 6
87y 4 aBy [ 4%y | A% | A% |eldyy | afe | 2Tl [4%yp | 47 5lyy | 6%y 31 | 8lg | Bhg
7 0538 | .tss1 | 0885 | .0578 | .0592 | .06U5 | UB1S | .0632 | 0646 | .0859 | .0G72 059¢ | 0712 0726 | 0738 | .0783 7
- aTg | afg |[ali |4%5p 47y 5 1 | 5% |53 | 5T Sfis | 3M5 | 6% 5Ty G i | 8
8 | 0615 | .0830 | 0846 | 0661 | .0576 | .0692 | 0707 | .0722 | .0738 | .0753 | .0763 | 0734 | 0792 | .0815  .0830 | .0845 | .0gs1 | 8
5 51a 51z 5 35 B3 5 by 5 &5 B s & B g Bl B 55 6L & 5y = e -
9 [ 0An2 | .070n | 0728 | .0744 | 0781 | .0773 | .0TAE | .NRIA | .OR3C | .0847 | .0B&R | .0882 | 0800 | .0016  .0032 | 0951 | .oeed 9
Edg | Blign | Béfaz | Bilgp Blg | &lg € dzz | BLlTzn | €2lgz | 81315 | 6 L5 7 3xn 7 a0 7 oy 7 1ls 7z | 7 65
10 .07BD | .D788 | .CBO7 | .0828 | .CB846 | .0866 | .0884 | .0W0S | .U922 | 0911 | .0961 | .0GBC | .0998 | 1018 .10a7 | .1057 | .107& 10
Bl 6%z |61 | 6% | 623 8 7g 713 7i | 7l 71 | T2y | 78 | 76 | Bom 8l 8lizgs | BYg
11 .0815 | .0867 | .USBE | .0809 | .D930  .0851 |.0972 | .0893 | 1014 | 1036 | .1057 | Ju7g | .ose | 1120 1141 | .1182 | .1184 1
i B, | B2 | 7 75 | 71l 71, |7ilyg | 7275 8 | B8fyp | 8l; | Bl | 8fly | 827 9 95 | 9Lz
12 .oe22 | L0945 | .osss | .0981 1014 .1037 | 1061 | .1084 | 1107 | 1130 | .1153 | .1176 | .1199 | .1222  .1245 | .1268 | .1281 12
Tl | Tl8gp | Tl |7 | 71, Bly 8f3 &l 82752 | 91s; 2 T3z 9% 2 & 915 | 1054
13 0999 | .1024 | 1048 | .1074 | 1099 1124 | .1148 | .1174 1924 | 1248 | 1274 | 1299 | .1324 1339 | .1374 | .1889 13
Ty | 78z | Bfm 8 B g 85 |8l | s 817 | Oy, | 820z | 1013 | 106,  101; | 101 | 107 |
14 1076 | 1108 | 1130 | 11567 | .1184 1210 | .1237 | .1254 1318 | .1aa5 | 1372 | .1a00 | .1a28 | 1483 | .1479 | .1508 14
811z B liz 81y A ilzn Lz a g G 1¥z2 g Lag 10 10 "z 10 Lizn 10 &g 10 275 | 11 1z 111y 11 1zp | 11 21z
15 1153 | .1182 | .1210 | .1238 | .1268 1297 | .1a28 | .1363 | .1383  .1412  .1421 | .1470 | .1488 | .1628 | .1836 | .1585 | .1614 15
81y Blg 8 llzn 9915 B 2070 10 Mz 10Te | 1015 107 1152 | 111133 | 11295 | 11233 12 12 ¥zs 12 T1e
16 1230 | .1260 | .1281 ve22 | 1%es | id@a | 1414 .1aas | 1476 | 1506 a8y | L1588 | .1aoe | .igzo | deso | 7aer | ez 16
s EO T1y ) 111{,_'. G 205, 1055 | 10153, 10 55 10 g K] 1“53; 11 Mg 0 11 % 11350 | 12 1 1-‘_2333 121 12 3 13 13 a0
17 1306 | 1239 | 372 | 1404 | 1487 | 0470 | 1502 .1535 | .1568 | .160D  .1633 | .1668G | .1598 | .1731 | 1784 | .1798 | .1820 17
10 1074 101g 10 34 1 111 118 12 1214 12 7o 12 % 13 131y 18 g 13 34 14
18 1383 | .1418 | .1883 | .1487 | .1522 | .155G 1625 | 1860 | .1665 | .1720 | 1764 | .17e8 | .1833 | .1868 | .1902 | .1937 18
10ty; | 10155 | 11853 |11 1lgs | 10165 | 1175 1213 |12 18z |12 ¢lss |12 Zoje | 18855 | 18 lozp | 18 Zxz 14 141, | 141z | 19 By
19 1460 | 1487 | .1533 | .1570 | .1608 | .1643  .1a78 | .1716 | .1762 | .1780 | .182& | .1&82 | .18aa | .18a5 | .1@7v1 | 2008 | .204a 19
T11g | 11 lomy | 112k |11 1bgg | 1275 | 121z 122bsy |18 |181ls | 185z | 1375 146 14 g | 1825 | 15 18095 | 150
20 1837  .BT6 | .1814 | .18A2 1691 | .1720 178 | .1805 | .1844 | .1883 | .1821  .1960 | .1€B8 | .20A7 | 2075 .11z | 21z 20
123 11315 | 1215|1217 | 1227 | 181; 13155 |1825% | 14 146 | 11185 1473 |. 1653 | 16163 | 162: 18 1zy | 16 1lza
21 1814 1854 | .1695 | .1785 | 1775 | .1816 | .1858 | .1B9¢ | .1937 | 1977 | .2017  .2058 | .2098 | .2188 | .2179  .2218 | .2250 21
o | 127 12105 12275 | 185, | 1875 | 183 1413 | 143 |1allyy [143, | 1508, 1513, | 157 | 163 | 181; 18lsg | 171
22 0697 1733 | 775 | 1818 | 880 | ascz | 944 | .1e87 | .202¢ | .2071 | 2113 2156 | .2193 | 2240 | .2282  .2826 | 2387 22
1285, 18453 | 1d'A5p | 138 | 14lg | 148, (141l |16 3z |15 10z 1521z | 155l5 16%; | 1648 | 161 | 171, 17094 | 1775
23 | 1787 .1s11 | 1855 | .1099 | 1944 | .1see |.2032 | =076 | 2121 | .2185 | 2209 22853 | 2so3 | 2342 | .2386 .2430 | 2474 23
1all;; 132 | 14 |14z |18z | 15 1511z |[1525 | 16 |16 1z | 1815 17 | 17z | 1725z | 16 18 1z | 1824 &
24 1844 .1890 | .1938 |.1982 | .eaza | 2075 |.2i21 |.2167 | .2213 |.2250 | .0A0& 2351 | .2353 | .2444 | 2490 2536 | .2582 24
1875 | 141y |14.9s |[141iqs | 1595 | 1853 |I50lz |165,e |181Lg | 17 1765 1785 | 1815 | 181353 | 1885 1853 | 19755
25 1821 .18a0 | .2017 | 205 | .211& |.2161 |.2208 | .2967 | 2306 | .2354 | .2402  .2460 | 2408 | 2546 | .2584  of42 | 2800 25
147y, 14 l51g | 165z, |16 Lizy | 1675 | 164 | 1803 |1B5lgy |17 Lzz |17 llg | 18113 18 1%z | 182 | 1815 | 101, 187 | 207z
26 108E D048 | .2098 | .214B | 2198 | .2248 | .2268 | .2348 | .2398 | .2418 | 2198 | .2548 | .2598 | G847 | .2RET  .274T | 2707 26

Upper figures show adjustment in paints and fractions of a polnt of wedge screw handwhecl scale: lower figures show resultant sizes in thousandths of an inch



MICROMETER HEAD SETTINGS
FOR LARGE COMPOSITION MATRICES
4 Set to [8% Set

vt

14 Ser [ 143 S| 145 Ser (145 3ur |18 32T |16 SET 16 Her | 161 Seo (161 S=r 163 Ser| 17 Ser (174 S=r 171 Sgr i1 73 8er |18 Ser 182 Sl}'l‘%'l 8% Spr 1182 S=r
21lzy | 2343 | 2ldp |2 Op | 2l | 2lig 28 | 2l | 23 Mg | 2 27g | 275 | 28l 3 3l | T8z 3
0222 | .0A28 | .0334 | 0340 | 0846 | L0851 0362 | 0374 | .0300 | .038e | 0382 | 0398 | 0403 | 0408 | 04153 | 0421 | 0426 o432 |
Bizm | 30w | 37 | 8% | Sl | S84 3R | B0 | B2lzy | 3233y | Bbzy | Bffsg | 3ig | B 4 4ly; | 43z | abgp
0430 | .0£38 wass | 0481 | .05G9 0432 | .0480 | .0507 | .0515 | .0522 | .0580 | .0538 | .054& | 0553 | 0581 | .0580 | .0576

375 | 835 a3y | 4dn 41y 4 T1g 4ly | 419 |4ily | 4ddz | dluzp | 4dy | dlug 5 511¢ Glg | 45

0538 | 0347 0557 | 0576 | .058a 0615 | .0824 | 0A34 | .0Ad4 | 0853 | .ORB3 | .0B72 | D08&2 | .0892 | .0701 | .0711 | .0720
A2l | a3y | 4% | 4% s 5 Szn Ellz | B-Sz | bls 593 | 62g | 51 E2Tz; | 529z 3 8 33 g 532 6

" 0c43 | .0357 | 0868 | .0830 | .0802 | 0703 0738 | 0748 | o7e1 | .o772 | .0784 | .0795 | .0BC7 | .CB1B | .0880 | .0841 | .0853 | .0865

