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DISPLAY MACHINE
INSTRUCTION BOOK

INTRODUCTION

In the following instructions “right”, “left”, “front” and
“rear” are understood to be taken when the attendant is
stationed with the pump mechanism on his right and the
cams on his left. When referring to a part removed from the
machine, right, left, front or rear are assumed from the
position such part occupies on the machine, with the
attendant stationed as stated.

Variety of Product

The range of the machine is all sizes of type, spaces,
borders and ornaments from 5 to 48 point,

Leads and rules in any of the usual thicknesses from
14 point to 12 point.

NoTE: A Display Machineis nonnally equipped to cast type
up to 36 points (48 points setwise). The extra parts for 42 and
48 point (60 points setwise) arc only supplied to special order.

Generally speaking, the changes are in connection with the
type carrier, the sizing and ejecting mechanism, and the

pump.
THE CAMS

The two sets of cams are geared together by means of an
intermediate gear, two teeth of which are marked “0” and
“1" respectively. The gear of the driven cam shaft is marked
“0” and the gear of the driving cam shaft is marked “1” (this
mark is positioned at 340°). At a certain position in the
machine’s revolution, the figures “0-0” and “1-1"" must
synchronise.
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The A or type carrier cams bring the mould cross block
and tyvpe carrier to position when casting type, and operate
the mould blade when casting strip material.

The B or pump cams operate the mechanism which forces
the molten metal into the mould.

The D or centring pin lever cams move the centring pin
lever which tzkes the matrix-ease to and from the mould,
accurately positions the matrix upon the mould, and clamps
it ready to receive the molten metal against the punched end.

The G or mould blade cams cause the blade to open to a
position decided by the sizing wedges and to eject the type
from the mould into the type carrier.

The H or type pusher cams cause the type to be pushed
through the carrier into a channel leading to the galley.

The shear cam revolves with the driving cams and recipro-
cates the shear cam lever which works the shear blade for
parting the strip at the required length.

TYPE CARRIER

The type carrier is connected to the mould crossblock,
which it brings to position for a type to be cast. After a cast
has been made, the mould crossblock is moved so that the jet
at the foot of the type is sheared off. The type is then ejected
from the mould into the type carrier, and the jet is ejected
into the melting pot. The carrier then returns the crossblock
to casting position. During the time that a type is being cast,
the type previously cast is pushed out of the type carrier into
the type channel.

The type carrier extension a22n must be adjusted so that
the face of the sleeve a22B2 against which the spring abuts is
four inches from the end of the carrier.

When the type carrier connecting rod yoke a2185 is con-
nected to the cam lever extension b72g4 in the A—1 position,
the movement of the carrier from the casting position to the
position in which it receives type from the mould must be
exactly 2.5". Raise or lower the cam lever extension to obtain
this dimension.

Having obtained the correct length of stroke, turn the
machine to casting position 220° and adjust the carrier
connecting rod 218 until the face of carrier against which the
type is clamped is exactly level with the face of the fixed type

TYPE CARRIER CAM LEVER EXTENSION iy

channel block a31¥F, Turn machine to 90° and check that the
face of the carrier against which the type is clamped is exactly
13” from end face of “B” pin block.

The -various type carrier connections for different point
sizes are as follows:

b7ied 56mi
1 and A—Compositon.
2 .. B—14 tc 356 point Display.
4 ,, B—I14 to 24 point Largs Type Composition. Uss
" mould crosa block eoupling heok 5681,

3, B=—141o0 18 point Uisplay Type; use type channel
block h517F, and mould cross bh.u.k. cuupling
hock 5éo1,

4, A—41 and 48 point Dlspmy.

TYPE SUPPORT SPRING

As the type is being dclivered into the type catrier, it is
prevented from falling on its side by a type support spring.
Immediately the type is clear of the mould, the carrier pro-
ceeds to its left-hand position, and on its way the type is
gripped by the type clamp; the support spring is then drawn
away from the type, so that when the carrier is brought to
rest, the pusher may eject the type into the channel leading to
the galley The above condition applies when producing
types in set sizes of 24 points or less. For over 24 point, the
cam on the type carrier shoe (long) should be raised as stated
on the part so that the spring is out of action. Failure to do
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this may result in the type support spring being badly
strained.

TYPE CARRIER SHOE PLATE FOR OPENING TYPE CLAMP

The plate ¢2452 has a tongue £" wide and is used when
casting type from 5 point to 14 point. Use the plate a2482
with a #4" tongue when casting type over 14 points up to
36 points.

