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Important reference: The parts referred to in this book
are shown in the figures on the plates at the back of the
book. Numbers arc used to designate the parts. Where
parts are referred to in the text the number of cach part is
given, followed by the number of the figure on which each
is to be found, except that when two or more parts mentioncd
consecutively are on the same figure the figure number is
given only alter the first part number. That is, all parts will
be found on the one figure until a different figure number
is given.

THE MONOTYPE SCHOOL

’lhc fnllun ing is the order of instructions used on the
Giant Cas the Monotype Casting Machine School
1. TAKE THE Nm D OFF THE MACHINE As FoLLows:

Turn the Macutxi by hand until the Cross Broc 49
(Fig. 20) is at the front end o

“Pul forvéed. the Chosers
a piece of material (fm e
t\\eu\ the LEATHER BUl
39 that this Learmze Buer
be done whenever a Morn
is change:

Lower the MertiNG Por and swing it out [rom under
the MoLp.

o Tvn (Fig. 18) and
ample, a 36-point quad) be-
ck 34 and the face of the CASTING
34 strikes against. This should
changed or a PACKING Pincr

20), NUT and Pry 37, Busuxe 35,
. 16), and Marnix CARRIoR 24 Dis:

from LEVER 1, and ROSS B
Swing Brunoe Lives o4 over toward the oot the
MacHINE and remove BRIDGE SUPPORT

Take out 5 BoLts and their msum two of each are
;hnwn as Nos. 1 and 2 in 23 (alsq as Nos. 45, 46 and 47

Ramove the two AnUTENT PraTes 32 (Fig. 16)

Slide the Mot to the rear to clear the Mot BLapr 7
) 14). Insert the Cross

and remove the Mot UNTT com:

Slets fromi ThE MAGHING:
Take out § ScRews and 1m off the GaLLEY Prate from
the Ga 11 (
2.8
ns on Pages 9, 10 and 11,
SEAT ASSEMBLY ON THE MACHINE,
" Follow the instructions on Pages 28, 29 and 30.
4. Stop PLATE AND CLOSURE:
Read Pages 2
5. CLOSURE OPENING:
TFollow the instructions on Pages 25 and 26
6. CLOSURK-CAM-LEVIR BU
Follow the instructions on Page 26.
7. TAKE THE MoLD APART AT THE BENCH AS FOLLOWs:
Reer to Fig. 16 (Plate 11) for the various parts to be
taken
@1 ik of the Dracer 23 and Wenge 37.
(b) Take out the HoLpiNg v and Cross BLock 16.
 Take off the Motb Brane Stor 12 and slide the




BLADE 7 out to the left complete \vnh its Cores 10.
(d) Take off the SQUARING PrATE 5
(e) Take gt the three (3) HomzonTaL, Bouts that o
through the and 25 and the Dist e Srr\r
e right hand Bovt 19 (Fi
() Liftout the Porxt Brock 6 and two (2) Tyr o
14 and 26 (Fig. 16). Also take out the Type CLaye 31 and

(¢) Take out the top BorsTex BoLrs 46 and 47 (Fig, 20)
?l,_;d take both BoLstiks 15 and 25 off the MoLp Bast 33

ig.
S R ssaiti e O Mowp a2 1 Bscir: Read the para-
graph on MoLps To B EMBLED on Page 3.

Follow the instruc tions on Pages 30, 31, 32 and 33

G MoLD UNIT ON TiIE MACHINE:

e e Pages 33, 34 and 35
10. Cross BLock ADJUSTME

Follow the instructions on Page 3
11 Conmpnet Tninny Foom the natsotion oo Page 28,
12. Cutren Orsnatisg Rop

Follow the instructions on Page 28.

