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TO THE MONOTYPE OPERATOR.

——reseitegets

Whilst this publication is not meant to be a complete
instructor in the art of running the Monotype casting

machine, it will be found that, if all the instructions

given therein are closely followed, there will be little left

which could be learnt by other means than practical

experience.
The best training is that which is the result of actual

daily contact with the machine, but there are many

points in its working which, if properly gone into by
the operator, will add greatly to his efficiency and to

the durability of the machine and its accessories.

The book will be found useful for reference, enabling
the operator to refresh his memory and to avoid leaving
undone things which would tend to add to the pro-

duction of the machine and to enhance his own reputa-
tion as an intelligent and painstaking operator. It will

also bring to his notice many things which should be

strenuously avoided.

It is not intended to tempt the operator to be con-

tinually tinkering with the adjustments of the machine.

‘The machine is entrusted to him in good condition, and

careful attention to cleanliness and lubrication, the

maintenance of the heat of his metal and the flow of

water up to the correct standards, and keen supervision
in order that screws or nuts do not work loose, will

constitute practically the whole of his duties.

‘The operator, if he would be successful, will use his

common sense, and judge between that which he can

effect for himself and that which his want of experience

justifies him in referring to the Monotype Inspector.
He should draw the line between childishly calling

on others to put him right in regard to the most trivial



details and the obstinate attempt to do for himself work

(whether repairs or adjustments) of which he knows

perfectly well he is not capable.
The man who takes a pride in his machine is almost

sure to do better than he who simply goes through the

day’s work with absolutely no healthy interest in his

occupation.
Special articles will be found on the Care of the Mould

and Matrices. Too much stress cannot be placed on the

necessity to carry out most religiously the directions

there given. The operator should bear in mind that a

hair of the human head may measure something like

24 thousandths of an inch, whereas the Mould and

Matrices are designed to give types to a standard

measurement as close as half a tenth of a thousandth

of an inch—or a fiftieth part of the previous measure-

ment. If he will think of these figures, he will see that

if he but rubs a matrix carelessly he will affect its

truth, whilst to drop it on the floor or expose it to hard

usage (consequent on faulty adjustment) can but damage
it irretrievably.

:

A good and careful operator will avoid more trouble

than ten men can cure after the event.

The operator should consider it a disgrace to have

to admit that some part of the machine has seized for

want of oil, and no self-respecting operator will have a

dirty machine.

In conclusion, the operator is urged to profit by ex-

perience. When troubles arise he should not be content

to correct them, perhaps intuitively, but should closely
study the cause, in order that it should be removed and

a recurrence of the difficulty rendered unlikely. If he

makes an alteration in the adjustment of his machine,
he should know and be able to explain just why he did

it, and if such is not the case, he should endeavour to

improve his knowledge by referring to someone having
a wider experience of the machine than himself.

,
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INTRODUCTION.

The machine having been installed, everything must

naturally be left to the mercy of the attendant. On his

intelligence, his care, and his industry, the output of the

machine depends. The different parts of the machine

perform the same evolutions day after day alike, and if

the result produced to-morrow be not the same as that

of to-day, either the attendant has allowed some part to

become deranged or damaged by indifferent adjustment
—such as a centring pin not seating in the matrix pro-

perly—or outside conditions have altered—such as the

use of dirty or inferior metal. A careless attendant—

one who has no consideration for the firm employing
him, nor care or interest in the machine entrusted to

im—is generally slovenly in making his adjustments,
and never attempts to see if any screws have become

loose, with the result that the machine can become a

worry to him instead of being full of eae Unfor-

tunately the machine is not
‘“

fool-pro
This handbook is issued’ with fie idea of giving

the attendant an opportunity of studying every motion

on the machine, tracing such motions from their very

starting points, 7.¢., the driving cams, and to be a guide
to him as to how such parts should be adjusted. Although
it gives the method of detaching various parts, it does

not follow that all those parts should be habitually or

even occasionally disconnected.

‘he method adopted in this book of following each

motion from its source should be adopted by attendants

in the event of any undesired result occurring. Hach

cam drives a separate mechanism, quite disconnected

from the neighbouring cams, and upon any part not

working exactly as it should, the various parts connected

with it should be examined, commencing from the cam

operating such part. Later on, a few hints will be given
as a guide to the method of procedure in this direction.
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Ordinarily an attendant’s duties are confined to the

changing of the founts and to seeing that the quality of

type produced is satisfactory. In doing this it is neces-

sary that he take pains to see that all the adjustments
in connection with changing a fount are scrupulously
exact to the standard laid down in this book, that his

metal is kept clean, and of proper quality and at the

proper temperature, that his pump connections are

working correctly, and metal channels are clean, and

that the type is cast and delivered to the galley without

hitch of any kind. After this, all he has to do is to

keep his machine cleaned and oiled, and to see that no

screws or nuts work loose.
;

A point which cannot be too strongly impressed upon

attendants is the importanceof keeping their tools in

good condition. It is pitiable at times to see the over-

re spanners and softened and useless screw drivers
kept by some operators. On no account should a screw-

driver blade be dipped into molten metal, or its handle

knocked by a hammer. The end should be correctly

shaped so as not to slip out of the screw-head slot as

soon as pressure is put upon the screwdriver, and each
screw should be removed with the correct size of screw-

driver. Do not tighten up or remove the nozzle with

a galley spanner. Files are very useful when required
for fitting a new part, but their use should never be

needed by a good attendant. In addition to the tools

supplied with the machine, a hand brace and strong vice

are needed,and the latter should be placed in a light

position.
Although all the adjustments have been given in

detail elsewhere, we give in the following chapter the

main features in connection with running the machine,
as distinct from the adjustments of those parts which

seldom require attention.



THE LANSTON MONOTYPE CASTING

MACHINE.

