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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
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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 are marked with the face series number
and the point size of the type to be cast from them; also with
the set measurement in points. Thus, 199-18 towards one
end of the matrix means that the face series is No. 199, and
the body size is 18 point. At the other end of the same edge of
the matrix is a number indicating the “set” size in points to
which type must be cast from that matrix: such as 164,
indicating that the sizing wedges must be adjusted to 16§
points.

The “set” size, taken into consideration with the 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 obtained from any matrix marking.

There are also in circulation a number of display matrices
which are marked with the face scrics number, the point size,
and wedge positions indicating the set size, thus, 159-24-%9 -6
aor 159-24-9-6. T'his indicates 159 serics of face, 24 point;
with the asterisk it means 9% points in set, and without the
asterisk 263 points. Omission of the asterisk implies an
addition of 17 points. On these matrices the final 2 indicates
1 point, 4 indicates { point, and 6 indicates § point.

When 2 corrcet type size has been obtzined by the method
described under “DIsPLAY TYPE SIZING” it is possible—with
moulds of the squarc nick pattern and certain moulds of the
round nick pattern converted to a larger opening—to cast
types in all sizes from 2} points to 48 points setwisc. There
are, however, a number of round nick moulds in which the
maximum blade opening is not sufficicnt to allow the body of
certain of the characters in the many extended faces to be
cast in one picce. With these it is necessary to cast the body
with the character overhanging, and then to cast a high space
to suppott the overhangs.

Only the 17 % 1" display matrices arc used for these founts,
and the particular characters which are outside the range of
the mould are—in the case of matrices with new style marking
—indicated on the matrix by the sct size being greater than
the body size. For example: If a character of 394 points set is
to be cast on 2 mould with a maximum opening of, say 38
points, a high space must be cast to support the overhang of
the character. Place the wedges in position for 34 peints and

e
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cast the type; subtract 34 points from the sct size of the
character to find the thickness of the high space—in this
cxample it is 5} points—place the wedges and 17 point
packing piece in position for this size, change the matrix and
cast again.

When using matrices with the old style marking, the
characters which have to be dealt with in this way are marked
with two asterisks (*¥) in addition to 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 methad has been adopted as the onc calculated to give
the greatest degree of uniformity in wedge positioning, but in
some instances it is possible to prevent the disadvantage of
too great an 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, so long as the thickness of the space is decrcased
by exactly the same amount as the type body is increased.,
The design of the face in many cascs demands that certain
characters must overhang, therefore great care must be taken
that the final dimensions of the type plus the space are
carrect.

CASTING FROM COMPOSITION MATRICES WITH
DISPLAY TYPE NORMAL WEDGE IN USE

Tt is possiblé to cast from any composition matrix by using
the display type normal wedge xc21p in conjunction with
the packing picce 32cl and the two composition justification
wedges 10D and bl 1p. This avoids the necessity of purchasing
a special normzl wedge for every “‘set” of matrices when
casting type for case. A table, ‘“WEDGE POSITIONS FOR
ComrosITIoON Matrices”, gives the positions in which the
wedges must be placed to produce the required type sizes.

To size up before commencing to cast type for case from
composition matrices, first ascertain the size of a type body
(preferably an 18-unit body) from the card supplied with
the machine, headed “Ty¥pE SIZES FOR USE WITH NORMAL

D
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Wepces”, then find the equivalent to this (or nearest larger
size) on the table on the card, and position the three wedges
as indicated. After sizing to this, and providing the wedges
are positioned as indicated for the digerent sizes required,
all the various types will be cast to correct width or to within
-00025"; this possible inaccuracy is negligible, but any dis-
crepancy can be adjusted by manipulating the micrometer
wedge adjustment screw.
42-48 POINT ATTACHMENT

When this attachment is applicd to 2 display machine, the
range of the machine is extended by introducing the cam
lever extension b72e4 so that 42 and 48 point type may be
cast, but in other respects the extension is the same as the
standard part a7284 and must be adjusted as described for
that part.

When casting from 48 point Didot moulds, the type carrier
connecting rod 218 may need a slight adjustment to position
the carrier for correctly receiving type from the moulds.

Type Support Spring Xe31n.—This part is shorter than the
standard spring b318 and is used only with 48 point Didot
moulds.

Type Carrier Shoe Plate.—When casting 42 and 48 point
type, the type clamp is opened wider by fitting 2 type carrier
shoe plate with a wider tongue. The symbol for this part is

- b2482.

Mould Blade Compound Lever c4487, Abutment b9GEL and
Collar b44:9 —When casting from 42 or 48 point mould
insets, the standard compound lever and abutment must be
replaced by the longer compound lever and the shorter abut-
ment. These special parts can be used for all set sizes that can
be cast in thesc moulds, but they should be replaced by the
standard parts when casting from moulds having a body size
of 36 points or less. The reason for using these special patts
is that the mould blade is shortened to make correct sizing
possible and therefore the standard parts would not give the
correct stroke to the mould blade bell crank; for the same

reason a mould blade operating rod fork pin dl6cé with

elongated head is supplicd.

A machine equipped with the 48 point attachment has a
special compound lever stud b44£10'and collar 44815 so that
the compound lever may be quickly changed.

e == L S
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Wepces”, then find the equivalent to this (or nearest larger
size) on the table on the card, and position the three wedges
as indicated. After sizing to this, and providing the wedges
are positioned as indicated for the different sizes required,
all the various types will be cast to correct width or to within

-00025"; this possible inaccuracy is negligible, but any dis-'

crepancy can be adjusted by manipulating the micrometer
wedge adjustment screw.
4248 POINT ATTACHMENT

When thi - .
range of the 42.48 POINT ATTACHMENT
11:25? gﬁ ge?;f We no longer supply the 42 and 48 point
s . attachment for the Composition Caster and
standard pa; Display Machine, but the information concern-
that part, ing this attachinent is included for the henefit
When cas

connecting 1

the carrier f

of thosc customers who already possess the
attachment,
42 and 48 point type is included in the

Type Supy product available on the Super Caster.
standard sp: THE MONOTYPE CORPORATION T/, May 1949
moulds. 7 :
Type Car:

type, the type clamp is opened wider by fitting a type carrier
shoe plate with a wider tongue. The symbol for this part is
. b24n2. )

Mould Blade Compound Lever 4487, Abutment b9GEL and
Collar b44e9.—When casting from 42 or 48 point mould
insets, the standard compound lever and abutment must be
replaced by the longer compound lever and the shorter abut-
ment. '[hese special parts can be used for all set sizes that can
be cast in these moulds, but they should be replaced by the
standard parts when casting from moulds having a body size
of 36 points or less. The reason for using these special parts
is that the mould blade is shortened to make correct sizing
possible and therefore the standard parts would not give the
correct stroke to the mould blade bell crank; for the same

reason 2 mould blade operating rod fork pin d16c6 with

elongated head is supplicd.
A machine equipped with the 48 point attachment has 2

special compound lever stud b44210 and collar 44E15 so that

the compound lever may be quickly changed.

42-48 POINT DISPLAY TYPE SIZING 17

For types measuring below 14 points setwise, the com-
pound lever must be locked to its cam lever.

For types measuring from 14 to 36 point setwise, the com-
pound lever and collar b44£9 must be connected to the abut-
ment so that the low level of collar contacts on the lever.

For typcs measuring over 36 points setwise to the extreme
size, 60 points, the compound lever and collar b449 must be
connected to the abutment so that the Aigh level of collar
contacts on the lever,

4248 POINT DISPLAY TYPE SIZING

The wedge positions for type from 42 and 48 point moulds
must be obtained from a chart. When sizing up, the wedges
must be correctly positioned, otherwise the characters after-
wards cast will not be the correct size.