L. Brmog: Follow the instructions on Pages 27 and 28,
4. TECHANISM ADJUSTMENT:

(al CLEANING Nozztss—Follow the instructions on
Page 11 under NING NozzLes. Turn to Page 47 and
read the paragraph on Nozzir:

lcaning the Puse Boby— Follow the i instructions on
Pages 14, 15 and 16 under CLEANING TirE Poye
) Follow the instsuekions on Peges 11, 12, 13 and 14
under Puxp MECHANISM ADrNTMr\’r
15. Car G ScaLs CyLiv

Follow the instructions under ()mmw, Rop Apju
MENT, AUTOMATIC PAWL RiL “ast Nox
FUsion and: MCkOMETER-wabes: SOREW on Pages 17, 18
and 19,

16. Ust or PackiNG PrrcEs:

Follow the instructions on Pages 19, 20, 21 and 22. Also
read CLOSURE SETTING WiTH NO. 0 ADJUSTING PACKING
Pricr on Pages 36 and 37.

17. MicroMETER WEDGE GRADUATED WHEEL

Tollow the instructions on Pages 42, 43, 44 and 45.
18. CranciG HRIGHT or Probuct

Follow the instructions on Pages
19. Fusion: To run Fusiox MATERIAL follow the instruc-
tions on Pages 22 and
20. Read the other instructions on the various pages that we
have not covered up to this time,

2

GIANT CASTER
ADJUSTMENTS

HE Macmixe described in this book is the Giaxt

Casrr. Tes products include Lype, spaces, quads, corner
picees cither low or high or with rule or decorative border
face, furniture, base for cut mounting, electrotype bearers,
and other specialtics as may be required. It is unique in
that it has no culter but casts all of its products to any de-
d length, long or short, completely finished on both ends,

This book is prepared for the use of students in our
Moxorype Scioot. and for the guidance of all who operate
the Gr. reR, A clear understanding of these adjust-
ments is essential, Study them carefully, giving particular
attention to the reason for cach, as this will fix them more
firmly in the mind.

Do not alter an adjustment until it has heen tested and
found incorrect. Make the adjustments carefully, following
the directions exactly. Be sure all bolts, nuts, and serews
are tight and test them all occasionally to see that they stay
tight

Keep the Macmize clean and properly oiled. Use Moo-
aypE Type MoLb On. for the MaciiNe parts but always
use Monoryer Rute Mowp OIL for the Motp. A little
MoNoTYPE LUBRICATING Paste in the Rure Motp O is
beneficial.

The Morps and MoLp BasEs are most beautiful pieces
of mechanism built with the precision of a watch and yet
capable of producing ton after ton of type and material
when giver the proper care. Give them the treatment they
deserve. Examine and clean them at regular intervals. Use
a cloth free from lint for the cleaning. When carbon collects
on these parts it should be removed. Remove only the built-
up carbon deposit but not discoloration in the steel. A hard

7




8 Giant Caster Adjust

its

Arkan

s Stone is ideal for cleaning any of these parts
Extreme care must be exercised in its use so that the stone
does not roll over an edge. It should be used with gasoline,
kerosene or cleaning fluid. When the stone becomes dirty or
flakes of metal adhere to it, clean it by rubbing it on

new
and true fine Carborundum Stone with gasoline, kerosene
or cleaning fluid. A 14"x}5"3" hard Arkansas Stone has
been found to be the most useful size.

‘The MoLp Bask, which includes the NozzLe Skat, Stop
PLATE, GUIDE PLATES, etc., is built with the same precision
as the MoLDs and, like the MoLDs, can be repaired and have
parts replaced only in our factory. We furnish two complete
Motp Bases with cach Graxt CASTER, hence one may be
used while the other is returned for repair. Be sure to return
aMoLp BAsE as soon as it needs repair - do not keep it until
the other needs repair also or the MACHTINE may have to be
shut down while they are both sent to us, because we have
10 loan GLaNT Motb Bask:

When ordering parts, usc the plates in the back of this
book. Give the name and symbol of the part from the trans-
lation list beside cach plate, or il you prefer, give th
number of the part and the number of the figure on which
it is shown.

Giant Caster Adjustments 9

NOZZLE ADJUSTMENTS*
Two Adjustments
val To insure that the axis of the NozzLu

s in a vertical

po:
Scumd To center the NozzLE in the MoLD Ow“ml,.