NORMAL WEDGE LOCKING PIN

The normal wedge locking pin holds the wedge in a
definite position so that the mould blade will be adjusted
accurately to the required size. See that it slides freely in its
bearings without the slightest shake, If, in adjusting, the
locking pin becomes too tight in its bearing, turn back the
nut 1485 and tap it lightly on the top with a piece of wood or
lead, and then tighten up again to within a short distance of
its previous position. Never leave the nut off its seating.

Turn the machine until the centring pin lever is at its
highest position and insert a normal wedge. Unscrew the nuts
on top end of locking pin until locking pin engages with a
tooth in wedge. Adjust the lower nut so that it is clear of the
spring abutment 1410,

Nore: When locking or unlocking the nuts at top of locking
pin, always use two spanners; failure to do so may cause the
threaded portion of pin to become loose in the lower end,

MOULD BLADE OPERATING MECHANISM

The mould blade cam lever moves a connecting rod first in
one direction to pull the mould blade back prior to the casting
of a type, and then in the opposite direction after casting, to
gject the type from the mould. Excess of lever motion in
either direction is absorbed by springs.

Tighten the nut 16c9 on the end of the mould blade
operating rod al6c and then unscrew one-half-turn. Lock
firmly in this position.

With the wedges set to give an opening of approximately
12 points, adjust the mould blade connecting rod 458 so that
there is " compression on the sizing spring 16¢10. Turn
machine until mould blade is in its maximum forward
position, and check that there is approximately 3" clearance

MOULD BLADE COMPOUND LEVER 5

between the ejecting spring abutment 16¢3 and the distance
sleeve al6el.

MOULD BLADE COMPOUND LEVER bh44¥7, ABUTMENT 296kl
AND COLLAR b44159

The mould blade must draw back far enough to permit
type 48 points wide to be cast. This change in the stroke of
the mould blade is made by taking the screw a4458 and its
collar b44£9 from the compound lever b44£7 and screwing it
into the abutment a96El, placing the collar between the
compound lever and abutment.

For type cast from small composition moulds, the com-
pound lever must be locked to its cam lever.

For type cast from large composition moulds, and display
type up to 19 points setwise, the compound lever and collar
must be connected to the abutment so that the Joz level of
collar contacts on the lever.

For display type over 19 points setwise to the maximum
opening of 48 points, the compound lever and collar must be
connected to the abutment so that the Z4sk level of collar
contacts cn the lever.

TYPE PUSHER

The type pusher should push the type 75" beyond the
spring latches in the channel blocks, Adjust the type pusher
connecting rod 77 to obtain this condition.

THE PUMP

"The pump mechanism includes a pump body fitted at one
end with a nozzle and at the other end with a piston.

Levers lift the pump body so that the nozzle makes contact
with the mould, and the piston then forces metal into the
mould against the face of the matrix, thus forming a piece of
type. The nozzle is then moved away from the mould, so that
it shall not become cooled by too long contact with the mould.

A valve prevents the bulk of metal in the pump bedy from
following the piston on the return stroke, so that the supply
must enter through the inlet. A small hole in this valve,
however, allows sufficient metal to return so that no metal
will remain at the nozzle point.
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THE- PISTON

The loose end on piston should be adjusted so as to have
7" vertical movement.

As the piston descends, the lower face of the nut al7nl3
makes a metal-tight joint with the loose end of piston; as the
piston rises, the loose end comes away from the nut, per-
mitting the metal to flow down the inside of the piston end
and through the grooves in the washer.

Two pistons are supplied for type casting; the longer of
these is designed for a stroke not exceeding £ and is used
for -2"%-2" composition moulds and display moulds up to
18 point. The other is for a maximum stroke of 13" for use
with large-type composition moulds and display type moulds
from 24 point to 36 point.

There are also two pistons for casting strip material. The
longer one in this case 1s marked “13—4 PoINT”, and has only
one slot in the loose end washer, instead of four as is the case
with the other pistons. The other piston is the same as the
display piston (5 to 18 peint), and is used for casting 6 a.nd
12 point leads and rules.

PUMP CONNECTING RODS

Adjust the pump cam lever eonnceting rod 68E so that the
pump body operating lever 34K contacts firmly on the pump
vocker arm a33x without compressing plunger spring a33H6
more than " when the cam lever is at the end of its forward
stroke.