5 g 5 17z 88y 2éza 5 iz B g 8l R 6 135 61z 6 1932 6 EZzy B 13-g 6 22y 7 7 352 7 3y 7 9z
0753 | o7es | o7e0 | .0793 | .0Bo7 | .0820 | 0861 | 0874 | 0888 | L0901 | 0912 | .C928 | 0841 | 0955 | U968 L0982 | 0895 L1009
67 | Ellzz | H7s | 8%F | B2z | 625 71y | 7Ts | Flgz | Tig | T8 | 7ol | T2 | 7T 8 8l; | ai; Blgp
0861 | .087a | .0A&B1 | .0907 | .0822 | .09s8 0934 | 0899 | .1014 | .100c | .1cas | .ioe0 | 1078 | o9t | 1107 122 | 1137 1153

T 7 lg 7l 7 Tl 7 oy 3 By &y 83 Al gy 8l 87y =} aly al, 3 dg
0GB& | .0885 | .1008 | .1020 | .1037 | .108G T1107 | Atza | 1141 | .1158 | 1178 | 1193 | 1210 | .1228 | .1245  .1262 1280 | .1297
7 2332 7 2950 Bl 8% RAE & “hza 81ig R e @ bzn 9 o5 i3 O 18z0 O dézs A dizn 10 10 1g 108z | 10 Ligs
1076 | 085 | 1114 | 138 | 1153 1172 1230 | .1240 | 1288 | 1237 | 1806 | 1826 | .1345 | .1364 | .18’ 1402 | 1422 | .1241
B g ll‘lU ETy a 9 Bz Adys 0 uzn A lkg 10 Zaz 10 L4 10 &g 10 Ligy | 10 Llg | 102730 11 11 533 1155 | 11 L5z
182 | 1204 | 1226 | .2a7 | .1288 | 1980 ; 1332 | .1374 | .1365 | .1416 | .1437 | .1468 | .1478 | .1600 | .1522 | .1543 | .1584 | .15B5
9liz; | 9l | oolzp | 02% 10 | 105z (1010 | 102 | 10275 | 11 153 |11z | 115 | 1125 | 1127 | 12 1255 | 1211 | 121,
1291 | 1314 | .1a37 | 1360 | 1383 | .1408 | .1429 1475 | L1488 | 1542 | L1595 | 1568 | 1591 | 1814 | 637 | 660 | 683 | 1706 | L1729
107g | 1093 | 10 Ly | 10%lz; | 10 27z | 11 11 34a 135 113 | 1180, | 1235 | 129 |21 | 125 | 1215, | 18 | 133y | 183 |18l
1308 | 1423 | 1443 | 1473 | 1498 | .1523 | 1548 598 1623 | 6a8 | 673 | 689 | a72a | .a7ae | 773 | 7ee | iB2a | .1840 | .1673
1075 | 11oma | 116 | 11155 | 11 2g 117 |121p 1276 127z [ 1235 | 1@z | 187 [181%5; | 135y (1978 | 14 [ 145 | 183 | 1alfg

T1B0R | 133 | 15680 | .1587 | .1614 1641 | .1668 721 1748 | 1775 | .1@02 | .1829 | .1856 | .1833 | .1910 | .1937 | .1983 | .1290 | .201T
11 8l | 117g | 125 | 1235 | 121 12%i5 | 1277 13703 181722 | 135y [133z | 14z | 1435 | 1418z [14135] 15 15Tz | 15185 | 1543
1614 | .e42 | as71 | a700 | 728 1758 | 787 1834 .1873 | 1902 | .131 | 1960 | .1988 | .20i17 | .2046 | 2075 | .2104 | .2133 | 2161
12 715 12 2——53. ..12'-76 13 %20 13 11-@ 13 ﬁie 13 2532 14 Tz 14 14 5150 14 g 1513 15 1130 1585 15 Zugg 16 16 “z0 16 g 11 145
722 | avsz | 1783 | 1313 | .18a& | .1875 | .1005 1857 1888 | 2028 | 20a0 | L2080 | 2121 2152 | .2182 | 2213 | .0044 | 0275 | .230B
1875 | 187 | 1810 5 | 1316y3 | 14533 14 Bzp | 14 b 16 939 16 1llzy |16 19z |16 15 | 1615 | 189 | 18 Liz | 18255, | 17 171g | 17 Laag | 17 253y

T .s20 | .1ee1 | 1898 | .1927 1980  .1682 | 2023 en0e0 2125 | 2158 | 2188 | .2221 | .2084 | 2286 | .2318 | .2382 | .2384 | 2417 | .2150

14 1aly | 141y | 1d4g 15 61y | 151y 18 164 161L; | 185 17 TT1; | 171g | 17 3 18 181 | 181; | 1824
1837 | .1971 | 2008 | 2040 | 2076 2110 | .2144 2218 @248 2282 | .2817 | 2891 | 2886 | .2421 | 2455 | 2490 | .2624 | 2559 | .2584
1425 | 1633 | 16515 | 1555 | 16 675z 1653 | 16 & 1675 17 532 17105 |17 155 | 1875z | 1815z | 1854 19 1905 | 19 Tgz | 19 1ig
o042 | 2080 | 2117 | .2154 2227 | 2263 2336 .2373 2448 | 2482 | 2519 | .2555 | 2592 | .2620 | .2665 | .2701 2738
16 %15 | 1627z | 1633 | 1615 ! 17 T3z 17%5; 181 1811z (18195 189 | 1965 | 1973 [ 1928 | 20 | 20%; | 209 |20y
2152 | .2180 | .2228 | 2267 2362 ©245¢ 2496 2838 | 2574 | 2513 | .2651 2690 | 2728 | 2787 | .2805 | 2843 | .2882

16 3z 1655_. 16 33;2 17 Tag 17 12 17 2z | 16 35 1821z - 1851z 1914 19 1izz | 1927z 2015 20 lizs | 20 2330 21 21 %30 | 21 930 21 iy
2259 | 2289 | .2340 | .2380 | .2a21 2481 | 2801 332 0622  26A3 | 2708 | 9744 | 2784 2824 | .08A5 | .0806 | 2045 | 0086 | .a028
17 1g 1737 18zp | 17 283 | 18132 18 lzn 18 Eg 18 15¢ 19 914 1873 20 4z0 (20 1ugs | 20250 | 21 930 21 4g 22 Zlqg 22 22y | 22 5y | 2223z
2367 | .2908 | =451 | 2404 | 0536 .2578 | .2621 2706 | 2747 2700 | .2832 | .2B74 | .2816  .2058 | .3001 | .3043 | .3088 | .3128 | .8170
17 7g 188 | 18175z [ 1B27zp | 1805 1914 [ 10 L4e 20 V1g 20 5y 21 3zz |21 L3z | 21253 | 22 iz 2239 | 2249 28 98 514 | 28 21z | 28 3l
2474 | 251B | 2568 | 2607 | .2651  .2685 | .2740 o828 | .87z .20186 | .2961 | .8005 | .8049 8088 | 8187 | .8182 | .3226 | 8270 | .5314
18 2izn 15 1911, |182l5 | 20 2055 |202izp, a1 Ly, | 212l;; 22 225 |ezlly | 23 2911y, |288ly, | 24 | 2411y, |24y | 2%
268> | 2828 | 2874 | 2720 | .2787 .2813 | .28G9 2951 | .2997  .3043 | 9088 | 3136 | .3182  .3228 | .3274 | .3320 | .3966 | .3412 | 3458
1875 | 1926z | 201y | 201553 |208Ts 2155 |21 73 227y | 220;; 220205 | 23). | 236 | 2081y 244; |24%5 | 25 | 2311y |251l¢ | 26 iz
2680 | .2737 | .2786 | .2894 | .2882  .2930 | .2978 3074 | .a122 8170 |.3218 | 32656 | .331a 3352 | .3410 | 0438 | .3505 | .3354 | .8602
20Tz | 20193 | 201555 | 21 b3 | 212 221y |22 lag 23l | 9310 |23 %y | 248 | 2485 |24 3333 9503 | 252l | 26 26 8; | 26 231y | 27 53
2797 | .2847 | .2897 | .2e4v | 2997 3047 | .3097 3197 | 3247 | .3207 | .3347 | .3397 | .3447  .3497 | .3547 | .3506 | .3647 | .3607 | 2748

Upper figures show adjustment in points and fractions of point of wedge screw handwheel scale; lower figures show resultant sizes in thousandths of an inch.
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MICROMETER HEAD SETTINGS