First

Object: That the axis of the Nozzue when entered in the
Moty Getning will be perpendicalar o the MoLD, so that
there will be a tight joint between the Morp and the NozzLe

PRELIMINARY
If the Morp is on the MACHINE it must be removed as
follows: Lower the MELTING Pot. Remove the Pistox and
NUZZLE Remme P!N 7(’: ( Fl; 20), Nur 31, Pix 37, BUSHING
P 16) and MaTRix CaReioe 24
D =upp] y m drain Prrrs, S
from Lever 1, and Cross-BLock Cou
Swing BrinGi: LINKS
cuiNg and remove the BRU)G(; SUP\‘()!U 36. Remove Crayr
30 (¥ig. 16) aud the o Asvry T PLates 32. Remove
four Boits 46 (Fig. 20) and one Bout 47,
Slide the Mot to the rear to clear the Motp BLADE 7
and 8 (Fig. 16) from its slide 19 (Fig. 14). Insert the Cros:
brock HOLDING ScRew and remove the MoLp UNIT com-
plete from the MACHINE,

Unscrew RoD 13 (Fig. 19), releasing SPRING 2. Remove
Gume Prate 28 (Fig. 16), C SURE 29, STOP PLATE 13
e Prate 31 and Nozss Suar 35. the Nozar
and GuIDE PLATES are al hown as 26, 27, and 28 (Fig. 2)
and are removed for this adjustment. Loosen the three
Screws 24 (Fig. 2)

Raise the MELTING PoT into position and with the Pup
Trrr released, turn the MacuiNi to bring the PUME up into
casting position.

Screw the Nozzi
in place of the Nozz1

NG
LING 18

SQUARING P1x 1 (Fig. 1) into the Pusip
3 (Fig. 2). Caution: See that this PN

ypplied with a diferent MeLTING Por, Purme Bony,
s e e sl s e e mul’

e i € the Correct o
Nt m Sl G N e el Macuts e e aa¢
e e N LY 20 o over .




10 Giant Caster Adjusiments

is started squarely in the Pump and that it is screwed down
until its shoulder is seated

PROCEDURL

Loosen the Crawe Screw 18 (Fig. 2) and turn the
vrkic PIN 9 uncl the P11 (Fig. 1 i square with the
top of the MoLp Base: Prare: 33 (Fig. 16). Test this to front
itk e Yoty Tont e i Pt o1 the
MoLp Bast. Tighten the Cranp Screw 18 (Fig. 2) and test
again with the square Lo see that the adjustment holds.

“The Pix 1 (Flg. 1) will stand square to right and left un-
less the Pusp Boby or its Lirting Lever 17 (Fig. 2) is
badly worn, in which case they should be il

Remove Squaring Pix 1 (Iig. 1).

Second
Object: That the NozzLt will enter the conical hole in the
Nozzvs Spat without dragging on the side of the cone.
PRELIMINARY
Serew Nozzie in place. Replace Nozztt SEAT.
Caution: See that the P\Jm’ Piston is removed to avoid
any possbiity o a “squirt” of hot metal.
packing between the top OPERATING-ROD NUT 2
(Fig. 3) and the GPRRATING-ROD LivER 3, s0 that when the
Puse is raised the Nozzik will stand about 75 below its
position for contact with the Mor. Raise the MELTING Por
into position. \\'1\\1 the Pump TRIP released, slowly turn \he
MACHINE to casting position, noting the travel of th
NozzLs on its up stroke.

PROCEDURE,

By moving the Puse on its supports inside the Pot to the
ht and left, and to the front and rear, the NozzL: can be
scen to move lightly (0 one side or the other of the conie al
hole in the NozzLe SeaT. The position of the POT must
be adjusted so that this slight movement of the Nozzve is
cqual in all four dircctions from the cener of the coniea
hole in the Nozzii

o move the NozzLE to the front o rear, turn the AD-
rustiNG Scxiw 21 (Fig. 2) in the required direction

To move the NozzLE: to the right or left, turn the Ap-
JustinG ScrEW § (Fig. 2) in the required direction. (Lower
the MELTING POT to reach SCREW 8).

Giant Caster Adjustments 11

Remove the picce of packing from between Nt
and Li

Tighten the Casixg Scmvs 24 (Fig 2)

Replace all parts removed (see section “Mold Base and
Mold” for dircctions for replacing MoLD parls).

