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TO THE MONOTYPE OPERATOR.
s

Whilst this publication is not meant to be a complete
instructor in the art of rumning the Monotype casting
machine, it will be found that, if all the instructions
given therein aze 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, cnabling
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.

1t 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 muts do mot 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 hirm in referring to the Monotype Inspector.

He should draw the line between childishty 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
2} 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 fifticth 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.

Tn 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 wnlikely. If he
makes an alteration in the adjustment of his machine,
e 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.

“Phe mackine having heen 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 ziot the same as that
of to-day, cither the attendant has allowed some part to
become deranged or damaged by i
—such as a centring pin not se
perly—or outside conditions have altered—such a:
use of difty or inferior metal. A careless attendant—
one who has 1o consideration for the firm employing
him, nor care or interest in the machine entrusted to
him-—is gencrally slovenly in making his adjustments,
and never attempts to see if any screws have become
Toose, with the result that the machine can become a
worry to him instead of being full of interest. Unfor-
tunately the machine is not * foal-proof

“This handbook is issued’ with the idea of giving
the attendant an opportunity of studying every motion
on the machine, tracing such motions from their ve
starting points, i.c., the driving cams, and to be 2 guide
tohim as to how such pasts should be adjusted :\Jtlw agh
it gives the method of detaching various pa does
20t follow that all those parts should be sty e
even oceasionally disconnected.

The method adopted in this book of following cach
motion from its source should be adopted by attendants
in the event of any undesired result occurring. Each
cam dsives 2 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 Later on, a few hints will be given
25 a guide to the method of procedure in this direction.




Ordinarily an attendant’s duties are confined to the
changing of the founts and to seeing that the quality of
type produced s 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 1o the standard laid down in this hook, that his
metal is kept clean, and of proper quality and at the
proper temperature, that his pump connections are
working correctly, and metal chamnels are clean, and
that the type is cast and deliv
hitch of an ter thi
keep his machine ammd and oiled, and to see that no
screws or nuts work

A point which cannot S et strangly impressed apon
attendants is the importance of keeping their tools in
good condition, Tt is pitiable at times to see the over-
strained spanners and softened and useless screwdrivers
kept by some operators. On 1o account should a serev-
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
serew should be removed with the correct size of screw-
driver. Do not tighten up or remove the nozzle with
a galley spanncr. Files are very useful when required
for fitting @ new part, hut 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 i the following chapter the
mein features 2 connection with #wming the machine,
as distinct from the adjustments of those parts which
seldom require attention.

N



THE LANSTON MONOTYPE CASTING
MACHINE.

PRINCIPAL FEATURES.

The four main features of the machine are the matris
a5 conlaining the matrices, the mould, and.he pump,
and thesc are in contact with cach othier at the most
important point of the operation of the machine,
aamely, that at whidh the type is being cast

theother partsof the machine are simply attributes
t0 these three, their office being, before the vpe is cast,
to Dring the particular matris, coesponding ot
letter requxrcd to be cast, directly over the recess in
the mouid, 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 motld to the Lype channel,

The mould, in main, consists of a foundation plate,
side blocks, mould blade, jet ciector blade, and cross
block. The mould blade and side blocks rest on a plate
fixed to the foundation plate, the mauld blade being
free to be moved between the other two; and the cross
Dlock moves at right angles to the mould blade, forming
a metal-tight"joint against the faces of the body blocks.

Thie ¢ cotov b contatned in thooroms bhckFod &iceth
that part of the type cast between the botiom of the
fixed blocks and the foundation plate; it is operated
by a cam fastened to the foundation pla

The Mould in height, i.c., the thmknes& of those parts

presented to the matrices, corresponds to the height of
o from the foct 1o shouldér, 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—223 in number
—which represent all the different characters that can
be cast without change ; the matrices are oblong cubes
of gun metal, cach containing at the lower end the female
ofa paxnnuh\r character, and at the upper end a conical
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hole by means of which the matrix can be centred
directly over the mould; the matrices are held in
case by meanis of wite siniag thiough them and e
slots in the

The Pump Deforms the Same ok fast ! creiinsy
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 metal is forced into
the mould to cast the type