The standard display normal wedge xc2Ipl and display
justification wedge b11D are used to vary the set sizes, but as
their range is not sufficient to cover all the sizes from 2 points
to 60 points, the following changes must be made:

2 poINTS TO 14 points: Use the 34 point packing piece
a32cl. SR : .

141 points 10 31 poinTs: Use the 17 point packing piece
32c1.

31} poINTS TO 48 POINTS: Remove packing piece.

48} poINTS TO 60 POINTS : Remove packing piece and turn
the mould blade adjusting screw back 12 points.

Nortz: If the mould in use is of the round nick pattern and
does not open to 60 points, the body of certain characters

must be cast in two pieces. The procedure for this is the same

as for similar matrices in the ordinary display group, with the
exception that the 34 point packing picce must be in position
for the high space.
MATRIX MARKING 4248 POINT
A &ND WEDGE POSITIONS : Use 34 point packing piece.
# AND WEDGE POSITIONS: Use 17 peint packing piece.
WEDGE POSITIONS ONLY : Packing piece not required.

#% AND WEDGE POSITIONS: If mould opens to 60 points,
serew back the mould sizing screw 12 points. Otherwise, cast
the type body in two picces.
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PUMP BODY FOR 42-48 POINT TYPE

The pump body with this attachment has a bore 1” in
diameter and is special for 42 and 48 point. In other Tespects
the pump is equipped as for display type up to 36 points, and
must be operated in accordance with the instructions under
that heading.

For 42 and 48 point type above 36 points setwise place
gear in 1AD (9 revolutions per minute).

LEADS AND RULES

A display machine equipped with the lead and rule mecha-
~ nism and suitable moulds can produce strip material in any
thickness from 1} points to 12 points, and cut them auto-
matically to any desired length from 1” to 25”. Continuous
lengths beyond this may be cast, in which case they must be
cut by hand.

CHANGING FROM TYPE CASTING TO LEAD AND RULE CASTING

When preparing to cast leads or rules, it is necessary to
remove the [ollowing parts from the machine: bridge; both
type channel blocks; type carrier complete; type pusher and
guide; bridge lever connecting link; gzlley pan support
complete; pump body and piston, ;

Having removed all the forcgoing parts, proceed as fol-
lows: The lead and rule pump body and its special nozzle
should first be put in the melting pot to heat up. When they
are hot, insert the piston (also hot). _

Note: The longer piston for leads and rules is marked
“13—4 roint”, and has only one slot in the loose end washer
instead of four as is the case with the other pistons. The
piston for 6 and 12 point is the same as the piston for display
casting and is supplied to ensure a close-fitting piston ; use it
only for leads and rules,

Swing the mould blade operating bar 538l from top of

centring pin lever (where placed when not in use) into -

operating position.
Place the centring pin lever bracket xc134E on the centring
pin lever from beneath and tighten the clamps.

ADJUSTMENTS FOR THE LEAD AND RULE MOULD OPERATING
MECHANISM

Before adjusting the auxiliary bracket, etc., attach mould

and micrometer wedge stand to machine and connect the

—
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spring box lever link 144£1 to the No. 2 position in the type
carrier cam lever extension.

T6 attach the Mould —T'urn machine to 15°, withdraw the
mould blade zs far as possible, raise the right end of mould
blade operating bar, connect it to the blade and lower mould
into position. Use a standard side clamp a49E, special front
clamp 89e1 and three holding down screws b30kl, (These
screws ave the same as the shortest screw used for attaching
composition moulds.)

To attach the Micrometer Wedge Stand x518.—Turn the
machine until the mould blade is at the right-hand end of its
stroke, and place the stand in the position normally occupied
hy the type carrier shoes. At the right of the stznd are two
holes; the right-hand hole positions the stand for a 4" stroke
of mould blade for czsting rules, the left-hand hole for a g
stroke for leads. (Outer holes for §” stroke, inner holes for 3”
stroke.) A finc adjustment of the sircke can be made by
raising or lowering the micrometer wedge adjusting screw
51B2. ;

Auiiliary Bracke: x136e—The adjusting screw 13682 in
this bracket must be adjusted so that the spring ‘box is
approximately level with the machine base.

Spring Box X141E.—This part causes the mould hlade to
bear firmly against its stops at each end of its strole.

Back off the nuts at cach end of spring box and turn
machine to 70°. Adjust the nut 14187 on left end of rod to
give 4" compression on the spring (measurc by the amount
the spring abutment is moved by the nut). Lock the nut with
its lock nut 1418, Turn the machine to 220° and adjust the
nut 141£7 on right end of rod to give " compression on the
spring and lock the nut in position.

Norr: When the machine is in this position the operating
bar lever x138 must be clear of the lower end of the slot in
which it operates. At 70° the lever must clear the boss on the
centring pin lever. If incorrect in either position, the adjust-
ing screw 1362 must be adjusted to swing the bracket
slightly onc way or the other, and the nuts on spring box rod
must be re-adjusted.

Changing from §" to 3" stroke—When changing from rules
to leads or vice versa, adjust the nuts 14157 and 14168 on
right end of spring box.

—'ﬁ
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If for any reason the spring box is dismantled, care must
be taken when re-assembling to see that the longer end of
spring box is placed to the right.

Mould Clamp Lever and Connecting Rod.—The clamp lever
on mould should be between horizontal and " below hori-
zontal when the centring pin lever is at the bottom of its
stroke and the piece of product in mould is firmly elamped.
(Check with machine running at 120 r.p.m.)

See that a piece of product of the correct point size is
inserted in mould. Connect the clamping screw connecting
rod fork eye to the mould lever and turn machine so that
centring pin lever is in its lowest position. Adjust the nuts at
lower ¢nd of rod so that the length of spring is 33" and lock
the nuts firmly in position. (The rod should be screwed into
the yoke al35E9 so that its end is level with the bottom of slot
in eye. -

A}cijl.gst the nuts 2135813 and 2135814 at upper end of rod
s0 that there is J%" gap between the nut al35z13 and the top
washers al35E15 when the centring pin lever is at the bottom
of its stroke, with the mould warmed up and machine running
at 120 r.p.m. _ :

AUTOMATIC CUTTER

Shear Bell Crank x108r.—The adjusting screw 109r1
which controls the position of the bell crank must be adjusted
to prevent the shear blade interfering with the leads or rules
entering the channel. Raise the melting pot into casting
position and turn machine to 20°, Adjust the screw 109¢1 so
that the shear blade a83r2 just clears the rear side of the rule
passage when pushed forward with the fingers to take up all

: karust Bar Operating Rod x1297 —Disconncet the stacker
rock shaft connecting rod 121r1. Trip the thrust bar so that
it is in its front position. Back off the operating lever screw
- al01r4 and adjust the operating rod 129¥1 so that, when the
machine is turned and the cam lever descends to its lowest
position, the end of cam lever is working in the curve on the
top of thrust bar. Leave the cam lever in its lowest position in
readiness for the next three adjustments.

Thrust Bar x122r —With the machine in the position given
in the preceding adjustment, adjust the thrust bar nuts 122r3

AUTOMATIC CUTTER o at
50 that there is & clearance between the projecting part of

stacker guard 1761 and the transfer bar hanger 96F2F. This

should position the front of the rear transfer bar a9Grl
slightly in advance of the channel bar a77¢1. When tightening
the nuts 122r3, take care that the thrust bar 12251 is no
twisted out of line with its operating rod 129r1. :

Transfer Bar Operating Lever Screw al(174.—With the
machine in the same position as preceding adjustment, adjust
the screw al01r4 so that the transfer bar hanger 97¢4rF also
clears the stacker guard 176F1 by 4", Lock screw firmly in
position. :

Stacker Rock Shaft Connecting Rod 12171 ~With the
machine in the same position as preceding adjustment, adjust
the rod so that when rod is placed in position the lugs on the
stacker rock shaft 9171 are approximately " inside the front
face of the channel bar a77¢1.