Cleaning Nozzles

On Macimyss 9125 and following and on all prior Ma-
curxis on which the Grant MELTING PoT has been applied,
use Nozzi 92GC4 for Style GC and Style GS Motos, and
Nozzex 92GC9 for Style GC1 Moty

To clean Nozzz 92GC4 d om the bottom up to
fs" from the top with a " drill (m" diameter); then drill
do\\nﬁom the top with a "B drfl which is 258" diameter.
This 2t o

Nozzrr, 826C from the bottom up to 4" fro
the top with a ol (177 diameces) and then driled

from the top with a No. 27 drill { or the
diagonal vent holes in the tip of Narotn 93605 s a No 60
drill (040" rlmme\er) held in the fingers or use a small wire

like & paper d

fhese Nozzims have 3’13 thread, Nozzues for
GC l \[4!! Ds are provided with a I/ork Nut 92GC3, so that
the N may be positioned with the two vent holes to-
ward 1hr an Brape. For thin set sizes where the MoLp
BLADE would cover the vent holes turn the NozzLE (screw
it further in about }§ turn) until the vent holes are free; in
this position the ven holes are diagonally back and 1o the

For Magrers pror 0 9128 il sot boce aulgned i e G o and
Do, the Moy L e 93CCS 1o SR or GC 1 Movps The
Rov sS4 hisaa They ave 16" langer thas thes forshe GLANY RO buk
Ui 2atee Qo st and inserucsions for leaning and se Ao,

PUMP MECHANISM ADJUSTMENTS

Gonnecting Rod
One Adjustment—Length of Rop 27 (Fig
i btk R o
on ABUTMENT on MAIN STAND 15,

PRELIMINARY

The Pune Pistox 1 (Fig. 6) should be in place during this
adjustment. Back off the two Nuts 11 and 12 (Fig. 4) s
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that they
adjustment

annot come against the CASTING 10 during this

PROCEDURE
With the Puste Haxnie 38 (Fig. 5) thrown in, as shown,
it the MAGHING 3¢ rest that 15, Whon the top of the Puare.
OPERATING-CAM Livik 40 is all the way to the rear and no
compression on the SerixG Box. (Fig. 1), make the length
of Rov 77 (Fig. 5) such that CrossuzaD 14 (Fig. 4) will
clear its ABUTMENT 15 by 4”. Be sure to test e
after both LoCK Nut 36 and 33 (Fig. 5) on Rop 27 are
tightene
Alter nmng Llu:. Ml_m»rmpnr, and the Rob 27 is locked
with its Loc 33 on each end, swing the
handle 38 up i i i make sure it enters
properly the square hole in the SPRING Crir 35. If it does not
enter this square hole properly, loosen the Lock NUT 33 and
tighten it again after moving the SPRING CLIP 35 in the de-
sired direction to bring its hole in line with the HANDLE.

Piston—Two Adjustments
First: Position of Stop 43 (Fig. )
Second: Position of Stor Nut 25 5).

Both of these adjustments must be considered together.

First and Second

Objet: That the Prston may be camped tightly ageinst
its upper Stor Prate 4 (Fig, 6) at all times except when the
Nozzit is in contact with the MoLp.

PRELIMINARY

With the Mackixe in the position of rest, back o the
two Nurs 25 and 26 (Fig. 5 n Lock Nur 48 and
serew down the Stor 43. When this is donc, note that the
Prstox 1 (Fig. 6) is locked against its up STo 4 and that
iy (Fig. 7) has clearance below it. The Pue-
Larcst HANDLE 38 (Fig. 5) ia 1 be thrown ino operating
position as

PROCEDURE
Screw up the Stor 43 (Pig. 5) until it just touches the
CrossrkaD 43 and then screw it up about g turn further
At this point the PIn 6 (Fig. 6) will stand central in the hole
in the Prstox Luver 7. This is indicated by the fact that

Giant Caster Adjusiments — 13

the PIx 6 may be revolved freely with the fingers
the Nut 48 (Iig. 5) and see that the adjustmen

With the fingers screw up the Nur 11 (Fig. 4) just to
bearing against the CASTING 10, then tighten Lock Nut 12

against it.
Latch
One Adjustment—To clear its AsuTMENT Prate 19
(Fig. 7

Obﬂeul That the LatcH Prate 18 (Fig. 7) shall clear ils
AnuTMENT PLATE 19 when the Piston 1 (Fig. 6) is at the
top of its stroke

PROCEDURE

With the MacaNg in the position of rest, adjust the N
14 (Fig. 7) and lock it with Lock NUT 13 to give ¢" clear-
ance between the Latch Prate 18 and its ABU‘[M:\I Prate
19.