PRINCIPAL FEATURES,

The four main features of the machine are the matrix
case containing the matrices, the mould, and the pump,
and these are in contact with each other at the most

important point of the operation of the machine,
namely, that at which the type is being cast.

All the other parts of the machine are Sele attributes
to these three, their office being, before the type is cast,
to bring the particular matrix, corresponding to the

the mould, and set the mould so that the type is of the

required size, and after the type has been cast to remove

it from the mould to the type channel.
The mould, in main, consists of a foundation plate,

side blocks, mould bla de, jet ejector blade, and cross

block. ‘Themould blade and side blocks rest ona plate
fixed to the foundation plate, the mould blade being
free to be moved between the other two ; and the cross

block moves at right angles to the mould blade, eea metal-tight joint against the faces of the bod:
he ejector is contained in the cross block, aad ee

that part of the type cast between the bottom of the
fixed blocks and ie foundation plate ; iSis operated
by a cam fastened to the foundation plat

The Mould in height, z.c., the thickness ar those parts
presented to the matrices, correspondsto the height of

type from the foot to shoulder,and the width of the
mould blade to the depth of the type, the width being
determined by the distance between the blade and the
face of the cross block at the time the type is cast.

The Matrix Case contains the matrices—225 in number
—which represent all the different characters that can

be cast without change; the matrices are oblong cubes
of gun metal, each containingat the lower end the female

of a particularcharacter, and at the upper end a conical
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ole by means of which the matrix can be centred

See over the mould; the matrices are held in the

y means of wire running through them and intosheein the case.

The Pump performs the same work as an ordinary
type machine pump, consisting as it does of a plunger
and well, the well terminating in a nozzle which fits
into a bell on the under side of the foundation plate of
the mould, and through which the metalis forced into
the mouldt ‘o cast the type.

The Weages are five in number, viz., the normal

wedge, lower transfer wedge, upper transferwedge, and
the two justification wedges. The lower transfer wedge
and the normal wedge slide on the bed ofthe machine
ina

Pessiee
cut in the B pin block. -One vertical face

of the normalwedge slides against the abutment block

(the ene block has a vertical strip on its face
which forms the point of communication, and when
the wedge is being moved into position it is kept clear
of this strip by a spring block in the face of the abutment
block which slides in a horizontal groove in the normal

wedge) which forms the communication between the

wedges and the mould blade.
The lower transfer wedge lies between the normal

wedge and afixed edge of a shelf, the shelf

et slightly
above the upper face of the transfer we

The justification wedges rest on this shelfagainst the
fixed sides of the pin block, and the upper transfer

wedge iss
between the outer sun wedge and the

normalw ey

The Ppa ne block has an adjustable screw against
the head of which the

ee blade strikes, and by which
means the set size of the is approximatelyadjusted.

The stop oo
wheeethertransfer wedge comes

to rest on the osition is tapered, and by means

of a screw aljustinentoe the bed of the pce this

stop can be raised or lowered, thus regulating to a very
fine degree ie travel of the transfer wedges, and pro-
viding a means of adjusting the set sizes to any degree
of accuracy

The top “transferwedge has also an adjustable screw

which comes in contact with the stop, and by means

be regulated (that is to say, that the normal wedge
remaining in the same position throughout, and the

justification wedges being put in the positionwhere they
simply amount to a continuation of the “ édge

”

of the
shelf—or, as it is called, the position of no justification—
then the difference between the size of the type cast
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when either wedge is in position can be made to equal
any given atmoun’

‘The vertical face of the normal wedge is wide enough
to engage either transfer we

When a letter is being cast, the lower transfer w: edge
is in against the stop and the upper one out of action, so

we have fixed edge of shelf, lower transfer wedge against
edge of shelf, normal wedge against transfer wedge,
abutment block against normal wedge, and mould blade

against abutment block.

When a space is being cast, the upper transfer wedge
is in against the stop, and the lower one out of action, so

we have fixed side of| pin block,inside justification wi edge

In actual operation thejustificationwedges are

brought into a certain position at the commencement

of a line, and whenever a space is to be ee in that line,
the normal wedge is brought to the position corre-

sponding to a six-unit body (in fact, the normal wedge is

always brought to this position for a space in all lines),
and the ee transfer wedge is brought into position;
so it can be seen that as the justification wedges remain

in the same position throughout the line, the normal

wedge and the

peasoral wedge both come to a

fixed position eachti
; therefore all the spaces in

that line will be of iessamethickness setwise. F ‘urther,
it will be noticed that the only conditions which alter in

asting spaces on different lines are the positions of

ne two justification wedges.



ADJUSTMENT OF MACHINE.

Doocoooe

DRIVING.

The machine is driven by a pulley keyed to the front
cam shaft, and the speed should be varied, by means

being suitable for large type and fancy border casting,and the latter for small type. The belt travels through
a shifter eye, for the purpose of bringing it, when
required, on to a “loose” pulley running by the side

fa:
i

and lead the belt as the latter approaches the pulley,and care should be taken that the belt joint or fastener
does not hit the shifter eye, as in that event the shifter
is likely to be broken. “The belt should be rh” wide,and kept fairly tight in running, otherwise the machine
will run irregularly.

BELT SHIFTER OR STARTING GEAR.
The belt-shifter eye is adjusted on an extension arm

by means of a set screw, and the extension arm is in
turn fixed to a ring casting by means of a clampingpiece and screw bolt. ‘This arm can be adjusted to
any position around the ring casting, to suit the angleof the driving belt. ‘The ring casting carries a stud

1unicating with the starting handle. he former
as a coil spring around it, which has a constant

tendency to pull the belt-shifter eye over the loose

has a
shoulder to prevent it travelling too far when startingthe machine by hand. ‘The end of this distance rod is