FOR LARGE COMPOSITION MATRICES
|9 Set to 237 Set

Urzrs | 19 8xx 193 Swpr |19 SEr 1193 Spr |20 Ser | 204 Sur |20% SET I20% SET |21 SET (211 SET 213 SEr|21f Ser |22 Al !22; soe| 232 ;%.-;r:.zzz Hwr | 23 Rerc | 234 Ser (235 Sec| 235 BeT | UriTs
37 3 i3z ay % |8l 318z G B | 31z | 3lisp | 819 | 3oz 3ilz; | B4ign | Bog | Bz | 323 | 875 | 829 | 351
0433  .0244  .045C | .0435 | .0461 | 0473 0475 | 0434 | .04%0 | .0496 | .0801 | .0BOT  .0AIB | .0B1® | .C324 | .0880 | .US3G | .0gaz | 0548
T T aT  a%p  allp | 4% | &% Abg Ay | #23lxp | Adogy | advzs | Adign | ATg 4 L5 5 A5 | ©3w | Six | 5im | 5%
4 0584 0592 .0599 | .0807 | .0615 Ofas  .0Aa8 | 064k | .0ABR | 0881 | .088e | .0878 0881 | U9z | .06e9 | .0707 | 0715 | o722 | o730 4
5 Hzp Bllze 5l | 51lbg 5 g B li-g B4 5275 | B2 | 53lzs B bay 6 533 Gy 61y Ghg -2 513y | B1Tzp | 618z
5 07AL 0740 .0740 | .07EO | 0768 n78R 0797 | .0807 | .0817 | .G826 | .U8YG | .0B45  .USuLL | .0Es5 | .0674 | .C8s4 | 0893 | .0002 | .00iB 5
Bllzy 6lm Blg |@&lén |62l BIfzy 8295 7 T3 | 75 7lg | 71 783 | 7 0g 7Tig | 725 | 78 25
6 L0878  .0888  .0899@ | .0811 | .0922 0915 .0957 | .09GB | .0880 | .0@91 | .1003 | 1014 L1026 | 1033 | 1049 | .1061 | .1072 6
7 33 T Lozn 7 L7z 7l T 2352 T il 8y 8 5y 31 83y 8 iz o5 g 3z 83, 8 dizn 8 lrpg G z0 a8l 814
7 02z 1038 1048 | .1082 | 076 | 089 103 116 | 1180 | 1143 | is7 | 1170 | 983 .i1ey | 210 | .1222 | 1287 | 1261 | .1284 | .197 7
8 BTy B%g @fly |85, | 87 9 9fp 91y |90y | 8%g | 9% | 9fyp |9y, 97 i) T01p | 107z | 101llgz | 10795 | 109%g g
4168 1104 1199 | 214 | 1200 | 1245 1260 1276 | 1291 | 15306 | .1a@e | .1aar | 1353 1388 | .1883 | .13%¢ | 4414 | 1429 | 1445 | L1480
9l g hy 98, 97y 10 T0lg 104 102 | 101 | 1063 | 1043 | 1073 R g | 111 11355 | 111z | 1185 | 113 | 117
g 314 1331 1329 | .1356 | .1888 | .1401  .1418 _ .1435 | 1462 | .1470 | .1a87 | .1604 | .1822 1889 | 1566 | 1574 | 581 | 1608 | 1526 | .1643 9
108 1011y 10375 (10315 | 11 352 111 119z 1147 |11 ez [ 11 L | 1155 | 1233 | 1273 12 3g 121, | 125 |12 %5 | 12z | 1313 | 138
10 74860 1478 1408 | 1518 | .18a7 | 1858 1576 | {BOE | .1614 | .1833 | .1B52 | 1872 |.1691 1710 | 1729 | .1748 | .1768 | 1787 | .1808 | .1825 10
111920 115: 1123 1215 1275 | 12%; 1210 (121l |12 873 13 1855 | 18%; |187; | 18105 | 138; | 18%3 | taljs | 1475 | 1443 1420
11 1608 1827  .1828 | .1670 | .1€91 1712 1788 | 1754 | .1775 | .1796 | .1818 | .1839 | .1880 | .1081 | .1902 1923 | .1944 | .1965  .1087 | 2008 | 11
128lz; 12 Er3; 18 18633 |18 gz | 181y 18 2lgy | 18 flgy 14 | 14555 | 191l | 141z |14fig | 1485 | 15 1565 [ 1611z | 151y 1Bl | 16275
12 1752 1776 1798 | 1821 | 1844 | .1es7 1891 | .1914 | .1937 | .1960 | .1983 | .2006 | .2025 | 2052 | 2075 | .2088 | 2121 | 2124 2187 | .2180 12
s 18 8%  132%; 14 55 14 14 14 T 14 5y 14 131 15 135 A3z _15".52 151720 | 15 Z2zp 1573 16133 1614 18 R 18 oy 16 253z 1631z | 1753
s 13 g9 | 1923 1948 | .1e73 | .1ees | 2023 .20an | 2073 | 2098 | 2123 | 2148 | 2173 | 2108 | 2203 | 2048 | 2273 | .2008 | .2823  .2848 | .2678 | 13
14 26z A3z 15 g 1595 13 %y 15 A1 | 16 620 165 | 161750 | 168325 | 16385 |17 450 17 4 171a 17 14 17 EEzs | 18 Bay 18 350 18 554
14 2044 | 2071 2096 | 21256 | 2152 | @179 2206 | 2033 | 2250 | .2286 | 2313 | .23d0 | 0387 | 2304 | .2421 | .2448 | .2475 | 2502 2528 | 2555 14
o 1527 | 161zs | 181, |1616s; |16°¢ | 1675 | 178z | 1793z | 17.p | 17 %as | 1786 | 181y |18llgy | 18753 | 183 | 183l | 196 | 19% 19785 1996
15 2190 | 2218 | 248 | 0277 | .oane | .pasa | 2asa | .aps | 0421 | 2463 | 2478 | .2507 | .2536 | .2585 | .2594 | 2662 | .2661 | .2860  .2709 2738 15
j 16 1B | 176 171 [ 17815 [17205 | 18 1873 | 1875 |18ilgy | 1889 | 185 | 18113 |196; |19%;, | 20 | 2075 |207;5 | 202 2075 213 '_1é i
2338 | 0367 | 2308 | 2420 | .24E@ | .24n0 | 2821 | .26G1 | .2682 | .2813 | .2844 | .2674 | .27U5 | L2986 | 2757 | .27¢7 | 2826 | 2839  .2890 2020
17 1895 18 35 I 18 1357 [18 2lzn |18 295 19 1; 18 3g 18 1239 19 275, 20 115 20 515 20 1"’;’;5 Z0 -".532 3| 21 ]_- 21 1bgp | 21 23z2 | 21 &lzs 22 22 e
17 2482 | .2518 | 2548 | .2580 | .2613 2711 | .2774 | 2776 | 2sos | .2eaz | .2e74 | .2907 | 2040 | .2972 | .a005 | .3CAR | .3070 3103 17
18 181y | 191 | 9% 20 20 54 27 211y | 21l | 214 22 201, | 221z | 2294 CE] 2313 | 231; 235
18 2628 | 2563 | .2697 | .2732 | 2767 2s70 | 2906 | .2940 | 2974 | 3009 | .a04@ | .2078 | @112 | &ia7 | 3182 | .3218 | .3251  .3285 | 18
1 9 20 lig | 20835 | 20789z |2027z | 271y 21 ez | 208z [ 2273 | 22115 | 22315 | 23730 | 2318 | 2344 24 24 fzy | 24175 | 2415 20 L 1 9
2774 | 2811 | 2847 | .2064 | 2920 | .2957 | 2893 | 3030 | 3088 | .3103 | .3130 | 2176 | .A212 | .3248 | .3286 | .8522 | .3888 | .3395 | .3431  .3468
¥ 217z; | 2135 | 2181z |21 16y, | 227 | 221y | 22555 | 23 L | 23 _izs | 2853 | 2313 | 2dus | 247g | 242 | 25 | 25%g g | 25975 | 2635 26 5
20 2opc [ om0 [ moer | anse | sova | aiiz | @iai | areo | asse | asee | Asos | aads | .8ae1 | 8420 | Go8 | 347 | 3612 asso | 20
27 ia; | 22 gy | 2203 | 231z |98 1lm | 283 | 28 2z | 2473 | 241y | 04 Zugp | 9533 | 2835 | 25%lg | 20Ely | 2Glg | 2617z | 26775 | 271 | 2719 27 By
21 A0R6 | A107 | 8147 | 2187 | 208 | .A06R | AA0R | .3348 | .3380 | .3430 | .3470 | 8510 | .8o50 | @oe1 |“.mear | 38v2 | 3712 | 3752 | 3793  .3833 21
DA 7 | 28 Ligpy | 2B 27z | 24 ozn | 24 113 | 0453 | 25 1y5 | 2655 | 26Ziz | 263l | 2695 | 2810 | 207 | 27hg | =7l | o7ldg | 28 2
22 A212 | .3256 | .3287 | .233€ | .3381 | .3424 | 3486 | .3509 | .3581 5593 | .3885 | .8677 | .3720 | .3782 | 2304 | .3g46 | .3889 2
D48 |24l [242%; | 851y |265¥g | 257y | 263y | 261y | 2020 | 27 3y | 97 By | 27 %y S
23 3358 | .8108 | .8947 | 5491 | .8585 | .557¢ | .62 | L3668 | .a7i2 | 37s6 | 3800 | .08a5 | || S 23
25115 | 2o2ly | 26 |261lg |26fly | 27 |27llp | 278z | 28
24 3504 | L8u51 | L3087 | .364a 3735 | .a7181 | 5827 | .87 . ] 24
| =6% | 267 | 273p |27 g 25 1y i e |
25 8B50 | 3700 | .3747 | .3795 3891 25
o7 Tyg | 27 155 | 2B G3p h
26 2796 | .2856 | .3895 i i ' 26

Upper figures show adjustment in points and fractions of a point of wedge screw handwheel scale; lower figures show resultant sizes in thousandths of an inch
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MICROMETER HEAD SETTINGS
FOR DISPLAY MATRICES
Width in Peints denotes the Micrometer Head Setting