Adjust the pump bell crank conncceting rod 22H, between
the pump rocker arm and the bell crank 21H, so that the
distance between the centres of the connecting pins is 103"

NOZZLE POSITION

The melting pot must be positioned so that the nozzle is
quite free to seat in the mould. To test, have the nozzle 1411
in use, remove the piston, attach the nozzle gauge 8cr3 and
place the machine and melting pot in casting position ; release
the pump hand trip, and turn machine to 220°.

Depress the operating lever 295 and see that nozzle seats
quite freely in the gauge when the operating lever is released.
Should it not do so, proceed according to the following
instructions concerning squaring the nozzle.

v g

TIMING THE PUMP G {

SQUARING NOZZLE TO MACHINE BASE

With the melting pot and machine still in casting position,
place between the lifting lever a26mm and the boss of the
swing frame b37H sufficient packing just to fill the gap, then
lower the melting pot.

Remove the nozzle and nozzle gauge, and return the
melting pot to casting position with the packing still in the
gap. Attach the nozzle squaring post 8¢T6 and regulate the
nuts 2854 and 2815 which raise the lifting lever, so that the

‘squaring post is correctly at right angles with the machine

base.
Remove the packing and squaring post, replace the nozzle
and gauge and, if nccessary, re-adjust the nozzle position.

TIMING THE PUMP

With the mould and matrix-case in position, insert the
piston in pump body, raise melting pot to casting position.
Sec that the plates 26381 and latch 571l are d1sengaged
Loosen the nuts at lower end of rod 31ul, so that they are
well clear of the casting, release pump hand trip and turn
machine to 220°. Adjust the crosshead stop 3118 so that the
connecting pin 3211 is free in the hole in piston lever, with
most of the £" clearance between pin and hole on the under-
side of pin. Rotate the upper nut 311113 at lower end of rod
31=1 until it just contacts with the casting, Turn machine and
lock the nuts 31113 firmly in position.

TIMING THE SEATING AND WITHDRAWAL OF NOZZLE

Place the four plates 26351 in their operative position,
Insert piston in pump body. Raise melting pot to casting
position. Release the pump trip handle a35112. Turn machine

- to 200° and adjust the nuts at top end of pump body operating

rod so that the operating lever 291 has %" clearance in the
deep slot of piston lever. Turn machine to 360° and adjust the
piston operating rod crosshead stud al95 just clear of the
lever 298.

USE OF PUMP BODY SPRING ROD STOP PLATES aG3ml,
LATCH 57H1 AND PISTON SPRING XaZ0H

When casting small type and thin strip material, the piston

“stroke commences immediately the pump body spring rod

c
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stop nut 31113 reaches the casting of the swing frame post.
For large type and the larger sizes of strip material, improved
results are obtained by means of the stop plates, which can be
placed in the path of the stop nut in order to vary the stroke
of the piston for different point sizes and scts.

The following table gives the approximate number of
plates to be used when casting the various sizes of type:

4 plates when casting 36 point by 36 point

3 A2 22 22 36 i3] vy 27 v
2 Lk LR 13 36 9 2 18 ;J
1o ooty LG e g e
3 2, A 3 30 1 1y 30 5y
2 i i 22 24 ’ ’ 24 11
1 & b L 14 e L& 14 :}.
12 ¥ § 1% ., lead and rule

£
31 13

The latch 57ul should be brought into action when

casting display type and strip material other than 11, 2 and 3
point, in order that the piston spring may be compressed and
then suddenly released, to causc a stronger and quicker pres-
sure to be applied to the piston. Adjust the nuts 6284 and
0215 at top of latch stand shaft so that the latch will drop
freely into position with the minimum of clearance.

The piston spring rod nut 220u8 should be at the extreme
top of the rod a20kl when using composition moulds up to
and including 12 point. For other work the nut should be
gradsl;laﬂy screwed down, according to the point size and

set’ of the type being cast, until solid type 1s obtained.

When casting 14 point, the nut will be, upon the average
about 3" from top of rod, and when on 36 point large et
letters (such as M or W) the nut will be approximately 13"
from the top of rod. : :

- There can be no hard and fast rule about these instructions

as the quality of type metal varies considerably, and warn
pistons and pump badics give results different from those
obtained on new machines. i

The attendant should therefore make out 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 plates and varying compression of the
piston spring, the attendant soon acquirces experience which

CENTRING PIN LEVER AND BRIDGE g

automatically induces him to adjust the pumping mechanism
to suit the quality of the metal he is using and the product he
is casting.
PUMP TRIP TUBE COLLAR

Release the pump hand trip and turn the machine to 100°
so that the rocker arm latch engages with the pump operating
lever. Adjust the collar b49p1 on the tube a49DD so that the
side of collar is & clear of the latch. Lock the collar firmly in
position. (The lower clamping sleeve in collar has a boss
round its lower end so that the collar can be freed by in-
scrting a screwdriver end between the boss and the collar,)

CENTRING PIN LEVER AND BRIDGE

The function of these parts is to take the matrix-case to and
from the mould, and to operate the centring pin.