Transfer Bars Xa96F (rear) and xa97r ( front).—The transfer
bars should be adjusted to open wide enough to clear the
product as it comes from the mould, and to grip it tightly
while transferring it to the stacker plate 90r1r. Adjust the
transfer bar operating lever adjusting screw 10251 so that the
distance between the transfer bars is just slightly greater than
the size of leads or rules being cast. This adjustment must be
made for each change in point size of product.

Guide Roller 8071 and Channel Bar Support a77r3 —These
parts are for straightening and supporting leads and rules. As
soon as the product being cast is fusing correctly, it should be
tested for straightness by laying two lengths foot to foot on
the galley. If they do not touch throughout their length,
adjust the guide roller, cast new pieces, and test again. If long
lengths are required, the channel bar support should be
adjusted so that the lead or rule will just slide over and be
supported by its top face.

Length of Lead or Rule—To obtain any length from 1* to

23" inclusive, loosen the clamp screw 86r2 and slide the shear

- gauge X388k to the right or left on the tube 8583 until the stop

against which the lead or rule strikes is the required distance
from the cutting edge of the shear blade, Firmly tighten the
clamp screw,

NortE: For lengths less than 207 the stop is the shear gauge
lug 88r2. From 20" to 25" the lug must be pressed back so
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that product contacts on the stop at right end of shear
gauge x&8r.

When casting long leads or rules, be sure that when the
lead or rule has pushed the stop as far to the right as possible
there is at least 4" clearance between the end of shear gauge
x83F and the friction plate 175¢1, After the shear gauge has
been adjusted as described, it can be adjusted to greater
accuracy by rotating the shear gauge nut 288s5. i

Minimum. length of Lead or Rule—This must be at least
twice the stroke of the mould blade.

Box for shori lengths 76r1.— This box should be attached
to the stacker plate directly under the shear blade when
casting leads or rules not long enough to stack. The con-
necting rod 121r1 must be removed when this box is in use.

Guide Plate X79r.—'T'his part is for guiding thin material
from the mould to the cutting mechanism. It is positioned by
hooking its left end over the friction block adjusting screw on
the mould and resting its right end on the guide roller 80r1.

DIRECTIONS FOR THE CARE AND CLEANING OF
DISPLAY MOULDS

Display type moulds are furnished with five interchange-
able inscts for casting type, high and low quads and spaces in
14, 18, 24, 30 and 36 points. Inscts for casting special sizes
can be supplied to suit customers’ requirements.

Low spaces may be cast to any width setwise up to 2 points
larger than their respective body sizes, 7.e. 2 14 point inset
will cast up to and including 16 point low spaces. Iligh or low
quads may also be cast for any of the smaller point sizes by
adjusting the mould blade setwise to correspond to the body
size required. For instance, a 36 point inset will cast 3 cm
pica or 6 em of 6 point, and a 24 point inset will cast either
2 em pica or 4 em of 6 point, and so on.

On the old-style moulds with half-round nicks, characters
may be cast to any width up to the following limits:

14 and 18 point body up to 30 points.
24 and 30 point body up to 36 points.
36 point body up to 38 points,
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On new-style moulds with square nicks characters may be
cast to any width up to the following limits:
14 point body up to 30 points,
18 point body up to 30 points.
24 point body up to 36 points.
30 point body up to 42 points.
36 paint body up to 48 points.

All dnset display moulds can be furnished with insets fo
compose type in justified lines in 14, 18 and 24 point,

The size of the mould is altered by removing one inset and
substituting one of the point size required. To do this, pro-
ceed in the following manner:

1. Prepare a place covercd with clean paper, have the
hands clean and free from particles of mctal.

2. Remove the cross black,

3. Open the blades to approximately 18 point.

4. Swing the blade operating lever spring box out of con-
tact with the lower blade lever.

5. Remove the two small screws on the side of the base and
the two large oncs 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
cross block, at the same time holding it down on the base to
prevent the blade operating levers from being bent.

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

As the important sharp edges of the inset are unprotected
when away from the base, extreme carc must be taken that
they arc ncither dulled nor damaged.

Blow the waterways clear, and wipe and oil thoroughly
before placing it in its compartment 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 part should be removed with a piece of
brass rule. In no circumstance must grinding substances
(such as emery cloth or oil stone) be used. '

Smear a light 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 5.

his
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Insert the two small screws for holding the inset to the
base and screw up firmly, then release and 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 large ones.

The cross block must also be thoroughly washed before
replacing and care taken that the jet blade is in its correct
position, #.e. the fluted end to the front. The cross block must
be thoroughly oiled before inserting, and it should work
freely; 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. The oil hole on the end of the inset must be
filled with warm oil before placing the mould on the casting
machine. The mould oiler is regulated to give correct lubrica-
tion if kept between full and half-full of oil.

To cast low quads and spaces, 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 lubrica-
tor. It is not necessary to remove the bridge to mzke this
adjustment. When casting low quads or spaces it is important
that a blank matrix be inserted in the matrix-case, otherwise
pressure of molten type metal will spring the blades apart,

It is not possible for operators to repair moulds, as they
have neither the special tools nor the necessary experience.
Moulds should never be taken apart as long as they produce
good type; neither should a mould be altered in any detail.

Tf it is found necessary to 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
entircly on scrupulous cleanliness and the preservation of the
sharp edges of the insets.

1. Drill 2" hele in ingot of type metal.

2. Procure a steel punch of suitable size. This may be
purchased from the Corporation.

3. Plan a method which will guarantee replacement of
tapered dowels in the identical holes from which they were
taken. -

4. With the cover plate facing downward, place the insct
on the ingot of type metal, with the dowel pin over the 3”
hole, and remove the pins with the punch by giving them a
sharp tap with a small hammer, :
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5. Remove the four screws 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 from front to
rear. Never lift the rear of the blade when passing 1t belween
the side blocks, nor try to force it over the mick pin, as this
would injure the blade or nick pin.

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 no dirt between them. Place the blades on the inter-
mediate 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 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 bear-
ing. Tap the pins lightly and tighten screws a little. Tap the
pins home and screw up firmly.

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

If any defects occur in the mould that cannot be corrected
by following these directions, it is necessary only to return the
particular inset which is troublesome. Return to us samples
of the defective type and a memorandum giving particulars
of the trouble.

CARE AND CLEANING OF LEAD AND RULE
MOULD

(FOR PLATE SEE PP. 50, 51) :
Mould Rlade Stroke.—Products for which a matrix is used
(rules and high leads or clumps with all moulds, also medium
clumps with column rule moulds) must be cast with " stroke
of the mould blade. Any more ot any less than 1" will throw
the blade out from register with the matrix, and in addition
to giving an imperfeet product may injure the mould.
Product for which a cap and cap support are used are cast
with a 2" stroke of the mould blade. ‘The stroke must never
be made greater than this under any circumstances, but if
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necessary it may be shortened, but never below 4”. When the
stroke is shortened, the cap and cap support must be moved
to the right the amount by which the stroke is shortened, so
that the blade and cap will register.