MarHLy MAIRIX MATLRIX MATRIE MATETY !
MARRTN witt MU | g | T sy Mot | wiarn|_ MG | ien | winen | winen | wisa | o | wea | wonn | wian | wie
Wilth | B wigh M oween| I Do | _ M i o i an in 1 o - o | 1 i
b :—"—‘1 Tt n TIH:L[_?;. Tib il(‘l mines 15t .L'Ed_ Tneches i _.(_)_1_“- Inckes | Feine | Ioches | Poins | Tneliss | Poitts Inehes | Pointe Tl
Toints Hlyls Poings Foins el IROTHES byl P iy |
2 027712 |* 11 8| .1860 | 22 4 8| 3033 | 32 148 4427|423 |4 78| 5810|522 | 7194 (62 |.8uv6 |72 2950 | B2 [1.1343
4 [# 22 0511 4|*1z2l asss| 4| 52| 3078 4| 152 .ase1 1 |** & 2| 5244 Iy | 7208 e | 8811 1, . .e994 o |1.1378
1; |+ 2 4| 0345 o %12 4| 1729 o] 54| .8118 1y | 15 4 4496 Iz [** 8 4| 870 | 7263 1z | &84 1; 1.0020 1 |1.1412
$4 | * 26 .038D 3, * 12 8] .1784 3| s 6| 31a7 2| 15 6] .avuu 51(** B 8| .5813 34 | 7287 &y | 8880 iy 1.0084 3y |1.1447 |
] * o8] O041A| 13  * 12 8| .1798 | 23 58| 2182 | 33 158 4565 | a3 |** g 8| 5846 B3 7332 [&2 | 8715 |72 1.0008 | B3 | 1.1481
17 | * 8 2| .0450 I; * 13 2| .1@83 L[| 62| a2a I; | 18 2| 4600 ig|** 9 2| .5us3 17| 7386 Iy 8738 1y |1.0133 13 |1.1616
1, |+ s 4] 0484 Ip * 13 4| .1888 | 6 4] 3251 | 18 4| 4634 |+t g a| .s017 | 7901 I; |.8784 13 | 1.0167 Lo [1.1651
i; |* 8 6| 0519 3% 18 6 1902 )| 68| =285 31| 18 6| .a660 34 |** o €| 6052 3y | .7a33 3y |.es1e 7. | 1.0202 31 |1.1580
i 4 3g| .0s58| 18 |* 38| 937 | 24 6 8 | .80u0 | 34 186 B 4703 |44 [#% o8| 6086| 54 | .7270 |4  |.8853 | 74 | 1.0286 | B4 |1.1620
1; | * 4 2| 0588 gl ® 14 2| 1971 1| 72| 8305 4| 172 4738 Ly [**1n 2| a121 g | .7505 g |.eess | L. [1.0271 [ 1y [1.1855
2 | * 44| 0623] 1p|* 14 4| .2008 1;| 7 &| .3309 2| 17 3| .78 I |["*10 4| 6156 | 7508 1 | .Baee 1; |1.0306 1y 11.1889
3y | * 4 8| .0857 iy | * 14 6| .2040 | 76| . 3324 % | 17 6| .a8u7 34 |## 10 8| .6190 4y | 7574 33 |.8957 | 3. |1.0340 8y 14724
5 * 4 8| .c8e2| 16 |+ 1a 8| .2075 | 28 7 & | .3a88 | 35 17 8| 4842 | 45 |*v 70 5| 6225 | 56 .7608 | 65 8001 |75 1.0275 | 85 1.1758
1, |* & 2| o726 Iy | * 18 2| .2110 Ij| mof masa| 1, ! 18 2] .a376 1y [#war 2] 208 1 | .7643 Iy [Boce | 1y {1oace | 1y 11788
1y | * s 4| o761 I [* 15 4] .2144 ;| 8 4| .3528 b | 1&al a3 1o |#% 11 4| 6294 1, | 7677 2z | .86 I; |1.034a I, 1.1827
B | * 5 6| 0795 3 [* 15 6] L2178 5| B 6| .3382 iy | 18 a 3, |*#* 11 6| .6328 A | 771z 3, | .8o08s 3. |t.0a78 3, 1,1882
6 + 58| osso|1e |*i15 8 z23:18|28 | 8 8| .55e7 |36 18 8 as  [*11 2| 6362 56 |.7745 |es |.9130 |76 |1.U518 |88 1.189G
, |[* 6 2| .0865 1g |* 18 2 .2240 1g| 92| .mea1| 1. [*r 22 1. [*= 12 2| Aans L. | 7731 14 |.9184 lg |1.0548 1. 11931
Iy |* & a| o808 1 [+ 16 4 2083 | 94| .sess Tg |*e 24 I [**12 4| 6482 1, 7818 2 |.9199 1z |1.0582 13 |1.1966
I, |* B 6| .00aa| 2 |* 168 .2317| 35| @ 6| .3700 B |#+% 2.5 3y [**12 8| 6487 by 7850 3 By | 1.0817 3. |1.2000
7 % B &| 0ODER| 17 |* 16 8 .03R2 | 27 08| .a73as |37 |+ 23 47 [v*12 5| wa01] 57 .7885 [ 67 | .a0eéa |77 1.0651 | a7 1.2035
1. [+ 7 2 .1008 1y |* 17 2 .o@8e Ltwoe| atra| 4 FE a2 1y |#v s 2| 6530 1. 7919 1y .9a0a | lg |1.0Asa 1. |1.2088
1, |* 7 af .08 li |* 17 4 2421 =z |10 4| .8804 & [** 3 a 1y [#+13 4| 6571 1y 7954 L3 .D337 1y 11.0721 1y [1.2104
A |+ 76| 072 v 17 6 2455 5 |10 6| 3839 3y %% 3 8| 3 (%413 5| €505 &, .7eB9 | 3, 9872 31 | 1.0755 I [1.2189
8 |+ 78| .1107|18 v 17 8| .2490 (28 |108|.3873 |38 ** 3 & 48 =+ 13 3| 60| 58 8023 | 68 .9406 | 78 1.0790 | 88 1.2173
g [*a2| dar|  “3l% 82| 2525 14 |11 2 | .as08 1w g2 1y T | Ba7al| 1| 8038 | 14 .9d41 4 | 1.0824 g |1.2208
s |* 24| 1178 L |*18a 2530 1 11 a| 3943 1 #r 44 1 .8708 1; | 8002 1, 9478 | o |1.0888 1 |1.2242
Iy |= 88| 1210 34 18 6| 2304 3 11 5[ 8977 33 ¥+ a6 5 6743 2. | 8107 34 | .0810 3y | 1.0804 3y 12277
3 * 88| 1245|18 |* 18 &| 2628 |20 11 & | 4012 | 38 %% a8 a9 | o778 | 59 8181 |89 | 0B45 | 78 1.0028 | 89 1.2811
g [* 8 2] 1280 L 2 2| 2563 Iy 12 2| 4046 1y * 52 1q I 1; | 8198 1y |-p578 -4 |1.088z | 1y [1.0345
i [® 94l asia i 2 4| .2898 lp 12 4| 408t p ** 5 & La | 8847 |  1p | .28 1; |.e614 1 [1.08a7 ip [1.2281
| % |* 96| 1349 53| "2 2782 3126 A115|  3 [% 6 6 N 6882 3y | 6265 5. |.9618 3; |1.1082 | 3q |1.2415
10 * ¢ 3| 138z 20 28| 2767 [30 |128 .50 40 |** 58 5O 8016 | 60 | .8300 {70  |.9683 |80 | 1.1005 | 90 1.2450
Ly [*10 2| da18] 1, 3 2| .2801 1.|1832 4185 1, [** g2 3 _B0ED 13 | 8358 1. |.e718 14 [tnon | g (12483
o | %10 4| .1458 I 34| 2836 1|13 4 .a219 1, |rr G oa n .3088 1z | 8368 1; o732 | 1, 11138 2 |1.2519
57 |*10 8| .1487 34 3 6| .2870 I, |13 6 4284 A, |** 66 3, 7021 | 5 | .8a0a & | .o7a7 ip 11170 i; 12338
11 *10 8 | 1522 | 21 3 8| 2005 | a1 132 8 | .9288 |41 |[** 6 & 51 7055 | 61 | .B238 |71 a1 | a1 1.1205
1, *11 2| 1686 1; | 4 2| .2840 4 |12 2 | 4323 L FE 72 Ty qoe0 | i |.eavs 1, | .&86 Iz 1.12a0
Iy *11 4 a591 I, | 44| o874 | oz |14 4 | 4268 L F* 72 Ip | 7125 1y | 8507 1, |.eae1 | 1 1.1274
3 *11 6 .1625 %, | 4 8| .3009 5y 019 6 | 4882 | 34 Fr 7 8 3 | 7159 By | .B3az | 3, |.puzs %, 11808 | |