Pump-body Operating Rod
Two Adjustments - Position «)i PUMP-BODY-OPERATING-
z0n LeveR 7 (Fig. 8) and Srop
sject: That the Nosai. shall be seated before the Pisron
e 1 e atee v e et early by the
action of STUD 5

PROCEDURE

With the Mackix at rest, adjust the NuT 6 (Fig. 9) and
lock it with its Lock Nut 5 so that the Levir 2 will clear
the P1stoN LEVER 1 by " when the front of the LEVER 2
is swung as far to the left as possible. Hold up the Rop 14
(Fig. 3) (on which are NuTs 1 and 2) with the fingers in
order o take up the lost motion when testing this adjust-

Swing the Gac PLaTss 6 (Fig, 1) into position bencath
the LATcR 16 and turn the MACIINE with Puse engaged
PrLatrs 6 come within 74" of the Latch 16.
In this position adjust the STup 5 (g 8) so that it just
touches Luvar 7, then back off STeD 5 one-half turn., Lock
$0p'S in this position with its Lock NUT 6,

Caution: Be careful not to screw STun 5 (Fig. 8) down too
far for, if this is done, it will prevent the PISTON returning
to the top of its stroke, the Latcu Prats: 18 (Fig. 7) will not
cngige the AvoTaEnt PLATE 19, and & “squik” or other
trouble will result. A wrong adjustment of this STo 5 (Fig. §)
may be easily mistaken for a sticky Piston. If the PistoN
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seems Lo stick, so that it does not rise to the top of its stroke,
test first the adjustment of this STU >

Tn this position with the LEvER 3 (Fig. 3) Iree, examine
the lower part of the OPERATING Rob 14. MdkL sure the
‘The No:
be held firmly against the & SEAT by the PUAP BODY
Piering Srrie at the side of he Mavrme Pot and there
should be nointerference with the PUMP BODY LIFTING LEVER
15 to prevent its seating the NozzLe properly. Take the Ron
14 in the fingers and raisc it 30 S the WASHER 5 comes
against the 5 and see that there is 75" clearance be-
twven the W«snmz 9 and the SWING FRaME CASTING 10. If
B recesn ¢ the position of either WASHER 5 or 9
e
the NUT 2 at the top of the Rob 14,

Piston Spring
p,0n¢ Adjustment-_Fosition of Nus at upper end of
PRING Rop 1

To give proper PISTON pressure.

ob,m
PROCEDUREZ

Be sure the Nut is on right side up. The knurled side

should be on top. Screw down or up the NUT on the upper

end of the P1stox Spame Ron 1 (Fig. 5) to ghve Just auf-

ficient pressure to get solid product. Do ot u~em0\epru ure

than is necessary. The smaller badies require less pre:

Cleaning the Pump Body

Before attempting to clean a Pus Boby be sure you ha
in your plant a duplicate of the PLos to be removed and
of the INTAKE VALVE. These are 3, 7, 8, 11, 12, and 13
(Fig.

The Pu\u" Bopy must be hot when taking out the
With the PISTN and NozzLs removed let the Puse Boby
stand in the molten metal in the MuTinG Por until thor-
oughly hot. Carefully empty .all molten metal out of the
Powr Bopy and take the P oDY Lo a vise where the
Piiugs hoid be lgosehed il sl ot

Grip the bottom PLUG 8 in the vise with the Pump Boby
standing erect as in casting position, Tap the arm of the
Pomp Boby in a contra-clockwise direction to loosen the
bottom PLUG 8, but do not unscrew _oosen N 9 a:u
tale out the RecuraTixe Scrsw 10, Loosen PLUGS