Mould not to be taken apavt unless necessary.—It is not
necessary to take the mould apart to change mould blades. If
the mould blade shows signs of hanging up, stop the machine
and thoroughly oil all moving parts of the mould so that it is

‘properly lubricated. This will usually free a mould if the
blade or vent pusher is hanging up. If the product being cast
has become jammed, proceed as follows (refer to Figs. 11
and. 12):

Lock out the pump, remove the shield G, matrix clamp T,

and matrix U, also the right tie bar V from the top of the
-mould. From the rule being cast, cut some pieces about two
picas long, turn the machine until the mould blade is at the
left of its stroke, drop one piece of the rule into the mould
blade opening, and turn the machine so as to push the rule
out. Repeat until the mould is free from the rule which is
binding. Tf the rule does not move when the machine is
turned it will be necessary to take the mould apart as de-
scribed in the following pages; in which case thoroughly
clean the vent pusher slot with a piece of wooden reglet or
brass rule.

Parts must correspond when changing Mould Blades—To
change from one style of product to another be carcful to
have all parts of the same serics. The parts in a series are
carefully fitted to work together, and cannot be interchanged
with other sets of parts. They are clearly marked to prevent
confusion, :

Lubrication.—Use “Rule Mould Oil” (order by name). In

case of emergency, mutton tallow or castor oil (lubricating or
medicinal) may be used, but their continued use is not recom-
mended. Standard “Monotype™ oil, such as that used on
other moulds and casting machine parts, will not work satis-
factorily on the lead and rule mould. Keep the oil hole R in
the left tie bar Q over the mould blade M constantly filled
with one of these lubricants; also put a little on the end of the
operating bar where it joins the mould blade M and on the
end of the clamping screw F where it touches the type block
K. This clamping screw F must be removed completely and
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oiled its full length before the mould is put on the machine,
and on long runs this must be done once a day.

When changing product (as, for example, changing matrices
to get a diflerent face or changing from rules to leads) always
save a piece about 4" long of the product just cast (see next
paragraph). In the case of taking off a matrix, wrap this picce
with the matrix; in the case of low leads, wrap it with the
mould blade cap.

Before starting fo cast, insert between the type blocks a
piece of the product for which the mould is then adjusted,
and push this piece in far enough to touch the end of the
mould blade. Loosen the knurled screw D on the friction
block B to clamp this product sufficiently to prevent the in-
coming metal from blowing it out.

Nore: When a new matrix is received without a piece of
the product, proceed as follows: Insert hetween the type
blocks, in the same manner as described above, a piece of lead
or leads (either “Monotype™ or foundry) to equal the point
size to be cast. Before putting on the shield G, cover the
mould blade opening between the matrix and the right tie
bar V with common soap that is soft enough not to crumble,
and zlso force a little down into the opening. Put on the
shield G. Throw the latch 5711 (operated by the piston
operating rod cresshead) out of action and turn the machine
by hand for several casts until the new product is properly
started ; then throw the latch in again.

Fiyst Cast.—Before starting to cast, turn the machine once
by hand with the pump locked out, then release the pump
and turn the machine again by hand to make the first cast.
This is to see that the mould and machine are working
correctly before starting under power.

Temperature—For product from 2 to 6 peint inclusive the
temperature should not exceed 700°; for 12 point product it
should not exceed 675°. These temperatures are for standard
“Monotype” metal. I'or other metals, special care must be
used to obtain the correct temperatures by trial; for example,
linotype metal, frequently used in non-distribution news-
paper offices, casts at lower temperature.

Water Regulation—Use just sufficient water to give a per-
fect proeduct. Too much will give imperfect faces and prevent
perfect fusion of the joints; too little will cause blistered body,
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Putting on a Mould —Never attempt to put on a mould
with the casting machine at any other than the 15° position,
Also be particular to have the base of the mould and its seat
on the machine perfectly clean and frce from particles of
metal..

Alterations —Never attempt to lap any part of the mould
or alter its shape. These parts are made by experienced work-
men trained for this special work and supplied with the finest
gauges and measuring instruments.

Taking Apart—Never remove from the mould any other
parts than those directed in the following under the heading
“Taking Apart’.

Speed —The speed for a given point size is the same for all
products; that is, rules and high and low leads, including the
longer stroke for low leads.

SPEED AND TEMPERATURE TABLE FOR
CASTING LEADS AND RULES

The temperature at which efficient casting may be made
depends mainly upon the quality of metal in use.

The following table indicates the speeds and temperatures
for casting “Monotype” leads and rules from standard
“Monotype’ metal:

S1zE 1ipt. 2pt. Spt. 4pt. Gpt. 12pt

Revolutions per min. .. 128 110 91 80 49 23

Gear Positions . . .. 3CE 2CE 1CE 3BE 3AE 1CD
Temperature (Fahr) .. 725> 700° 700° 680° 680° 650°
i (centigrade) 385° 371° 371° 360° 360° 343°

These speeds and temperatures are approximate and apply
only when the mould is thoroughly warmed up.

Adjusiment of Nozzle—Always test the adjustments of the
nozzle, especially in regard to its fitting into the mould,
before starting to cast.

Action of Clamp Screw —When the machine is running at
120 r.p.m. the moving end of lever E should be between
horizontal and §” below the horizontal, when the centring pin

* lever is at the bottom of its stroke and the type blocks locked

together in casting position. II the moving end of the lever E
works down so that at the bottom of its stroke (machine
running at 120 r.p.m.) it is more than " below the horizontal
it must be readjusted. Be sure that proper spring compression
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is on the connecting rod to this lever E when making this test.

Each time a Mould is put on the machine or one Matrix is
changed for another, test the product by laying two long
lengths foot to foot on the galley. If they do net touch
throughout their length, adjust the guide roller 80F1 to
straighten them, and the channel bar support to suit a77F3
(see p. 21).

TAKING THE LEAD AND RULE MOULD APART
(FOR ILLUSTRATIONS SEE FIGURES 11 anD 12)

Prepare a suitable place for taking the mould apart. Spread
down a clean sheet of paper, and as the parts are taken ofl the
mould put them on it.

Refer to Fig, 11.—Bcfore taking off any part, back off
clamp screw F two or three turns, using lever E to turn it.

Remove, in the order here given, shield G, matrix clamp
screw S, matrix clamp T, matrix U, upper mould blade
shoe N, mould blade stop L, mould blade M (do not drop vent
pusher), and two tie bars Q and V.

Take out two screws (a, Fig. 12) and their washers from
the bottom of the mould. Then from the front remove four
screws that hold the front type blocks ] and K to the rear type
block O. (These are all at the left end, two near the top and
two near the bottom. The lower right one and the upper right
one are reached through holes H.) Slide the type blocks J and
K out toward the left, and remove the two-point blocks P and
W (Fig. 12). (Note their positions when taking them off so
that they will be replaced correctly; their corners arc made to
correspond with those of the type blocks.)

Remove the six short screws X (four are shown in Fig. 12,
the other two are underneath) and the one long screw Y from

the type blocks, and take the type blocks J and K apart.

CLEANING
Clean all parts thoroughly with a dry cloth free from lint,
Never use waste, and be particularly careful to have the vent
pusher slot N (Tig. 12) in the type block clean.

ASSEMBLING

‘Put the type blocks J and K together, insert the six short
screws X and one long screw Y and bring them up to bearing.
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Get the left ends of the type blocks exactly even; try them
with a straight edge or feel with the finger nail across the end,
and tap one or the other lightly with a block of wood to bring
the type blocks into position, then tighten the screws and test
again.

Then slide the type blocks J and K into position, putting
a slight downward pressurc on them so as to remove any dirt
from their bearings. Remove the type blocks, wipe them off
and repeat, this time leaving them in position,

Note: It is absolutely necessary to have the type blocks and
their bearings in the mould perfeetly clean ; even the slightest
particle of dirt will hold the type blocks out from position.