CENTRING PIN BUSHING

Before placing the bridge on machine, adjust the sleeve
2616 at the top end of bushing, and the nut a6a22 at the lower
end, so that the centring pin will slide frecly without the
slighest shake.

BRIDGE LEVER FULCRUM ROD

See that the fulcrum rod a2a2 is screwed tightly into the
rod yoke 243, and that the distance from the upper surface
of the bridge casting to the centre of the hole in the forked
eyc is 413", After tightening the rod firmly in position, see
that the end of the bridge lever b2aa enters freely into the
fork of the bridge lever connecting link 2al.

DESCENT OF MATRIX-CASE

With the composition matrix-case in the central position,
and machine at about 345°, remove the link pin xa3a, loosen
the two carrying frame stop nuts 442 and insert two thick-
ncsses of spool paper between the mould and the matrix-case,

Depress the bridge lever b2aa to ensure that the full pres-
sure of the crosshead spring 2441l is being exerted, and bring
down onc stop nut 442 until the matrix puts sufficient drag on
the paper, so that if lightly pulled it can be drawn between
matrix and mould without tearing. Continue to depress the
bridge lever and bring down the other stop nut 442 until the
paper is free, then very slightly unscrew this nut until the
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paper can again just be drawn without tearing. Lock both
nuts firmly in position and check that the adjustment is
correct.

ASCENT OF MATRIX-CASE

The adjustment for this should not be made until the
descent of the matrix-case has been correctly adjusted.
4A{1ﬂlsen the link pin xa3a and loosen the crossheam lock nut

Place the matrix-case in the central position and turn
machine to casting position 220°. '

Place one thickness of spool paper between the nut 449 and

the bridge lever b2aa, and bring down the nut until it just’

contacts with the paper. Lock the nuts firmly together and
check sctting. '

TIMING TIHE CENTRING PIN

With the link pin xa34 inserted and the matrix-case still in
the central position, turn the machine slowly until one thick-
ness of spool paper can just be withdrawn without tearing
from between the matrix-case and the mould. Loosen the
centring pin lock nut 542 and rotate the adjusting nut 5a1 to
gnie -U‘I:LIS" clea;_'ance between the underside of adjusting nut

Al and top of centring pin spring ab
Lock the nut and check sl?:tt:inlg). S mE

CENTRING PIN AUXILIARY SPRING

. When casting from small compesition matrices, the matrix
is held on the mould by the centring pin spring a543. For all
other type casting a centring pin auxiliary spring xb36a
should be placed between the centring pin spring abutments
€544 and 235 so that the extra pressure applied to the pump
piston cannot causc the molten metal to raise the matrix off
the mould.

To remove the auxiliary spring, move the matrix-case so
that the centring pin cannot enter the cone hole, turn machine
until centring pin lever is in its lowest position, insert the gag
30ctl between the upper abutment and the washers, turn
machine so that lever is in its highest position, and remove
gag complete with bracket.

e |

SPEED REGULATING MECHANISM - 11

- MATRIX HOLDERS

"The position of the composition matrix-case is controlled
by the holcs in the extension in cross slide d5cc and by the
matrix holder positioner 34rl.

NoTE: The hole marked “S” in the rear block is for
standard matrix-cases. Use the other hole marked “E"” when
casting from matrices in an extended matrix-case. Adjust the
sliding frame draw rod so that centring pin is central over a
low space matrix, then position 2 character matrix over mould
and see that the centring pin enters coned hole without
moving the matrix-case.

_ POSITIONING THE MATRIX HOLDIRS

To position the 1" x 1” display matrix holder a48aa, place
the pointer 5581 in Wo. 9 position, insert matrix halder,
loosen the matrix holder positioning spring nut 4843, turn
machine carefully round until the centring pin seats in the
coned hole, see that the spring has correctly positioned itself
in the groove in top of sliding frame, and tighten the nut.