13. The object of loosening all-the PLucs without slop-

Giant Caster Adjustments 15

ping to remove them is to be sure that this work is done
while the parts are still hot because if they become cold the
PLuGS will stick so that it is necessary Lo return the Pumr
Bopy to the MELTING PoT to reheat it. All of the PLucs
may now be removed and the VALVE 12 als
By this time the Puste Bopy will be cooled sufficiently so
that it may be drilled without damage to the Pune Ary drill
The Puse Arat is to be drilled from the NozzLe end where
PLUG 3 is taken out. Be very careful not to run the dill
down far enough to injure the threads in the bottom of the
POMP wiiere PLUG 8 screws in. A 7i* Pusip A drill is used
The connecting hole from this diagonal hole to the NozzLe
large and seldom clogs, but should be tested with the £5”
drill to be sure it is clear
lzo run a 4 dril through the hole from which PLUG 7
0) wasremoved. This cleass thepassage from the VAL v
e o e
When assembling the Pust Bopy all parts must be hot.
These can be heated in the type metal, but the MELTING
Pot should be cleaned and skimmed before doing so. All
PLuGs should have  little graphite applied to the threads
ore they are screwed into the Poar Boby. To insert Py
8, hold the PuMP Boby in the vise and e PLUG in
with the pipe pliers. This PLUG should be e only
as tightly as can readily be done with the pipe pliers, but
be sure that it is up to good solid bearing and not held out
of position by dirt or d there is dirt or
ey 58 Ayteaci o thys Pric o6 Ehat st GaTmoE e ScEiE
i wilh the pipe plers, Lhis irt and dross raust be scroped
out; an old hacksaw blade is useful for this purpose when
tsed by hand and not in & hackeaw frame, All other PLUGS
should be brought up o an easy beariag, wing e proper
wrench which LuG. Do not screw thern in hard as
chat would make Cdifficult to remove them the next time,
It is well to have the Punte Boby in a horizontal position
when inserting PLuGs 11 and 13 with VALYR 12 between
them a it s easir to handle VL 12 inthisposicon. Make
sure that VALVE 12 seats properly against PLUG 11 and if it
does not, grind it in wnh 4 little VALVE grinding compound.
When inserting REGULATING SCREW 10, leave L¢" clearance
n the battom of this SckEw and the head of VALV
12. The adjastment of this Scisw s made afer the Puse
Bopy s in the Maciine and the metal
The NozzL: and PISTON are put in after the Pus Bony
isin position in the MerTiNG Pot and both should be heated

:’_’

S




16 Giant Caster Adjustments

by immersion in the molten metal before being inserted in
the Pump Bopy. The drill the NozzLx is covered under
the section “CLEANING NozzLEs.”

TAKING APART SPRING BOX X74GC (Fig. 11)

Caution: Injury lo the operaior may resull unless these in-
structions are followed in detail.

Caution: 1f Rop 18 is broken inside the SrrixG Box do
not attempt to take apart the SPrinG Box, but return it
complete to our factory. If the SrixG Box must be taken
aparl for any other reason proceed as follows

Remove the SPRING Box from the MACHINE.

Clamp the Hizan 21 in a vise aA Ahe bench.

Loosen Nur 8 and remore ¢

Remove Nuts §, 9 and 10.

Put three WasHirs 75" thick and outside diameter less
than the front end of the ABUTMENT 14 over the Rop 18 and
screw down the NUT 10 on the Rop 18 until it touches these
WASHERS

at NUts 8 and 9 on the end of the Rob, lock them to-
gether and hold them with a wrench =o that the Rop 18 does
not turn. Then run the Nut 10 to the bottom of the thread
on Rop 18, This will draw the Rob up until the end extends
about 2,%” aboye the ABCTNENT

Remove the Nu1s 8 and 9. Put a WaswER 14" thick and
4 larger outside diameter then the end of the Avuratsxe

the Rop 18, pi n NUT 9 and draw it down until the
ik Tanienie s e st WO 10 ane SEmnst e o
of the Car 13.