Move the type blocks J and K forward a little, slide in the
mould blade, and press the type blocks back against the
mould blade. Insert the upper point block P with the bevelled
corner coinciding with the bevelled corners of the type blocks,
press it down lightly with the thumb nail to take up all lost
motion in the mould blade, and insert and bring just up to
bearing its three screws, but do not tighten these screws.
Turn the mould bottom up; insert, and bring just up to
bearing the screws (a, Fig. 12). Insert the lower point block W
with its bevelled corner coinciding with the bevelled corners
of the type blocks, push it in until it is flush or below the
surface of the type blocks and then insert and bring just up to
bearing its two screws. Turn the mould right side up again
and test the position of the upper point block by seeing that
there is no up-and-down play in the mould blade. Then go
over the two screws II, the two screws I, and the screws (a),
tightening each a little until all are brought up =olid. Again
test the mould hlade to sce that there is no up-and-down play
in it.

Pull out mould blade M. With the mould standing on its
front side, and the left end toward you, put in the vent-pusher
with the sharp edge up and the lug on the end toward you.

Slide in the mould blade again gently until the square slot
in the blade cngages the lug on the end of the pusher, and
push both gently in together, swinging the blade ever so little,
if necessary, to enter its end in its slot, If the blade and pusher
do not go in readily, remove them and try again. Never force

the blade.
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Put on the upper mould blade shoe N with its two screws,
and also the mould blade stop L (Fig. 11).

Put cn the two tie bats Q and V and bring them toward
each other so that the shield G will just slide easily into
position between them.

Insert and tighten the nozzle seating plate screw.

Put on the desired matrix U, matrix clamp T, matrix
clamp screw S and shield G.

Friction Block—This does not need to be taken off when
cleaning the mould, but if required it can be taken apart and
reassembled as follows: Remove the two screws holding the
trimmer, shown just to the left of screw D in Fig. 11, and take
off the trimmer and its packing plate. Hold the clamp C to
the rear and remove the screw D with its washer; then
remove the clamp C and its spring. Remove the two screws A
and take off the friction block B. 'T'o replace the friction block
proceed as follows: Insert a piece of lead or rule (cast by this
mould) into the opening from which it was ejected and push
it in until it touches the end of the mould blade, which can be
told by seeing that moving the mould blade moves the lead or
rule. Turn the lever E over until the lead or rule just
inserted is clamped tightly. Press the friction block B against
its two bearing surfaces and slide it forward until it touches
the lead or rule which is projecting from the mould; then
insert and sct up very tightly its two screws A. Remove
the piece of lead or rule from the mould, insert the spring
behind the clamp C, put this clamp C in position, and hold it
to the rear while inserting and tightening the release screw D.
Be sure the washer is on the screw D. Put in position the
trimmer with its packing plate, and insert and tighten its two
screws shown just to the left of the screw D in Fig. 11. Be
sure the pzcking piece is inserted right side up so that its
upper edge comes about flush with the top of the friction

" block. Back off the release screw D until it is just free.

Screw into bearing the clamp screw F, turning it by the
lever E. Make certain that a piece of the product is left in the
mould.

CHANGING FROM RULES TO HIGH LEADS

High leads are cast from a special matrix of about 002"
depth of drive. Changing from rules to high leads is, there-
fore, only a matter of changing matrices, as when changing

o
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from one face of rule to another. Remove the shicld G and
the matrix clamp T, exchange matrices U, making sure that
the new matrix is put on with the open end of face to the
right, and replace the matrix clamp T and shicld G. Changing
back to rule casting is similar to above.

CHANGING FROM RULES OR HIGH LEADS TO
LOW LEADS

To change from casting rules or high leads to casting low
leads requires a change of mould blades as follows:

Take off the shield G, matix clamp T, 2nd matrix U, Take
off the mould blade stop L. Pull out the mould blade M,
taking care not to drop the vent-pusher which is drawn out
with it,

Clean thoroughly the end of slot N (Fig. 12) for the mould
blade and vent-pusher.

Turn the mould on its front side and put in the vent pusher
and mould blade in the same way as described under
“ASSEMBLING” (see page 29).

Put on the mould blade stop L* and tighten its screws.

Put on the mould blade cap with its support. The mould
blade cap goes in the mould blade opening with its open side
up and its notched end to the left; push the lug on its left end
in under the point block until the vertical face of the notch
comes up solid against the side of the point block, and then
replace the matrix clamp T and shicld G.

CHANGING FROM LOW LEADS TO RULES OR
EIGH LEADS

To change from low leads to rules or high leads, proceed
in a similar manner to that described under the heading
“Changing from Rules or High Leads to Low Leads”. Sub-
stitute the high blade M for the low blade M, and 2 matrix U
for the mould blade cap and its support. Be sure to have the
open end of the matrix to the right.

HINTS ON LEAD AND RULE CASTING

If short lengths of lead or rule are required use box for
this 76r1. Remove galley 78F1F and stacker rock shaft con-
necting rod eye pin 121r4. The box can then easily be placed
into position.

% 'These are marked “H" for high lead and “L» for low lead

HINTS ON LEAD AND RULE CASTING 33

For cutting shorter than 6-em pica in length remove thrust
bar bell crank spring 126F1 and run machine on 4" stroke.
To centre the nozzle do not strip a mould, but use the
gauge made and supplied for that purpose. Best results are
ohtained by using a special nozzle for each lead and rule
mould, as more accurate seating is thus obtained.

For casting leads or rules from 6 point upwards use latch
57ul. If not already fitted it should be purchased.

Should the mould blade hang up, such as after a long run,
clean vent blade race with a little graphite, using the vent
piece to remove carbonization,

DELIVERING FOUNTS IN LINES

Where much casting of body founts is general, it is usually
desirable that the type should be delivered in lines in the
galley, thus rendering the type casier to handle for storage
or packeting, or for distribution in type cases. For this pur-
pose the Display Machine should be equipped with the galley
action mechanism of the composition caster.

DRIVING AND HEATING
Power recommended : $-horse,
Electric heating per hour: 1-25 units.
Gas heating per hour: 20 cubic feet.
Water through mould per hour: 42 gallons.

CASTING SPEEDS FOR 12 POINT AND SIZES UND ER
12 POINT

Casting speeds and ultimate output of the Display Machine
depend on many factors, such as cubic content of metal cast
per minute, quality of metal, temperature of mould, and
incidental time-absorbing occupations (such as matrix
changing, type sizing adjustments, clearing away sorts as
cast, and 50 on). :

The following table gives recommended maximum casting
speeds for body founts for characters nine units in width and
under, and for characters over nine units, in sizes up to 12
point.
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9 unita Over

Point Size and under 9 units
6 and 7 point .. ) 170 160
§ and 9 point .. hh 160 150
HOBame s e e sy 140
11 point. . e ) 150 140
12 point. . 8 B 140 120

FORMULA FOR DISPLAY TYPE CASTING SPEEDS

It is not possible to provide a perfect formula for estimating
the speed at which any type may be cast, owing to the
variation in conditions, such as quality of metal, rate of water
flow through moulds, ete., but a reliable basis for calculating
speeds required for non-cored type may be as follows:

Assume 12-paoint types of 12-point width mayv be reliably
cast at 100 r.p.m., and that all types of proportional sectional
area may be cast at speeds proportional to 12 point at 100
r.p.m, As types are 2ll of one height, it is necessary only to
consider the difference in points in the square area of the
body of the type to be cast relative to 12 point. The formula
therefore becomes: r

A (144) x B (100)
C | |
A—Square area (in points) of 12 point (144}.
B—Speed of casting 12-point ems.
C—Square area (in points) of type to be cast.
Example: Find speed for casting 24-point type 12 points
wide:
144100 14400
2412 7288 0T
Example: Find speed for casting 36-point type 36 points
wide

144 %100 __ 14400 _
36336 1256
The gearing on the Display Machine should be set to pro-

11

duce the indicated speed or the next lowest to it.