Tao position the electro display matrix holder a49aa, adjust
the conc hole slide a49a17 to the puint required, place the
pointer 5581 in No. 8 position, insert matrix holder, tum
machine carefully round and adjust the draw rod until the
cone hole is in line with the centring pin, release the two
screws b49a2 that hold the position spring 24941, back oft the
adjusting screw 49422 in end of holder, turn machine care-
fully round until the centring pin seats in the coned hole,
adjust the screw 49422 so that the position spring correctly
engages in the nick in the underside of sliding frame, lock the
spring and adjusting screw in position.

The position springs and draw rod may need re-setting if
the centring pin position is altered to cbtain correct align-
ment. ;

SPEED REGULATING MECHANISM

When casting from small composition matrices, the
machine should be run with the tumbler handle in the No. 4
position (at belt speed). For other work the speed of the
machine, which depends upon the time required to cool the

~ product in the mould, must be reduced. An index plate

attached to the speed regulator indicates the pesition of the




12 “MONOTYPE" DISPLAY MACHINE INSTRUCTION BOOK

three change levers to give the correct casting speed for type
up to 36 points in body and set. Nineteen speeds zre ob-
tainable,

With tumbler in No. 4 position, adjust the belt shifter
operating bar lever bracket 10052 so that the face of the
shoulder on the rear end of the belt shifter operating bar
b97E] comes & in front of the belt shifter ring b5z when
the starting handle 16952 is in the position it occupies when
the machine is at rest. Then, with tumbler at 1, 2 or 3, place
the starting handle in its “‘running” position, and see that the
clutch face of gear 104£l is almost touching the clutch pin
face of loose pulley. If necessary, re-adjust the bracket 100£2
to obtain this condition.

With the starting handle out of engagement, and the
tumbler at 1, 2 or 3, adjust the speed bracket guide post nuts
122£15 and 122816 so that there is &" clearance between the
lug at the lower end of the belt shifter ring and the bottom of
the notch in the clutch shifter plate lever al05E7. See that the
belt shifter operating bar does not engage the belt shifter ring
when the starting handle is moved into the running position.

Disengage the starting handle, move the tumbler to its
No. 4 position and adjust the clutch control operating rod
102£1 to give #¢" clearance between the under face of the rear
end of the belt shifter operating bar b97zl and the bottom of
the slot in the belt shifter ring b5z.

INTERLOCKING LEVER MECHANISM

When the starting handle is placed in operating position, a
cam face on the belt shifter operating bar b97g1 pushes down
the interlocking lever operating rod b109e1, causing onc end
of the interlocking lever x108e to engage in slot in the
quadrant shaft lever 129€3E, and the other end to engage with
a tooth in the tumbler; this prevents the quadrant shaft lever
129838 and the tumbler 133rle being moved while the
machine is in motion. Place the starting handle in its
operating position and adjust the rod b109el to give the
minimum possible clearance between end of rod and undet-
side of the belt shifter operating bar b97el when the rod is
held down by hand. Test with tumbler and quadrant shaft
handle in each of their three positions.

DISPFLAY TYPE SIZING 13

TYPE CHANNEL BLOCKS

5 to 24 point composition moulds, use xa51r, xa50F.

14 to 18 point display moulds, use xh51r, xa50r.

24 to 48 point display moulds, use xf50r, xk51F.

For 14 to 18 peint display moulds usc crossblock coupling
hook 56gl. For other sizes use the coupling hook supplied
with mould.

Use the type guide 13ctl for directing the type into the
galley when casting from 14 to 18 point display and com
position matrices. b

When using composition moulds on a display machine,
connect the spring 6045 between the blade lever and bridge
holding down screw 1a21 for low space casting, and between
blade lever and spring post x61a in galley pan shelf when
casting characters or high spaces. (The spring post X61a is
replaced by the crossblock oiler body pivot 32crl5 on
machines equipped with crossblock oiler.)

DISPLAY TYPE SIZING

Before sizing up, sce that the wedges are correctly posi-
tioned, otherwise the characters afterwards cast will not be
correct to size marked on their matrix.

A display normal wedge xb21p and display justification
wedge b11D are used to vary the set sizes of display type (the
front justification wedge is always at No. 8 position), but as
their range is not sufficient to cover all the sizes from 23
points to 48 points, the following changes must be made:

2} points to 19 paints. Use packing piece 32cl.
19} points to 36 points. Remove packing piece 32cl.
36} points to 48 points. Remave packing picce 32¢l and
turn the mould blade adjusting screw back 12 points.