CHANGE SPEED TABLE

Based upon direct drive speed of 144 Revolutions per minute

A0

42 T'oiwy To 72 Foisr T g 42 ToiwT TO 72 TMorx: - i }
(LioL1D) iP'T.FJFFINT O 36 Porxr axc Bznow ICCRED) L 36 Froiws AaxD BELOW
- | Mar s - | | | [ T Marrmx MaTRIX
72 | 860 54 48 | 42 ¢ Marxing| 36 30 24 18 14 12 72 80 54 48 42 Marumve Mazxme| 36 30 24 18 14 12
fAD [2-4-H[Z-4-H|2-2-H[2:4-H] o o-a-H 2-4-H 2-4-H|2-2-H|2-4-H|2-2-H $CD 48D | ZAD | 4AD | {CF | 4@ [* 38 [5OF <BF | +fCE | 1BE | €D | +cD
125 | 144 | 144 | 134 | 144 A 68| 144 144 | 144 | 144 | 144 | 144 15 18 22 22 | 25 *958 "25 .80 | 45 | 58 aa | a2
tBD | {AD [ {AD|2-4-H[2-4-H g1 |2 74 'o.a.H 2.4-H|2-4-H|[2-4-H!2-4-H|[2-2-H €D §ED |4iBD | tAD | |CF 17 * 48 -<CF 1DBF | -CE | 1BE | +CD | cD
102 ) 120 | 125 | 144 144 T | 24 144 | 144 | 144 | 144 | 144 | 144 15 19 | 18 | 22 | 25 *168 25 | &0 a5 56 | B3 | ez
+GD | *BD | tBD | 1AD 2-4-H A 7 B 2e4-H [P2-4-H [2-4-H [2-4-H [2-4-H 2-4-H £AE [CD [4BD | jAD | =AD] 4g * 5 B %AD | tCF | TAF | CE tAE | jCD
BS | 102 | 102 125 | 144 L oog 144 | 144 | 144 | 144 | 194 144 12 15 | 18 | 22 | 22 +178 22 | 28 7 | 28 B2 | &2
tAE | {CD {BD |50 | tAD 31 |a 54 [2-4-H [P-4-H [2-4-H[2-4-H 2-4-H 2.4-H $AE | 4CD [ 4CD | 1BD [3AD| 4 g * G 8 |$AD | 1CF | TAF | fCE  +AE | +CD
€8 | sy 102 | 102 | 125 7 % 34144 | 144 | 1334 | 143 144 | 14 12 15 15 | 18 e * 188 | 22 | 25 7 | 48 g2 | 82
*BE ' {AE | tCD | fcD | fBD g4 & 868 |taD £-4-H [2-4-H |2-4-H AE 14CD [ 4CD [ (BD :AD| b 78 |320 | 2AD | tBF | $CE | +EE | TAE
65 68 | 83 | B3 | 102 P oae | 126 | 144 143 144 12 15 10 B 22 25| 18 | 22 30 | 45 55 | €8
+BE | tAE | fAE | [CL ' JCD ai A0 B4 1¢BD | fAD 2-4-H 2-4-H FAE | LAE | JCD  FCD | tBD 21 * A8 |$CD |34D | tBF | $CE | +BE |tAE
E5 6 | 68 | o0 83 7 |* 44 |102 126 | 144 | 144 | 144 | 149 12 12 15 15 18 38|18 | 22 a0 48 55 | 68
+CE | 1AE | tAE | 1AE fCD 5 |2 88 |*BD tADR [2-4-H|2-4-H|2-4-H|2-4-H “BE [4AE [iCD 4CD |BD| gn |~ S & |+BD |%BD | CF +AF | tCE |tBE
45 88 | 68 ' 68 | 83 48 | 102 126 | 144 | 144 | 144 | 144 10 12 15 15 18 | 48] 18 18 | 25 a7 | 45 | 58
4CE | 1BE | tBE 1AE | TAE 5L (2704 6D |[+BD [2-4-H |2-4-H [2-4-H [2-4-H §BE [{AE [ CD §CD [4BD oo  * 108 [2BD |4DD tCF  tAF | ¥CE |$BE
46 | 55 | b 6B | EB g [+ 52 a3 |102 | 144 | 144 | 144 | 144 10 12 15 15 10 sg| 18 18 | 25 a7 | 45 | 58
$AF | 1CE {BE | 1BE | tAE 8 [ 10 8 fCD |+cD |+4D |2-4-H[2-4-H2.4-H {BE |{AE [AE [ €D | % ggq *118]:BD [£BD tCF | tAF | tCE | {BE
a7 | 45 55 36 | B - 548 |23 83 | 125 | 144 | 144 144 10 12 12 | s 68| 18 18 | 25 a7 | a5 | &8
tAF 1CE {CE | {BE | BE gL 6114 $cO |+oD [tAD 2-4-HP-4-H 2-a-H fBE | }BE 4BE | §CD SE 7 12 8 | $CC |$BD | $+AD | +5F | #CE i
87 45 45 55 | &5 7 |* 64|83 | &3 | 125 | 124 144 | 144 U 10 10 15 78 15 18 | 28 20 | 45
“tAF {CE | {CE | [BE | 1BE 7 L1 tAE [tCHh [{6D |2-4-H 2-4-H |2-3-H tBE | 48E 4BE | tCD 26 |- 13 8 iCD |tBD =AD | +BF | fCE
37 | 45 | 4% 55 | &5 + 68 |83 |83 |83 |144 144 | 144 10 10 10 | 15 88 15 18 22 an | as
+8F [+AF | tCE | {CE | 1BE 71 & 12 4 [fAE |tCD | 4CD [2-4-H [2-4-H FCE 4BE | $BE | $AE 27 |~ 14 8 $CD |£BD =AD | +BF | {CE
a0 | 87 | 45 | 45 | 58 7 * 74 |62 |83 B3 144 | 144 8 10 {1 12 ¢8 15 | 18 22 an | as
“fBF | tAF | TAF | {CE | 1BE 8 12 B |fBE |*AE +CD +BD |2.4-H tGE £BE | {BE | $AE ag [~ 19 8 fAE | 5CD =BD | fCF {AF
a0 | 37 87 45 | 5% * 78 |55 |68 ea 102 | 144 | ] 10 10 12 108 | 12 15 18 | 25 ar |
“tRF | tAF | tAF | {CE | CE g1 |4 13 4 |*BE |[tAE |{CD {BD |2-4-H tCE &BE | JBE | [AE 20 * 17 8 [$AE =CD | #BD | fCF  tAF
30 | a7 87 45 | 48 7 |+ a4 |6 |68 83 102 | 144 & 10 10 12z 12 8 | 12 15 18 | 25 a7y
“+CF | tBF | TAF | 1CE | ICE g i3 4 |[*BE 1AE |+CD |+BD [2-4-H tAF | {CE | JBE | }BE 33 3 8 |$3E $AE |fBD
o5 | 30 | 87 45 45 + 38 |55 68 83 | 102 | 144 | 1 8 10 10 15 8 | 10 12 18
TtCF | tRF | 1BF | TAF {CE al [ 14 4 |+CE tBE [tAE |{cD |tAD (2-4-H TAF [ $CE | {BE | (BE [{BE| nag 6 8 | $CE | tAE | #CD |
95 | 30 | 80 | 87 4% T |+ 94|45 5B 68 | 83 | 125 | 144 1 8 10 10 | 10 18| 8 12 15
“YCF | BF | tBF TAF {AF 10 ]2 14 © |tCE {BE |t+AE |t6D |$AD |2-4-H $8F [SAF [ 4CE [4CE iCE] a0 12 8 | zBE | $BE
25 | 30 | 30 &7 37 * asg 45 35 | er | a3 | 128 | 144 i | 63 g 8 8 w* 78! 5% 10
“¥CF | +tcF | fBF {BF | 1AF 101 I3 15 4 {CE |+CE |+AE |+cD |[4BD | 2AD CF [$BF [§AF [GAF {CE| pag 18 & | $CF
o5 26 80 | 30 | 37 | 5 |*104 a5 |45 |62 | a3 | 102 | 125 4% | 5% 8: | &4 8 BY 13 8 | 4
“kAD | +CF | tBF | BF | tAF 11 n 15 &6 {CE |=CE |TAE |1CD |1BD '+AD StCE | 3CF [3BF [4BF JAF| pa
23 o5 30 | su | 37 108 45 |45 | &8 | 88 | 102 125 8 a3 5t 5% 64 ke 12 g |
ZAD | “CF *BF | {BF | tAF 111 1 16 4 |{CE |+CE |[+AE |[4cD |+BD +4AD StCE [ 4CF [SCF 4BF [ JAF[ an |
29 25 30 | S0 a7 T [*114 |45 | 45 68 | 83 | 102 123 8 a4 43  bi 54
ZAD <CF  {CF | 1BF | TAF 12 | 168 fAF [iCE [tBE |icD |<cD +BD §:AF |3CE | ZCF  3CF [§BF  gg
90 25 | 25 | 30 | a7 *118 | a7 |45 | 6§ a8a | B3 | 102 (iR 8 Lo 44 54
iBD |tAD | $CF | {BF | {BF 12 4 17 & |tAF |{CE [+BE |[fcD +CD |{BD §1BF |§3GE 7D
18 22 | 25 0 | 3o *12 8 | a7 |45 |58 | 82 &3 | 102 5} 8
B0 |$AD | £AD | iCF | {BF [ 4 4 = 18 8 |1BF |tAF |fCE |TAE 1CD | tCD $1BF |§1AF 24
18 | 22 | 22 | 25 | S0 =138 |30 |37 45 62 | 23 a3 B} | 6}
(CD |$BD 4D [1CF [{CF [ 45 * 2 8 |tGF |fAF *CE | tAE | tCD | +CD i$GF |g2CF 90
15 | 18 | ‘22 25 | 25 * 14 3 | 30 a7 | 45 68 23 ar 41 4% |
+ Thess have speed control 1-3-H in operation f These have speed control 2-3-G in cperation § Pump to be stopped every alternate revalution
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TABLE FOR CUTTING STRIP MATERIAL TO PICA EMS AND HALF-EMS

The following table shows the position of the counter drum ane. the adjustment of the micrometer wedge to shear strip material to pica ems and half-
cms. The calenlations are hased upon casting in mulriples of 5, 54 or 6 pica ems per cast, plus anv necessary additions in “thousandths™ of an inch.
In the column under “Adjustmems™ the first column shows the row of the drum which musr be brought o “A” on the remainder scale on the
counter mechanism head; the second column shows the pasition of the peinter on the Micrometer Indicator Scale; and the third shows the additien in
“Uhousandtis” of an inch to be added by the micromoter wedge (this is indicated, as the micrometer wedge is adjusted, by the figures on the upper
edge ol e upper section of the handwheel on the micrometer wedge). The total amount in the third and fourtt: colurnns multiplied by the nummber of casts
i the second columnu, is equivalent to the measure given in the st ¢olurnn,