Hard metal needs a higher casting temperature than soft
metal, and consequently takes longer to cool on account of
the mould becoming highly heated. Solid type, especially in
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the larger sizes, is more reliably obtainable by slow casting
than fast, as it allows more time for the “break” at the base
of the type body to be scaled before the return stroke of the
piston can draw back from the core of the type body any
metal that has not solidified. Hollow type bodics are due
either to (1) air compression during casting, or (2) air expan-
sion after casting whilst the piston is making its return stroke.

GEAR SPEEDS
9—1AD 23—1CD 57—I1RE
11—2AD  27—2CD 68-—2BE
12—3AD 32—-3CD 30—3BE
14—1BD  36—IAE 91—1CE
17—2BD  43—2AL 110—2CE
20—3BD  49—3AE 128—3CE
Based on direct drive speed of 140 r.p.m.
Should a speed lower than 9 r.p.m. be required, the pump
should be held out of action during one, two or three revolu-
tions between cach cast.

NAMES OF TYPE FEATURES :
The following diagram illustrates all the main features of a
type:
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(1) front (of body), (8) back (of body), (c) foot, () head,
(8) nick, (r) counter, (G) beard (shows depth of drive),
(1) shoulder, (J) hair line, () main stroke, (L) serif. Depth of
punching (English, -03").
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“MONOTYPE” TYPE UNIT

The base unit of “Monotype” founts is -0007685”. This is
1 unit of 1 set. A “unit” is the 18th part of an em quad.
By multiplying the measurement of 1 unit of 1 set by any
number the unit value of any larger set is obtained. Thus:
-0007685" multiplied by 8} gives -0065324" as the measure-
ment of 1 unit of 82 set, and the ecm quad would be -1175”
(taken to the fourth decimal position).

An em quad in usual printers’ language is a space which in
width cquals the point size of the type; in other words, it is
perfectly square in section. “Monotype” em quads are 18
units wide, and are only square when the “set” equals the
body point size, such as 8 point 8 set. They are not square
when the “set” does not equal the body point size, such as
8 point 8% set, or 8 point 7# sct, the width of the former
being greater than the body point size and the latter narrower.
“Monotype” figures are usually 9 units wide, or half the
width of the em,

TYPE BODY SIZES

Eng. &

Pts. Amer.
5 0692
54 -0761
6 083

7 -0989
¢ 1107
9 1243
10 -1384 ..
11 1522
12 166
14 -1937
16 -2214
18 -2490
20 2767
22 -3044
24 332
28 3874
30  -415
32 4428
6 498
42 581
48 664

Fnglish (O1d)

-066
Q723
0833
0972
1083
118

-135
145

-1667
188
2166
-235
2626
-289
3362
-375

469 7

498
6668

Pcarl
Ruby
Nonpareil
Minion
Brevier

- Eourgeois

Long Primer
Small Pica
Pica

English

2-line Brevier ..
Greal Primper ..

Paragon
Double Pica
2-line Pica

2_ine English ..

3-line Pica
3-line English
4-line Pica

TYPES (EVEN SET ENS) PER LB.

6 pt.
1,152

7 pt.
848

8 pt.
648"

9 pt. 10 pt.
512 416

Didot Pt
074 5
(08588 6
-1036 7
1184 8
-1332 ]
<148 10
1628 11
1276 12
2072 14
2368 16
2664 13
266 20
3256 22
3553 24
4144 28
444 30
4736 32
5328 36
11 pt. 12 pt.
344 288

Four square inches of solid type=1 Ib. in weight (approx.).
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NUMBER OF ENS IN SQUARE INCHES OF TYPE

Sq. In. Ept. | 7pt. | 8pt. | 9pt. | 10pt. | 11 pt. | 12 pt,

G 288 212 162 123 104 86 72
P et 576 424 324 256 208 172 144
Bl 864 636 486 334 312 258 216
4 1152 848 648 512 416 344 288
SRk 1440 | 1060 810 640 520 430 360
G 1728 | 1272 972 765 624 316 432
7 .. 2016 | 1484 1134 896 728 602 504
8 2304 | 1696 | 1296 | 1024 832 696 576
9 2592 | 1908 | 1458 | 1152 936 T4 648

R 2880 | 2120 | 1620 | 1280 | 1040 860 720
1395 Ul 3168 | 2332 | 1782 | 1408 | 1144 946 792
1 3456 | 2544 | 1044 | 1536 | 1248 | 1032 864
3 e 3744 | 2756 | 2106 @ 1664 | 1352 | 1118 936
1 0 e 4032 | 2968 | 2268 & 1792 | 1456 | 1204 | 1003
s LT 432 3180 | 2430 1920 | 1560 | 1290 | 1080
1 ey 4608 | 3392 | 25%2 2048 | 1664 | 1376 | 1152
17 .. | 48%6 | 3604 © 3754 | 2176 | 1768 | 1466 | 1224
L 3184 | 3816 | 2916 | 2304 | 1872 ' 1552 | 1296
1y 5472 | 4028 | 3078 | 2432 1976 | 1638 | 1368
2 e 5760 | 4240 | 3240 | 2560 ¢ 2080 1724 | 1440
40 .. | 11520 | 8480 | 6480 | 5120 | 4160 | 3444 | 2880
EQ .. | 14400 | 10600 | 8100 | 6400 : S200 | 4304 | 3600
100 .. | 28800 | 21200 | 16200 | 12800 | 10400 | 8600 | 7200

“MONOCTYPE’* TYPE HEIGHT

All English “Menotype” compesition moulds are made
to cast type 9195 high. This is slightly higher than foundry
type height, which is -9185”. Display type moulds are made
to cast type -018” high, as there is practically no wear on the
upper surface of these moulds.

The amount that a mould can be lower than this and yet
be used depends entirely upon the class of matter run with
it. If the type made by the mould he used with foundry or
other “Monotype” type with cuts, or to correct standing
matter, the mould should not be allowed to wear so that it
makes type less than 916",
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POSITIONS OF DISPLAY TYPE WEDGES FOR
CASTING TYPE BODIES
FROM 2} TO 48 POINTS IN WIDTH
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CHANGE SPEED GEAR TABLE
42 ]& 48-point ! : 1
atrices 36-point ( below) Diaplay Matric
e anien o  {and belom) Displiy Mattioes E:
48 42 l Set | Matsix | 36 30 24 18 sh e )
_peint | puint | Points | Macking point | point | point | peint | point | point
1AD 2AD 1AD 2AD 1BD 11y ach I_i,T\'R_
36 18-8 (14) (23) (32) | {38)
| 2BD 200 1AE | 2AER
a2 | 148 an L en | e | @y
' 3BD | ZCD | 1AE | 2AE
29 11-8 1@ | @) | Ge | 43
1CD | 3CD | ZAR SAE
26 58 @ | G2 | e | ey
2CD | 1AE IAE iBE |
z3 &8 (27) (36) (49) (57)
3CD |T2AE [ 1BE | 2BE
20 2-8 {32) (43} (57) (638)
» 1AE | 3AE | JBE | 3BE
18 | *17-8 gfg (g?g _(68) | (80)
1 JDE 1CE
s ; *15-8 (4;% (57} (B0} o0
] 2BL | ICE | 1CE
14 | *13-8 %9 8 | (91) | (91
1BE I 20E | 1CE | 3CE
| 123 | *12-6 (57 | 80y | (91) | (11
1CE iCE 3CE
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*When casting from 2} point to 19 point inclusive abutment serew packing piece
32C1 is nsed, : /

EW‘mn casting from 19 peint to 36 paint inclusive, abutment screw packing piece
32C1 is not used. This abutment screw packing piece affects the type width by 17 pointa,

1 When casting above 36 points, mould blade adjusting serew c14C1 must ke adjusted
back 13 points,

The abeve table zives the positiuns for the Tumbler Scetion Lever ani:l Back Gear on
Display Type Attochment change speed gear; also the markings on Display Matrices
{12 puint to 36 point]. The figures in parentheses indicate the speeds ohlained.