The packing piece 32c1 rests on top of the mould blade
operating rod fork, straddling the mould blade abutment
slide. A Iug on the packing piece operates between the abut-
ment slide adjusting screw c14¢1 and end of mould blade.

When the screw a44%8 is in the abutment 96l and pack-
ing picce is in use, place the cam lever extension collar b44x9
in its “low” position. Turn to the high level when packing
piece is out.
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DISPLAY MATRIX MARKING

Display matrices  ae Mmarked  with the face series number
and the point size of the type t© be cast from them; also with
in points' Thus, 199-18  towards one
end of the matrix  means that the face series is No. 199, and
the hody size is 18 point. At the other end of the sme  ecge Of
the matrix is o number jndicating the “set” size in points to
which  type must be cast from that matrix: such & 163,

indicating that the sizing wedges must be adjusted © 16}

points.
The “set” size, taken into consideration  with the body size

of the type, I8 = indication  of the gspeed which  the type
must  be cast. A chart is provided from which the gpeed of
casting may be obtained  from gn, matrix  marking.

There ae also in circulation a2 number of display matrices
which ae marked with the face series number, the point size,
and Wedge pOSitionS indicating the set size, thus, 159-24-*9-6
or  159-24-9-6. This indicates 159 series of face, 24 point;
with the asterisk it means 9% points in set, and without the
asterisk 262 points. Omission of the asterisk jmplies =
addition  of 17 points. On these matrices the final 2 indicates
4 point, 4 indicates 4 point, and 6 indicates  ? point.

‘When g correct  type Size has been obtained  py the method
described  under  “DISPLAY Tvee SIZING” it is possible—with
moulds  of the gquare MCK pattern and certain moulds of the

round  nick pattern converted o a |arger Opening_to cast

types in all sizes from 24 points to 48 pointS setwise. There
are, however, a number  of round  nick moulds  in which the

maximum  blade  gpening is not sufficient 1w allow the hody of
certain  of the characters in the many extended  faces to be

pie(:e_ With  these it is necessary to cast the body
with the character  gverhanging, and then to cast = high space

to support e overhangs.
Only the 1" x1” display matrices ae Used for these founts,

and the particular characters which ae outside the range Of
the mould are—in the cse of matrices with new  style marking
indicated o the matrix by the set size being greater than
the  pody size. For example: If o character ~ of 393 points set is
to be cat o a mould with 2 maximum  opening of, say 38
points, = high space mst be cat o support the overhang of
the character.  Place the wedges i position for 34 points and

the set measurement

cast in one

ete

sani
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cast  the type; subtract 34 points from the set size of the
character ~ to find the thickness  of the high space—in this
example it is 5} points—place "¢ wedges a9 17 point
packing piece i position for this size, change the matrix and
cast  ggain.

When  using matrices with  the old style marking, the
characters which have to be dealt with in this gy are marked
with two  asterisks **) in addition  © figures indicating the
wedge positions. The = asterisks  indicate  that the WEdgES
should be at 16-8 without the 17_ point packing pieCe when
casting the character; the figures indicate the wedge positions
for the high space. For this the packing piece should be in
position.

This method has been adopted = the o calculated o give
the greatest degree o uniformity " wedge positioning, ™t in
some instances it is possible o prevent the disadvantage of
o great overhang by departing from the above instruc-
tions; for by increasing the size of the body cast and de-
Creasing the size of the supporting space the same  final result
is obtained, = long = the thickness ~ of the gpace 18 decreased
by exactly the sme  amount s the type body is |ncreased
The design of the face in mgny s demands that ~certain
characters ~ must  gverhang, therefore  great cae  must be taken
that the final dimensions  of the type plus the gpace @
correct.

CASTING FROM COMPOSITION MATRICES WITH
DISPLAY TYPE NORMAL WEDGE IN USE

It is possiblé to cast from any composition matrix  py using
the display type Mormal  wedge Xc21p in conjunction With
the packing piece 32¢I and the wo composition justification
wedges 10p and bllp. This avoids the necessity of purchasing
» special normal wedge for eyery “'set™ of matrices ~ when
casting type for case. A table, “WerpcE PosITIONS FOR
Composition Matrices”,  gives the positions in which the
wedges ™=t be placed o produce the required type Sizes.

To size yp before commencing o =t type for cse  from
composition matrices, first ascertain the size of a type body

(preferably = 18-unit  pody) from the card supplied with
the machine, headed “Type  Sizes For USE wiTH NORMAL

D