ATITETMENTS ADTTISTMENTS ATHITTETY ENTE ATUWTISTHENTE ‘, ATWTTETMENTS
Pien o " Fina, L 5 1 Plrg e L Plaz e P
: natar Lierarmizer E _ | miieamm Misreonetar || Tt s TrAlcater Wderanate Indieacor | KTernmmoher
B oo | beale  Wedge | T DML | Csnqe Wedge || fas: |2 Brale  Wedge || B | DML Teoale | Wedze
SR (Dmsy - SRR (Thme) + TIras) + | e (Tl +
2 1 2 ol 24 7] f31%) 0488 63 2] Glp L0g48 17 Gla 0732 125 25 5 —
&1z 1 5lp ity 2013 5 513 L0682 3, | 0 Bls 0737 17 Bia | .0731 1351, | 21 31, 0780
[ 1 [ a0 [ B - £4 o [:] e, 17 o 126 21 [ =
6l; | 2 3 0415 acl, 6 5 0138 S41; | 10 5 0747 18| 3, | casa || dzen| 23 | s | —
o 2 31y = 31 € =] 0276 55 11 a —= 18 | 5 | 0368 127 22 51, L0453
e | oz Gy 0415 31y & | 5 | .oM4 G5l | 10 Gy U0B3 18 iz L415 || 1275 U2 Sl 490
=3 2 4 — 52 2] 5 L0558 53 1 ] L1686 18 Slg .C461 128 22 &la L0528
8l | 2 a 0415 201, 8 B .0E91 BBl | 1D 1 o248 || 19 Aly 1281, 22 Al .0568
] ) dly — | 33 5] Alg i | BT 10 3 0332 21 ] == 129 22 51 0603
gy | 2 41; 0415 33, & 5l 0188 || 5, | 10 | 0415 18 513 .0sea j20l: | 22 5L 0841
10 2 5 — | 54 B 3z 0276 58 10 .Jasg 13 5l 0G4S 130 26 & —
101 2 ] L0418 | 342 G Uy L4158 OBl | U 581 18 olz el 1308 [ 22 ols feral:l
11 2 5 e 1 35 T o e 59 10 .0684 18 Bls 0738 131 20 bls 0784
11 | 2 Bly 0416 | 3By B 5y 0801 B9l | 10 0747 12 51 0784 | 1311 29 Bl; | .0782
12 [ B — | 38 [i] ] e 60 10 — ] R 5] S — Ti1dz2 | 2@ | & T —
12l | 3 4 0278 j86ly 7 5 .035% €00y | 11 | |l - 19 sl 0349 1825 | 23 s1; | 0433
13 3 4 0555 | az T ] 0474 G1 11 075 19 Loy 0393 133 23 Ol L0469
18l | 3 | alp  — 137y 7 3 L0592 g1 | 11 G151 18 5 0487 1335;| 23 51; .0505
11 3 dla 0278 =8 7 5 0711 a2 i 0228 prars 5 134 23 Bl; .0641
idy | & a1y NB53 38l 7 5l — 62 | 11 18 Sl 0524 1241, | 23 51 0BTT
15 a2 5 e 22 T 5lp 0118 E3 i1 13 S .0368 135 27 ) —
181 | 3 5 0275 gl 7 Bl .0237 63 | 11 1111| 18 5y 0612 1357, 23 .0650
1€ b & L0553 40 B 5 —_ 64 11 112 19 Dlg L0655 {184 23 L0GEG
161, 3 Sl e 4019 7 Glg L4774 L] 11 11213 1B B 0g9e | 13d1: 23 07E2
17 3 Sla 0378 | 41 74 e ) (OEG2 Ba 13 | 113 19 ala .0T43 1237 23 .O7ES
1715 3 | Bl DEER aily 7 Bly 0711 6alg | 11 | 1135 19 5, 6788 | 1371 28 =,
18 a - — A2 v = | 8 —_ 55 11 114 19 =] = 130 23 o
18l | 4 alp 0207 4%l | B 5 .0519 6513 | 12 114 20 51y .C374 1381 24 0450
18 4 4y L0415 |43 -] I3 LQg22 67 12 115 23 o — 139 24 0484
_1gig 4 ey LG | 48l <] 3] 0726 672 12 1152z 21 alg — 1381; 24 0519
20 4 § — | 44 g8 Bls — a2 12 | 116 20 | Ala 0498 | 140 a8 -
2013 | 4 B 0907 | 44ls 8 513 0103 68, | 12 116 20 | Bl 0340 140l 24 0583
21 4 5 0415 35 @ 5 _ 69 12 117 20 Sy ey 141 24 0623
21la | 4 5 .0622 45t | & 51, 0311 69y | 12 117y 20 5g 0623 1410 24 | 0857
22 4 Slp — 46 g blg L5 70 14 118 20 51z 0064 142 | 0g92
221 | 4 51y 0207 aBlz | B | Bl 0618 70| 1 118, 20 Al .0705 1421;| 24 .0728
23 4 fls 0415 47 8 Aa 0622 Ti 12 119 20 |- &l 0747 143 26 %
23| 4 5l .0622 ATy | B 5 o727 Tila | 18 S 19| 20 51; .0783 | 1431 24 0795
24 4 [} —_ 48 B [ — T2 12 G —_ 120 20 3] —_ 14d 24 —
24l | 5 aly 0664 agl; | @ 5 | .0645 72y | 13 Sly 0127 120t 21 bl .0585
25 5 ) = 4% g 2] L7165 73 13 51; 0181 121 22 51z e
LT 5 5. 0168 481g 8 | Blz = T3l 13 Hln 0265 | 1211y| 21 aly .0474 e
26 ] ] 0532 || BO 10 5 = T4 13 51y .0319 | 122 1 5ls 0514
821 | & [ .0488 || 501z | 10 5 0083 | T4 | 13 51, | .0383 12213 21 Sly 0553 .
2F 8 B D654 i a1 190 > 0168 75 15 5 —_ 123 21 Sl 05e3
27l | & 5l — | 511z | 10 5 0249 75l | 18 5lz 0511 1285| 21 ol 0652
28 L] 51n MBS 52 g 5lp 0481 75 13 &1; 0675 1 20 5 124 1 Blg 0672
2Bl: | B 51; .0332 521z | @ Blp .DBA3 7Bl | 13 Bly DB3R 100la | 17 Bla 05823 1241s| 21 &la o711 |
H |
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CUTTING STRIP MATERIAL TO CICEROS AND HALF-CICEROQOS

‘I'he follawing tahle shows the position of the counter drum and the adjustment of the micrometer wedge w shear sieip material to ciceros and half-ciceros. The
calculations are based upon casting in muliiples of 5 pica ems or 6 pica cins per cast, plus any necessary additions in “thousandths” of an inch. In the columns under
“Adjusunent’ the first column shows the row of the drum which must be brought to “A” on the remainder scale on the counter mechanism head; the second column
shows the pasition of the pointer on the Micromater Indicator Scale; and the third shows the addition in “thousandths™ of an inch to be added by the micromeler
wedge (this is indicated, as the wicrometer wedge is adjusted, by the figures on the upper edge of the upper scetion ol the hand wheel on the micrometer wedge).

AL UETMER DS ADTTIATBLENY'S ATWTIRTMENTS ADTGSTMINDS | ATWITTETMENTS | | ADJUSTMONTS
o | A 4 I I i -
Gicaro | Indeater ; Cicere [ndicater| M Cicero Ludicator | Mitromeser | Biera Indiea—ar | Mieror Cicero Cicern Tr.Heator T
Drum| Heale Dz Hoale Wedgey Trmmn Buale Wwadget Thzm eale VWoedeef Drara | Seals st
{Cazts)|  (Dms*) (Carus) (Castz) | (Fmat) (Casa)|  (Tos*) e {(Casts) | (Bos*) -+
5 1 5 L0580 21 £ 51y 0194 5"7 7 oy 0257 53 10 Bl i 02B3 || ©69 85 16 Bly .0E05
st | 1 5ls 0838 21 | 4 5 0418 a7, 7 513 .0384 sz, | 10 B1; 0372 a8l, BS5L | 18 5lp 038t
3] -2 a3 U348 22 4 Slp 0638 38 T Sls 0511 a4 10 Blg G0 70 Bi 18 Bls 041G
6, 2 3 078z 221y | & 4y 522 =BL.| 7 | 5L 0635 541 | 10 Bly .0E4¢ 701y BBl | 18 Bl 0472
7 a2 | aly .cage 23 & 41 700 ei=) 7 &l 0785 25 10 Gl 0638 Fal 87 146 Sy 0527
Tly 2 4 L0020 2381z 5 B L0097 39l o 5 Ratists] E5la 10 5l L0727 Tl BTl 17 Dly L0011
8 2 4 464 24 3 & 0225 40 a g U8l 56 10 5lp naia 72 ag 17 5l L0063
8y| 2 41 .0078 241, | B 5 0402 any, & E 0891 o0l | 12 5 .0062 721 | 14 Bly 0067 galy | 17 513 L0116
] 2 413 0522 25 =] s L0880 oM 3 1] 0802 BT 11 Bl L0078 73 14 Ely 0131 89 17 Bl 0168
giy 2 5 0138 2517 7] 5 0758 4115 1 Hlg Qo83 57y 1 Alg 164 73 14 Slg 0184 2i= B 17 51y L0220
in 2 i 0580 26 5 Hla 0105 42 a Sl 0194 B8 11 alg U234 74 14 51; 0257 a0 GH olp 0272
i0ls 2 Bls 0189 2Gly 5 51z 0283 421 g Sly L0305 581a 11 als .0315 Tz 14 B1; 0321 a0ly 17 5 0825
11 2 5l L0633 27 5 &1z 04860 43 8 5ln 0418 5B 11 aly .03¢6 75 14 Bl; 0384 91 17 3y Q377
111y ] 4 L1E8 270 5 Bz 0638 431 8 Sl 0527 £01y 11 alg La57 Tale 14 51y 0348 11y 17 b 0429
12 3 &4 L0464 23 ] Sly 0816 G4 a8 fils .0a3Ee 60 11 5oy JORST 76 14 Ely L0517 92 17 Sl . .0as
1281y 3 4 0760 281y & 5 L0138 441 & Al I .0748 BOLy 11 Sly 0638 76ls 14 alg 0571 9l 17 Glo .0334
13 2 Ay L0228 28 G I 0284 45 B 5 L0530 =1 11 Bla 0718 77 14 Hly L0538 a3 18 Bl .CD4E
131w 3 a4lp 0522 2Big (4] 3 L0432 45Ln a & a7 IR R 11 5lp 0708 Tl 16 5 ol i 4] 931, 13 5la 0098
14 a 412- U818 30 6 5 .Casn = 4] 9 ) 0777 B2 12 Bl 006 ri-] 16 Sl 01085 a4 18 &la 0145
141 2 5 0284 || 8ol € 3 L0728 481y 2] Olg | .0046 521 12 Bl 0120 TEBlg 19 Gy 0164 Odly 18 fls 0184
16 3 0300 a1 6 Bl ooa6 || 47 9 = .atda 83 12 bly L0194 79 15 Bly 0224 a5 18 Ely 0243
151z 3 0026 31la ] 5l .01ed 4721 9 Sp .0243 B3y | 12 Lo 0258 9 | 15 Alp L0283 A5, 18 &1z 0283
16 3 0242 az g Elp 034z a8 9 - aly 0542 B4 12 51 0342 &0 16 Sl L0892 9G 13 5ly 0342
18 3 0538 321 ;] £l 0490 || 48l 9 5l .0adi Bdlg 12 BHlp 0416 20l: 15 Bl 0401 Big 18 Sl L0391
17 4 0078 33 G Sy L0833 49 a9 Blp 10539 [EI5] 1z 5l 0460 &1 15 alg L0460 o7 18 5l 0441
174 4 0300 231z 8 5lg L0786 491; 9 [ 0B3E g5ls 12 By 0534 31lz 146 Blp 0519 g7ly e 51; .0490
18 4 0882 a4 T 5 L0326 50 9 Sl 0737 66 | 12 Blg .0838 B2 13 Sl O5T7S aa 18 Bl 0030
181y 4 0744 T ] i 5 04353 501z 10 ] JBB9 GG 12 Bl 0712 B2y 18 Sly 0028 3ly 18 8l 0077
i8 £ 5 L0136 35 T 5 0880 51 10 5 0753 a7 13 Blg L0023 83 18 Al: 083 €3 12 Diy 0124
181s 4 & 338 asl, T 5 0707 511; 10 2 L0018 | BT 12 Bl .0oe2 gsls 16 S ! .aias a8l 19 4 017
N 20 4 5 LOSED a6 T 513 0004 52 10 5la A06R a8 18 Slo 0180 a4 16 fla 0194 100 19 Sly 0217
a0l 4 o L0802 365 F Aly 0131 52l 10 5l | 0194 | f381z 13 Blg 0223 I a4y 16 Sla 02498 'I
1 i |
* These are ems and half cms of pica (. 166 English inch)- + These figures rcpresent thousandths of an English inch
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PRODUCT INFORMATION TABLE