_Where the matrix marking indicates half way between two speeds on the spesd plate
of the casting machine always take the slower speed. Dvample: A 24 point matrix is
markad *&-8; the speed taken should be *#9—4 (68 revs.), and not *8~4 (50 revs.).

Tor 48 point matrices above 30 point set, place the gear in 1AD (9 revs. per minute)
and cut off the pump every zltsrnate revolution of the mechine.

For 42 peint meztrices above 36 peint in width place gear in 1AD and cut off pump
every third revolution of the machine.
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POSITIONS OF DISPLAY TYPE WEDGES FOR _
CASTING 42-POINT AND 48-POINT TYPE FROM
2 TO 55 POINTS IN WIDTH

Matrx MAREINGS.— A 2 1o 14 points {use Pacldng FPiece a32C1), *144 1o 31 points
(use Packing Pizce 32C1). ith churacters from 313 to 48 points no Packing Piece is
requited. ** Over 48 points,

IxsTRUCT
wedge posi

ON3 FOR CASTING *9S1zEs

tion, Cast hiph guad from

(Two-PEECE Bobirs).—Cast churacter from 16—8

Example; ** 9—6 (503 roints); charicter from 165—8 —46 points:

& wedpe position as indicated on the matrix.

high quad from

AS—6=44 points; total 503 points.
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§ The first
figure the po

figure indicntes the position
sition of the Special Justifica

of the Normal Wedge (b21D1D),
tion Wedge (al1D1).

. and the second

For the speed of casting from any given matrix of 42yoint or 48 point find the “set”
Cl

ggigfm of the gharacter from the above table and then re
A

ier to the “Change Speed Cear
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SORTS CASTING 41
WEDGE POSITIONS FOR COMPOSITION MATRICES

T s 4 . e P S

S R —

& o5 2158 5 éa‘ 3B E] ..:,'n._,-E ”g .dg =8 % Jn::!,;ﬁ
SeleaZEHT] By S b P SO B PPN e Rl
.£_E TRzt 2 Ed2e 5| 28 Hl2eRel 82 B8 SelEal 55 F5 250
e E R P EE BHEtiad 22 12Eg 8

15 B ElaERS|E P GEE
= = < = =] =

S B =2 3 =3 = = 2 = = B
U193| & | 78 1k 707kt feos07| B 7 (7 [ani3| 108 |3 |142C, 13 (8 |8
ik A T ogle| B | % 1118[ 11| B | 31| 1425|138 |6i
0203| 5 | 74 | 9 | 7 |7ri6d 0817 9|8 [1 fuea11(8 4 (1430|138 |7
0208 5 | 7i | A 7|76 t-oeae| 818 |1rd-iga| 11 |8 |4k |435)33 8 |7H
02131 5 | 71 | 3% 7l ed|-opa) 0/8 [2 [-liam|il|s |6 |14d0f1a(R |8
021B] 5 | 7 |4 717817 lopsg| 9|8 |l |-1138| 01 (8 |B:|2443)14 |7 2
02231 6 | 78 | 4 P)7 Gbyopesy 9|8 |3 |142| 11 8 | € |-2448) 14 | 73 | 2
0220 5 [ FE |5 7076 |0za2| 9|8 |[34|1¢n| 1|8 |6t [-1463[ 1! 7k |3
0238 | B 7t | 5% 708 |1 l-oa47| 8@ 4 153 11 (@ §7 [-l458| 13 74| 3¢
0238 | 5 |74 |6 708 [lxp-oosz| 9fB | 4bfoua5s| M0 (8 |78 )-1483| 14 | 7h (4
0243 5 | 7 | BY T8 |2 foagr| 9|8 (6 |13 108 [B |-1168) 14 | 74 | 4t
‘Deds ! 5 |7k |7 7 8 [ekfomea| 9|8 [Ghfaner|2e |7 (2 |1ersl1a |45
53| B Tk 79 |3 fose7| 8|8 |6 [f-ape{iz |74 | 21| 2e7E 14 71 | 6%
s U O 708 [3if-osv2| 08 Joifagvr)le | 7|2 |13 1 (78|86
D0R3| 6 |8 |1 708 |4 feopry| 908 |7 la1g2| 12|71 ' 3b] 2458 | 14| 7+ | 62
0268 | § |8 |1k 708 jebf-oaef b8 |7rl-neriafTi 4 45314 |77
23| 5|8 | & 710 |5 f-o8a7| 0|8 [8 [-1192|12 |70 |44 {1408 24|74 | 7k
ieva| & & | gd "7 16 |6 1-om00) 10| 74| |-9r|12|dh |5 |1503) 14|74 |8
0283| 5 |g 2 718 |6 l-0995( 10 | 7] 2f|-1202) 12 | 7h | 5% |lous| 14 (R |1
ngag| & | g gk 718 |ch|-o900| 00 |7i|3 [1eov|12 |76 |1Mm3[14]B | 1}
0233 5|8 |4 P0® |7 f-0905| 10| 7H|3|ame| 1 7|6k |1m8|1a|8 |2
0298 5 | B | 4k P10 |G 0810 R0 | 7rid [ao17| 08 9h |7 |-2823] 12 |8 | gk
0303 B |5 |5 Tl6 (& L0015 A0 | 76| el |-qeon| 18 | 94 f7E | -1528) 14 (2 |3
0308 5 | g | 5k 817 2 |.08z0 10| 7|6 |-1ea7|1n7H|8 |-1533)1¢ 8 |ab
W 5| g |6 8 | 7h ) ab|gpa5 20 | 7h| ok |-1232) 12 08 |1 |-182&| 14 8 4
0318 5 | & |6t 87k 3 1opan 10| T 6 fapa7 12 (8 |13 12843) 15 |8 |48
g3zE| B8 |7 B | 73| 3k |0235| 10 | TH I 6hfagaz 12 |8 |2 |-164B| 14 | 8 5
08| 6 0 | 8 | 7b |4 30040\ 10| 74§ |1347) 12 |8 | 24 |1563| 14 |48 | &
0333 5 @ |8 8 7b a4k feocggl 100 7d qhlams3| 12 (8 |3 |165B 14 (A |6
0IT| B || e B gb i & l-ossoflofql 8 {1267 12 |8 | 3% [-1663 14 |0 |6}
VIE | B | 7|2 B b f5:f-0056(10 |8 |1 fagssp|12|8 |4 [-1508 13 (8 |7
D37 B | 7R3 8|7t )6 006010 |8 | 1h|acey|12 |06 [ 4b 153 198 | T
0388 & | 7e | 3 B|7i)6kfwoes|10 |8 (2 [gare|lz|e 5 |157314(8 |8
0337 | B Tl e B(7¢]17 1-0970| 10 |8 |@&f-lgvr|12 |8 @ Ah|15z2 |15 |7 |2
U3y B || A B |74 |7l |0976| 10 (&8 |4 |osez|1e|® 1587 | 18 | 7+ | 22
USB7 | 6 | 72| B G |%ilB Q-osmoll0 |2 |3k ]ager|12{B8 |6b{1ssz|15| T3
0372 | B | T | 5 (8 |1 [-0086]10 8 |4 |-lugz|12 |8 |7 {-1547| 16|78 | 3%
AYT| 6 | 7L | B 818 |14 |-os90| 10 9 |4k |1997|12 |8 |74 -1608) %6 78 |3
0302| 8 | T4 | EE 818 |2 1099510 |8 |6 |120e)12|& |8 |-1R07| 16| 78 | &b
0387| 6 | THIT |8 )8 |af|-l000( 10 | 8 | & ]a308(13 |78 |2 f1e12| 16| 7F |5
‘0amzl 6 | 7 gl g8 |3 1400510 |0 |6 p-1310( 0y (7} | 2% | 1617) 16| 74 | &8
3a7| 6 |91 8 818 |at)1000) 10 |8 |6 [1316| 13 7|3 |-1682| 15| 7 &
4t 6 | B |1 A18 "4 1am5 |10 |8 (7 |2380( 13 vh | 32 f-leer) s | 7 | gd
07| 6 | B | 1k 818 ab}-1pa0 10 (8 |7+ |-d2o8| 13 | 7h |4 |63z 15|k ¢
Mzl 6|2 |2 8B |5 |I0E6 10 |8 | B {-1330| 13 7k | 4F |-1637| 15 | 7% | T4
MIT| 6 |2 |2 8| B | BEpanes| 11| 7E| 2 f-1335| 13 (7h| 6 |-1edZ| 18| 7% | 8
0422 6 |8 |3 8 (B |6 1033 1|7 -134 Th| Bk |-164T( 16 |8 |1
0427 | B |8 | 3 8 |8 |abf1oam| 1|7 7|6 |-652| 15 |8 |14
0433 | 6 A |4 8 (8 |7 1043|117 TH 1 BE|-1667| 15 |8 |2
DT B | A | 4k 8 |8 |7 lom|11| T Th{T |-18e2{ 15 |8 | 9%
A T Y B8 (8 [1a3|11|m T[T |8RT| 16 |8 |2
‘0447 B |8 | Bt 9 7|2 faceE| 1| THig |672| 16 o |3k
a2 6 |8 | B 9 ghlzi)1cea|1l | 8 |1 |677{16 § |4
457 | B |8 |6d 9 7|3 Jtea|1n| T 8 |11 {-1682(15 @ |4¢
082|618 |7 8 Fhfa:facralnlni B |2 [-168T(16 & |&
67| 6 |8 | T4 B Fhfla Jaovainl| 8 | 2F|-l682| 15 & | 5k
avz| 6|8 | B 9| ¥4k |-1083) 11| T B 13 |-1607 115§ |8
R i O R 9 | %F| 6 |1088)11 | T4 8 |3b|-170z( 15 | 8 |6+
480 7 | 7| gl 9 | 75 | Bk j0e3|1l (6 g |4 |-1707(15 |8 |7
‘ansl 7 | 78| 3 B |7 |6 |10m81l|8 B |k j1Te |15 |8 | Tk
0490 7 | T | B 0| 94| Gi 110311 | B B |5 1177|150 ;8
0495 7 1M |4 7317 11108111 [ B B | shf-aranlye |7ele