Now remove the four Nurs 12 and loosen carefully the
Nut 9 unil it comes near to the end of the Rop 18, when
the Cap 13 must be held down while a helper removes the
Nur 9. As this SPRING 15 expands it will be found to be
nearly 5* longer than the SPRING "UnE, Remove the
SPRING 16 from the TUBE with the SPRING 13, the Rop 18
and ABUTMENTS 14 and 20 which are held together by the
SpRING Rop 18 and Nut 10.

]\nw take a pm e of Rop 14" in diameter and put it in the

allowing it to stand 135" above the jaws. Place the
opening in the ABOTMENT 20 over this Rop and then remove
the NuT 10 with the Wasnzrs from the Ro, holding down
on the ABuTMENT 14 just before the NuT is finally removed

Giant Casier Adjusiments 17

0 that it does not spring avay. Now remove the Asu

4 and SPRING 15 from the Rop 18. Lift the AbuTs
4\1\r‘1 Ron 18 from the piece of 14" Ron hdd in the vise and
remove the Rop 18 Imm the ApuTMENT 20,

Insert the new 8§ in the ABUTMENT 20 and assemble
SR o i e R given above for
taking apart.

There are two SPRINGS in this SerING Box. Both of these
SPRINGS act when ejecting material from the Mor, but only
the inner SPRING acts when drawing the MoLD BLabi to the
lelt for sizing.

Spring Box Adjustment
Loosen the Lock Nut 9 (Fig. 11) and bring the ADJUSTING
NuT 10 just to a_bearing on the SPRING ABUTMENT 14,
Tighten the Lock Nut 9 and test to be sure the adjustment
holds. There must be o looseness nor must there be any
compression. This adjustment must, of course, be made when
the MacHINE is in position of rest with no compression either
on the sizing or cjecting SPRING.
Spring-box Rod Adjustment
Have the MacHing set for casting a nine-pica stroke with
the No. 3 PACKING PIECE to the left of the MoLp Bask as
for casting non-fusion. Loosen the Lock Nut 8 (Fig. 11) and
turn the Rop 18 by means of its two NuTs 9 and 10 in or
out of the SOCKET 7 to equalize the compression on each end
of the stroke. Tighten the Lock NuT 8 and test to see that
Alm adjustment holds. At shorter casting strokes this com-
ression will not be the same on sizing and ejection, but
i be equal at the maximum stroke of nine picas.
e

CALCULATING-SCALE CYLINDER

Operating Rod Adjustment
12) unlocked (turned

Have the LockinG Lever 2 (Fis
vn) so that the PAWLS m

der in the Ron
gainst the inner corner of the M1y STAND 15 under pressure
from the SPrING 11 (Fig. 13). Loosen the Lock Nut 29
12), take out the P1x 27 and adjust the 8 turning
it on or off the Rop 30, so that, when the MACHINE is turned
over, the RATCHET 21 on the CYLINDER SHAFT is moved far
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enough by its Frep Paws 20 that the Drrext Pawr will
drop safely into the next tooth. Tighten the Lock Nur 29.

n the Macnmxr until the Rop 13 (Fig. 13) is at the
lower end of its stroke and adjust the NuTs 12 on the lower
end of the Rob 13 so that the Fren Pawr. 20 (Fig. 12) will
drop into the same tooth on the RATCHET 21 as the DETENT
PAWL, with a little extra movement for safety. These two
Settin coy e Pold By wARE A the Tails o £he Payes, ae
theends of the PawLs which engage the RATCHET are covered.

Automatic Pawl Release
e the RatciET Pawes 20 (Fig. 12) on a

Obje
non-fusion stroke.

Rotate the CALCULATING CyLINDER 18 (Fig. 14) toward
the rear to its No. 1 position and lock it with LockiNGg Pix
9 (Kig. 15). This will swing the Gac BLock 30 down out of
the way of the MoLp BLaDE. Turn the MACHINE uniil the
MoLp BLADE is moved and stops against the stop on the
MoLp.

Cantion: For this mljublmenn the MoLD BLADE must not
be stopped by the Gac BLock 3

Comt the Lock Nuw 7 (Fig. 12) and adjust the ScREW

6 at therear end of the RATCAE1-PaWI TRIP Livet 3o that
the PawLs will be lifted out from the RATCEET 21 and permit
the Ratcuet 21 and its SHAFT to rotate in reverse direction
toits No. 1 position under its own spring tension.