- NozZznEs T.:Uz.ll‘ SPJ.’:IH'G N i_|_v31::.1:) r.é-i‘f:mavm
TawwrnTi- Ponz | IMAMETER OF (’OMFRF,%'OH
TzopUCT GEARSTE | TIONS ZER Bony v | | DRILLING firgm Jhop ShE S
MNUT=E Tlar Nrvoie | i H,':[ il ! ‘_ll_d Tl
Fang, (=, Ty Hiverow | LToR el Bul) | qreppn Lowzn
*Type: 5 7. 3 point . 2-d-H 1 730° 387" ] 1 082 Jd25 | — _ —
*Type: 9, 10, 11 point 24-H 14 700" ar” T 1 082 125 L = e
*Type: 12 point ... 2-4-H 144 _875° ~ as7e iy 1 052 125 17 — =
*Type: 14 point +AD 125 8807 343° 4 2 S 125 | 1177 2 1
*Tync: 18 x 0 palint “BD 102 845° 340° 7y 7] [ 128 125 | T11g” & e o
=Tyoe: 24 » 12 point ... +BE 55 640° 337° ts 2 [ .28 195 e 6 1
*Tyne: 30 % 15 point TaF 37 635~ 335" 7 2 195 125 21,” G 1
=Tvpe: 36 = 18 point _ LAD 22 830" 332" 74 9 125 125 3" 5 2
*Type: 42 % 21 poin: ; tBD 18 “moo® a96° 11, 545 213 302 a4 8 2
*Type: 48 x 24 paint .| fco 15 515° 323° 11g [ 218 502 ar A freaE
*Tyne: B0 %20 paint .. | tBE 10 610° 821° 1.4 5q 213 £ 4" &5 3 £ 3
*Type: 72 X 36 point . | #AF G G10° 321" 124 B 213 309, 7" 3 4
Quotations: 6 =6 ams ... .. iCF 4 la aca” 315" 11, a 213 .30z B d 4
Quolalions: 6 x5 ams $BF 5lp AOD° 215° 11 5 213 auz a1y a 4
Quatations: 6 x4 ams “tAF 81 603° 318° 17, 6 A25 | 125 B 1 a2 o
GQuetatlans: & 23 srms %CE 8 605° a18° 10y g 125 125 a1g 4 3
Quetations: 6 %2 =ms = FCE a G05° 318° 1L 3 125 125 47 4 2
Quctations: & %5 ems FBF 5Ly 600° 315" 12, 6 123 125 5 3 4 g
Quotations: 5 %% evs ... LAF B1, 800" 316° 11, T s 125 125 5" a 3
“Quelalions: 5 =8 ems ICE 3 600 a15° ity 6 125 aes | 4 lg™ 4 i 2
_dL.Gta‘tmns_: F %2 ams I2E 10 8007 3157 11, G - 125 1928 ar 4 i 2
Quatatiohss 4 x & ems o | *6E 8 500° 3157 e 4 218 2ia 31" T a 1
Quetations: & ©3 ems i3E 10 [l 3185 T4 =3 213 213 3 > 1
Quctations: 4 %2 ems ... .. LAE 12 €00” 315° 75 i .213 213 3 1 |
Slrip Borders: 8 pouinl 1CE 45 B257 329 Ta z L1258 85 3P 5 o
Strip Borders: 12 point 1::A5_ 22 aas 3og° Ty 2 125 125 27 _a B a
Rulea: 11 polnt tan 125 725° 385° g 3 070 182 3" g = 2
Rules: 2 point +BD 102 700° 871 3 T 070 152 374" = =
Rules: 3 point i miks T 1CD 83 B50" 33° 7 L& £70 .162 34" [ 1
Rulus: 6 point tCE 46 A28° 309° Ta 2 125 125 37— 5 o
Rules: 12 point 4D 20 B25° 3287 i 2 125 125 FE 5 a
Laads: 11 palnt FAD 125 725° 385° [ e 070 182 3* g — —_—
Leads: 2 peint +BD 102 7007 EHE Tz A 070 RE) 3—ar == —_—
Leads: 3 paint G oD 33 a30” 3453° T /8" 070 152 a'—y* G 1
Leads: B point “BE 56 623° a00° ¥y 2 a25 | .25, 57— 5 2
Leads: 12 poirt C=AD 22 625° 329° T z 125 125 374" 6 3
A 16-em Dashes: 6 point 1SD 1B 625° 329° Tg 2 L1265 125 ar & 5 2
A 16-2m Dashes: 12 poirt iCE 3 GEE" BER 124 & 1os 125 T aar 5 e

* Speeds based upon the half-em body

T These have spaed control 1-3-H in operation
$ These have speed control 2-3-G in operation

§ When using 42-4B point Displzy Moulds use No. 8 nozzle
§ For casting thin spaces on Super Caster Meulds use No. & nozzla
* For didet machines these particulars apply to 15 cicero ems
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PARTICULARS OF
MOULDS AND MATRIX HOLDERS

TO USE WHEN CASTING TYPE

MorLn
S 7 : e . MaTrIx Marrix MouLp Braps WaTor
S1zE Mourns I I[}f; Elgiics | MATRIX Dhiin ey Forw* N (IL.ER [Iean
5 pt to 12 pt. | Composition. Use adaptor plate -B6HE” Composition { 2" » -27) 0507 3ELL 2311 30811, 29511 Composition
5 pt.ta 12 pt. | Composition. UTse adaptor plate -RAHRY Composition 27 Extended 0507 25LL 12811, 308L1. 2551.1 | Composition
14 pr.ta 24 pr. | Compasition {large type) with HHRY Composition (large type, -2° » -4” 030" sSLL tHELL 305LL 135l 1isplay
interchangeable insets. Use and 47 = 47
sdapior plate
14 pt. to 48 pt. | Display, 14 pt. to 36 pt. and BORY THsplay D30 =199 14 pt. to 36 pt. | 308LL 13801 Displuy
42 pi. to 48 pt. Bither kind [0 Bl L b £ e 123
fitted with interchangeable .
inseis, Use adapror plate 43 Pt 10 45 P,
123LL
14 pt. 1o 36 pt.  Display. Fitted with inter- 868" Display. Americun  Electrotype 030 338 Ll 125L0 325LL 15511 Display
chongeable insets. Use adap- (137 = 47
tor plate
14 pi. o 36 pl. Sui_:‘-r' 'l‘_\;«f[t:;;. _Fif.tﬁ':;d with inter- Rt Display (1" = 17) -0507" 6SLL 1z8LL 1gSLL 15511 Display
changeable insets
42 pt. t0 72 pt. | Super Type. Titted with inter- 853 | Display (14" % 13%, 18 %1357 | 065" 2311, 1aSLI. 265LL | 16SL1 Display

changeable inscts

* When casting type from 5 point to 36 point, with the old-style low quad arrangement, use Mould Blade Forl, 265LL




INDEX TO S5YMBOLS USED IN THIS BOOK

This index shows the pages on which the symbols referred to appear. Where the page number
1s printed in italic figures it indicates that the symbol appears more than once on that page

SYMEOL PAGE i SYMBOL FAGE SYMBCL PAGE SYMBOL PAGE
SERT s 50 DBSRT e s 27 || 1980 s v e SLEE | BB e snmnmsis 38
TSAT s s ms i), ] 38