Tahle of wedge positions for casting sorrs of all sizes from 5 units of 5 eet to 18 unitg
.of 12} ser. For some sizes the mould giade aburment screw must be adjusted. ‘The type
body must never be smalfer than the measurement to which it was designed. g
m’l"hebflhu:mwt serew packing piece 32C1 must be in position to obtain the sizea in

is {abis.
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BELT SHIFTER QPERATING EBAR AND CLUTCH CONTROL
OFERATING ROD
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FIGURE 1

Del: shifter operating bar and clutch control operati
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ibter ring baE,.
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—h109ET

FIGURE 2

Interlocking lever mechanism. When the operating lever adlr iz placed in operatin,
pesiticn the carn 2375 pushes down the interlocking lever operating rod al0%e1, an
this causes the intorlocking lever X108F to erEage a slot in the speed bracket quadran:
shaft handle 120:3E, preventing the hzndle from Leing rmeved. The other cr_-% of the
interlocking lever X108E engares a slot jn the end of the tumbler 13351E preventing
the tumbler from being moved,

MOULD ELADE CAM LEVER COMPOUND LEVER 45

b44ET: i
% ~——b44E10
; —ad4ES8
f; |
/ -
aggg) [B44ED
FIGURE 3

Monld blade cam lever compound lever. When the screw a44eB connects the com-
pound lever e447 to the abutment aUArl greater movement is given to the mould hlade
connecting rod 25z The compound lever c44E7 is conneored as shown above for casting

type over 14 points up to 35 points in set, For casting type below 14 points in set the
screw ad4r8 must be connscted to the upper end of the compound lever (as shown by

the dotred line). If the 48 point eanipment in a
must he used in place of aGSEL: also the collar

Eplied te the machine, the aburment bILE]
44ES must have two levels on its Dpemt.m[f

side. The lower end of the compound lever c4457 Lhen operates against the low Jove
of b44ES when casting tvpe from 14 point to 24 poirt in sct, and against the high level
of b44EY when casting type chove 24 point in set. This is affected by locsening the
screw ad4r8 and turning the eollar ba4g 90 degrees, The compeund lever c44:7 is used

in place of b44E7 when casting 48 point.

O

b38H

\ 31H1
- Hi-1 81H13

T H T XbB3H

hB3H3

FIGURE 4

Pump budy spring red stop plates xbé3w,
e pagu §.

For partieulars of the use of these plates
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2HZH
sy ~G2HE
82 H4

59H1

FIGURE 6
C:ntrizif pin spring auxiliary spring.

This auxiliary spring 15 'placed between

centring pin spring abutments cSas
and a5:25 when castng Iargl;: diso]ixlay
type, so that the pressure of the molten
metal against a large area of the maizix
surface will not force the matrix from its
seating on the mould.

L B0KTH

FICURE 5

Latch 3701 and latch abutment
plate 58E2 attached to pump
mechaniam, 50 that when required
{as when easting display type) the
pisten may be caused to make a
sucklen down stioke. The drawing
shows the latch engaged. o dis-
engage the latch, the latch pinplate
B0H1E must be moved upwards.

FIGURE 7

Centring pin gag block, When
jtis desired o cast display type
the mag block als0ElE must
be removed from the normal
wedpe lock pin b14BE, to cause
the nermal woedgs to maintain
a fixed positien. The engnpe-
ment of the gag bleck with tr
transfer wedge shifter lever
arm rod 3704, as shown in the
drawing, ecsuscs the space
transfer wedpe to remain in
operation.

LEAL AND RULE CASTING ATTACMMENT
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FIG
raachine the type carrier and composition mould are removed

-
<3

= taken place, the
is again sized up,

. and the lead and rule mould B
is

adjustment required being obtmmed by the
'1§. i
biade

Alter costir

; fine

ewavs by the claroping lever.

Dy

idi
p s pushed pardy out of the mould. The mould

amped s

and the st ;
being fused to the end of the strip previousky east,

rd stroke the mould blade is sized u

micrometer wedge adjusting nut. As the centring pin lever descends the mould blade is <l

clamping lever m rmsed, thus releasin,

s

el

iz the side pressure on the mould blade,
and the operations are repeated, each casting

Lerd amd Rule Casring Artachment. T'o apply this attachment to the castin

ia substituted. When the type carrier cam lever reachss the end of its ha

o
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Lead and rule strip mould; perapective view from above.

LEAD AND RULE MOULD

FIGURE 12
Lead and rule strip mould; inverted perspective view,

81
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