The Wedges are five in number, viz, the normal
wedge, lower transier wedge, upper transfer wedge, and
the two justification wedges. The lower transfer wedge
and the normal wedge lide.on the bed of the machine

in a passage cut iu the B pin block, -One vertical face
of £he mormal wodge sides against the db\\Lment block.
(the abutment block has a vertical strip on its face
which forms the poiat of communication, sad when
the wedge & baing moved iuto position i is sept
of this strip by a spring block in the face of the AR
block which dlides in & horisantal groove i the nommaal
wedge) which forms the commuuication between the
wedges and the anould blade

The lower transfer wedge lies between the normal
wedge and a fived sdge of a Shel, the shelf being stghtly
aboge the upper fuce of the trnisfer vedl

he justification wul;,(s rest on this shelf against the
fixed sides of the and the upper transicr
wedge fies betricen (B rter ustibeation weiger . the
noral wedge.

The abutment block has an adjustable screw against
the head of which the mould blade strikes, and by which
means the set size of the type is approximately adjusted.

e stop against which either ranster wodge comes
to rest on the position is tapered, and by means
i sty adjstiniat sbove the beAler e chhmc this
stop can be raised or lowcred, ths regulati
fine degree the travel of the transler wedges, and pro-
viding a means of adjusting the set sizts b any destee
of accuracy.

“The top transfer wedge has also an adjustable screw
which comes in contact with the stop, and by means
of which the selation between the transier wedges
be regulated (that is to say, that the normal wedge
rematning in the sae posiion throughott, and the
justification wedges being put in the position whe they
simply amount 10 & continuation of the * edge ” of the
shelf—or, cd, the posi et At
Shin e Bimencac, hebmbed e se of s type cast




when cither wedge
any given amount).
The vertial ace of the normal wedge
to engage e wedge.
When a letter is being cast, the lower transter wedge
is in against the stop and the upper one out of action,
e have fised edge of shelf, ower transier wedge it
shelf, normal wedge against transicr wedge,
abutrment block against norinal e and mould biade
against abutment
/hen a space is b:nw cast, the upper transier wedge
is in against the stop, and the lower o out of action, so
e hase fred side o pin block, mside justification wedge
against pin block, outer fustifcation wedge aganst the
per transier wedge against th
ﬁLatmn wedgc, normal wedge against the upper transfer
edge, abutiient block sgeinst che normal wede,
and mould blade against the abutment block. By
separating them in the above mamner, much of the
mystery of the wedges is removed.

position can be made to equal

wide enough

In actual operation the justification wedges are
brought into a e position at the commencement
of & line, and whenever a space is to be cast in that line,
the normal wedge is brought to the position corl

spondiag to o it body ((n fat, the norsmal wedge
always brought to this position for a space in all lines),
e oh Bamster metge B Biodght it position ¢
S0 it can be scen that 2 justification wedges remain
fn the same position throughout the line, the normal
wedge and the upper transier wedge both come to a
fixed position each sime ;therefore all the spaces
that line will be of the same thickness setwise. Further,

it wil e noticed that the only conditions L
casting spaces o difi s are the positions of
ety S atieation sieoge




ADJUSTMENT OF  MACHINE.

DRIVING,
The machine is driven by - pulley keyed o e fone
o shaft, =t speed b varied, by e

being sutdle  fr farge type s fancy borér casting,
e e a5 T
Do 0 S U T e
required, @ o . “loose" puney running by the  side
v o e we e e e approcches e pulley,
M shold b wen wat te bell joint « fabener
e Rl v Sl
© likely © o bken e bon ot o
@ kept faily tight M running, otemise e
will " jrregularly.

BELT SHIFTER  OR STARTING GEAR

oo 5 adjusted o w edemsion e

oL s g, B edemsion e s in
U W@ fing casting by me o+ clamping
piece e B TN e o te ggjisted’ s
ay position aowd e ring casting, © st e angle
of e driving belt “The ring” cesiny  cames . sud

1umcaung with  the. s‘aning handle. e former
» ool spring  wound which  has 4 consant
ndency ® P the bt e om  the loose

has

shouder 1 U wravelling w0 fr when  searting
e s

prevent
machine by hand. The end of this distance