1OSA s s B3 i B e e 39

TOERT o o pbennne s 54 ToD e se v n g 39

| 5%, 53 L E - 3¢

ald8A oo uii 5050 50 e 38

al48AL. . ..........50,51 78D7...... 3%, 39, 02, 81

163A10A. ... ......50 e T 38

o i1 — 50, 52 MOSB e cmesinenig 39

SIHEADE e 50 | BOSDZ. o mmmmermnnell

(e 1] RN T | | ADSES s ssmsmes 38

IOSAIOA i s sstsw i 50 | Bl28D s 38

L o o 50 W i e e 28

Lo R 50 ST O
i R ) o 38
ISBI.. ..........19,50 S 5 T 39
2B e 44 | DSy i 35, 39
L 44, 50 | 188D s e o8
3 49,50 | 22SB9.........c...... 20 | RADBEO, < nimemrngniinnn 95 | ATRTIDN. 0 remmmsessns a4
o L N = ) ————— 40 | BIESE oI 52 | ISDE o csrmomy 81
BB e 49, 50 sl o) S 49 e B T e 22,84 |G 52, 84
O 40 | Z38B2....iiaiseses 89 | ORI ety oo T | BOOSD e i s 52
BB s wmiviss 20 | 2EEBAees s vns st | BERT s s L) R
o e e P G L 44 S et 13 e B e R e e e e T B s 33, 35, 38
5SB..visvnennnnd® | 238B9.....ii i 49 | a288CI3.............. 23 | 238D rencness 38, 59, 84
LT NI LRSI T 22,50 | CSSDELesens 39, 50, 51
SSBdcevrieseyia 49 | 24SBl.............29,50 | 26S8CI5............22,50 | alST.31, 67, 70, 72, 75, 76
) E 44, 50 b B T EI <9, 50 P4 Th G SO - | B s e o oL
SR o R ¢t ) IR G R, | ISES 31, 67, 70, 72,75, 76
B s esn s 449 Py B e 19, 20 B i 50, 32 | Gl S 21,67, 70
LT T P 49,50 | 18D....33,38,39,52.8¢ | ISE7....cc....... 31,88
o153 I 28 PORBH.resn i 50:05 | BSD s 3080 | SIS oo innais 25,27
B oz aonsnc B 80 ABC R s s R e 55 20 | alSElLcos s 25,27
BSBE s s A0 ABCL . s 51 | 283D4.iiiiiii..... 39 | 2SE2............. 25,27
Lo . 580 B sn sl | Do 39,43 | B25BBswwnesnanins 25,27

DOSBzpe iy S 51 | BSDS s St | aBRRTsesina 25,27, 29

ELS T o oo e 49 ENEA e e e e 5 AT e et s s 43 el 0 P 25,27

11SK1 49 48CH 51 | 3sD8... ... 13, 50,58, 80 |  ZREOwus vesnwnvsains 27

5B sy 443, 50 pah e S Ol BTy 39 S L R e e 27

THBBL. o e o A9 50 B8O e s mn 51 | 3SDIOD....... 25,52,85 | 35BLisrmsysrevoinsin 27

IS B s cosun v 49,500 BECicsescsmmned L T 15 | 3BB2.umswsspvsie 27

135B.......% RO 44, a0 Bl e sy 51 LAY B e e e I e L e SR R 27

I3SBL. . .o v v 48,80 G68C3.. ... ....30. 51,52 il B o U 35 I wic Tk S R S, 27

FIRRY oz 49, 50 TS 50, 51, 52 I Y 58 L 27

4R 49,50  6SC3..........30,51,52 | 4SDI2........ 36,52, 84 | B8BBisansisiiine 27

o 49,50 F8CHemen oo Bl | BBD cesumemi 3B 85 | BSET s s sueen 25,27

T T - I o 93,35,80 | 35BB.iccuiviiia. 25,27

155 B s sy 44, 50 ) 5814, . ..nins 45, 38, 39 45E. . ..00.. . 25, 27,29

BT o e Vi L 51| B a8 | SR 25,27, 29

FEalIB.cmu e s il OG0 5 s s 50, 51 SR s ISR e 2

RIGER -y sy 4980+ BRCE ey GRS 0k [ B500 sunv s 38 | ASE3..iiienes 25, 27, 29

|t ML e L 50 DR g a0, 51. 53 e E 33 4SE4..........25, 27,29

TOBHA s 1 EOR e 39,50,61 | ABEDD s s gmnis BE: | ASESwssannisvis e 29

e S o [ (RO 15, 33,90 | =68Du e L I 29

i P O 49 | 1250 coommmmmnidle 5858 | BAB coetmimimrns B8 | BB e nmacsy e 29

1113 S — 4% | MBSGaremenii ol [ S - S o T 20




INDEX 10O SYMBOLS—CONTINUED
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AUNILIARY PARIS vOR castivc 13 7o 4 roTNT AND
14 To 4 CORPE MATERIAL

AUNILIARY PARTS FOR gayuinG O w0 17 poine axp
O 1o 12 corpE DIDOT MATERIAL

STRIP MOULD RULE DOTTING ATTACII-
MENT

SUPER CASTER CHARTS

MICROMETTR TIEAD SETTINGS FOR COM-
POSITION MATRICES

MICROMETER TITAD SETTINGS FOR COM-
POSITION MATRICES

MICROMETER ITEAD SETTINGS FOR LARGE
COMPOSITION MATRICLS

MICROMETER HEAD SELTINGS FOR LARGE
COMPOSITION MATRICES

MICROMETER HEAD SETTINCGS FOR DIS-
PT.AY MATRICLES

CHANGE SPEED TABLE

LTABLE FOR CUTTING STRTIP MATERIAL
TO PICA EMS AND H’\LF—E}:IS

CUTTING STRIP MATERTAT. T CICCROS
AND HALF-CLOEROS

PRODUCT INFORMATION TABLE

PARTICULARS OF MOULDS AND MATRIX
HOLDERS TO TISE WIIEN CASTING TYPE
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CLEANING INSTRUCTIONS FOR JET BLOCK. lould No.77228.

Freguently remove the Jet Block for cleaning. It will
usually be necessary to remove the Jet Fusher only,
smear it with Castor Jil, and replace it.

1f, however, the faces of the Jet Block regilre
clean:ng, vroveed as follows:-
Remove the large FPlate only (the Small Flate
must not be removed);
Clean angle faces on both plates &nd pusher,;
Clean all other faces of the Jet Block including
the key and keyway.

Replace the large Tlate end secure with the
SixX sg¢rews ;

Cil and replace Iusher;

Release Locking Screw of Eecentrie Pin and
adjust the position of the large rlate by

reans of the Ecceentric Fin; 3
Firmly tignien the six screws securing large
Plate; '

Smear all faces of the dJdet Block with Castor
01l before replacing in the Mould.

Mould No. 7E475. There are no instructions.

SUGGESTIONS TO WKSURE CaSTING A SATISFACTUORY STRIP

Ad just the Crosshead Stud 16SHS as low as possible for
1-1% point, but back off for 2-3 point.

marxs on the side of product usually indicate that the
Facing Plate in the Side Bloek (Fixed) against which
the product is pressed by the Roller is "{inning".
It is advisable to remove discolouration from this
Facing Flate and the Insets when changing-over.

If the produst is short the Lead Clamp Screw may not
be correctly adjusted, or the Matrix may nct be
properly located.

If the product is long (blowing out) the Lead Clamp
Serew may not be correctly adjusted, or it may
require oiling.

When casting 18-point material, make sure that the
pin 2SG4 is conneected in the QUTER hole of the
Cutter Actuating Plunger Link, otherwise the
product as it leaves the lMould will strike the
iegd Stacker, Secur° the Cutter Blade Bracket with
the Screw 0SG3 and Washer 6SGl5 in sddition to
those used for the qmaller sizes.

/over



Notes. Always place a piece of product in the

Hould befcore applying pressure to the Lead
Clamp Lever. Fallure to do so may csuse the Spring
Bleock to be unduly strained,

Oeeasionally make sure that the oil has a clear
passage through the small oil holes in Side Blocks
and <Jet Block,

Keep surface of the metal clean to allow Jets to
melt as soon as they fall into the metal pot.

INSTRUCTIONS FOR REKOVIBG INSETS.  Xould No. 76475,

10 RELOVE R.H. I8SET ( from adjustable Side Block).
&

l. Take off the Cil Channel Bloek 10460 by removing
the two screws 140;

2. Remove the short inset serew, 141;

3. Remove the long inset serew, 10413, from centre
of inset and place it in the hole from which
the short inset screw was removed; _

4. Loesen the other inset screw, and push on both
gcrews 10 eject the inset.

Thoroughly clean inset and its locating faces on

the Side Block, and replace inset in position:
A. Replace the three screws (short one at rear end);
B. Lightly tighten all screws; firmly tighten all scre
C. Replace 0il @hannel Block. ;

IO REMOVE L,H., INSET (from fixed Side Block), "
; 385

1, Remove the Side Block holding down screw, Z49;

2. Remove the short inset screw, 140;

3. Remove the long inset serew, 1041%, from centre
of inset and place it in the hole from which
the short inset screw was removed;

4. Loosen the other inset screw, and push on hoth
screws to eject the inset. :

Thoroughly eclean inset and its locating faces on the
Side Bloek, snd replace inset in position;

A. Replece the three screws ¢short one at rear end) ;

B. LIghtly tighten all screws; firmly tighten screws:

C. Replace the holding down screw and washer.



THE IFEAD CLaMP LaVEE ROD Xb9SD.

The length ¢f the Lever Rod, from the top of the
Swivel Pin Collar (9SIL15L3 toc the top of the Yoke
(9SD8) should be :-

With $pring compressed solid 4 11/16 in.
Free 5 5/8 in.

2 s i 5 B 5 R e o o W ol P L
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The setting of the Lead Clamp Screw is of counsider-
able importance., The aim should be to get the
minimum withdrawal of the 3pring Box Eod from the
Sprirg Box end when the Lead Clamp Lever is in its
lowest peosition,

Kould Fo. 77228, Alm at adjusting the Screw so¢ that
there is a gap of approxirately

i/8 in. betweer the Lever and the Stop when the

product is clamped., (Screw Lock Nut is L.H.)

Rotate machine by harnd and pause as the telescopice
rod is about to release the Clamp Lever. Attempt
to 1ift the Clamp lever upwards. If this can bhe
done easily it proves that the iever is touching
the Stop; and must be re-adjusted.

Mould No. 7€475. When the Lever is in its lowest
position there sheuld be shout

3/8 in. clearance between the underside of the Lever

end Main Stand, and 3/32 in. between inside boss of

Lever gnd Mould.

ADJUSTIRG THe 48T FOSTTION.

KMould No. 77228. As printed in the Instruction Book.

Yould No, 76475. Proceed as for other mould, but--
Fogition the Jet Block Position

Yoke Pin for 4-point;

Use Jet Setting Fiece 6ST3 and make the adjustments

g0 that the right hand side of the Jet opening is

exactly level with the side of the Jet Tiece.