.q'

SINGLE CAST, NON-FUSION

NG o DRR B (Fig, 14) tovard
u) as far as it will go.
e e Bk 30, i 19

Rotate the CaLcuL.

spring pressure at this point s a check t "
position is reached. Lock the CYLINDER in 7 this position with
its Lock Pix 9 and keep the RaTcret Paws 20 (Fig. 1
locked out with their Locking Lever 2 tursed forvard (op-
posite Lo the position shown in

Caution: It is possible to revolve the G mors e
a complete revolution toward the front, so that the No. 1
p(muun might be reached in the wrong direction, but it then
would not hold out the GG Biocic 50 {(Fig. 13) nor give non-
Tusion in that position. Al o rotate the cylinder
away from you until the GAG e ey
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MICROMETER-WEDGE SCREW

. Adjust the Nuts 2 and 3 (Fig. 17) so that ScrEW 13 is
just free to turn on Rob 1, but without any up and down
play. This may best be done by screwing down Nur 3 until
Screw 13 is locked fast; then back off Nut 3 a part of a turn
so that SCREW 13 is just free. Lock the NUT 3 with its Lock

ur 2 and Lest ScaEw 13 again o see that this has not
changed the adjustment.

there is to much play between these parts it will tend
use variation in the length of casts as well as occasioning
extra wear,

——

USE OF PACKING PIECES

There are five Paciine Prsces for use at the left of the

MoLp Bask to shift the location of the MoL cavity in re-

2215 opening. These P enes Pt e

numbered 0, 36, 1, 214, and 3, and are used according to the
product being cast.

PACKING PIECES USED FOR TYPE
AND NON-FUSION SPACING

PACKING SET S1ZE Mini
PiecE In PoiNts CasTING

AvITY

0 Gto 24 [

% 25t0 33 6 Points.
34 to 45 12 Points

2% 46 to 60 30 Points

3 61 to 108 36 Points

The No. 0 Packin Preck nasuulrlvlmnl(Fin 16) when
placed at the left of the MoLp Bast: 33, places the MoLD in
s normal position—that ie, with the MoLp in this

the MoLp BLabE may be moved to the right until it comes
nearly in contact with the Cross BLock 16, leaving 040"
minimum casting cavity (.027” for 14 and 18 pt. GC1 MoLps)
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beween the Cross  Bock 16 and te Mop  Bipe 7. With
o BLADE in this position, e w reference  mak o
VRTICAL  Pies Ga 12 (Fig. 17) Gwhich e s and
down with he GRADUATED "WHEEL) is opposite the == =
the SlE Il beside it Ths position s the eweme right
position of e Map  BLDE wih the o o e
GRADUATED WHEEL 5 gpposite s reference

™t 0P Pes 1 (g, 16 he .Nee: .
Seps @ it and o ABUTMEN ioh s usd when casting
te smaller  setsizes w adjust v position of the s PLATE
13, e object being © always keep te Mo CLOSRE g
ing within e body of the e, that s, e right end of Sor
PLATE 13 should be just inside the Mob opening « this
s he s of meal fom griking the under side of the
Mow Bae 7. The WEDGE has six positions Wih 3

diference  between the I .ol
steps, allovin
of 15 points. A te Steps %de mnup
e ubed e i Examin Qe

o be Sop PLATE T i correctly locaied  for
e setsize  being <t

It the seiting = the VERTICAL Pica GiGE 2 (Fig.n)
eft 1 ihe

[ the  same; that s, with = the RTICAL  Pica
e 12 it e e o e SCALE 1 bess it e
o aupstie ey i plae o e Mo O i

Piece, © poins 0% ight

e No.oBECaNSaece "o point e "y 88
Fie P s, of e e 0 cos @
pOI the right, and since the BLADE remains svauonsry,

QIS cany ™ o ko 250 "

moved ther o the right, Ahevefme‘ this spmms caslm
iy Dhoe s ey be fomis using e
i

o S8 e o

points e
e MDTECnE, e win v PGARDEE
U e O R OPPOSHE e 2
ey e s i g o o ol
Sy ve e v B fesa Mo 719 wa

- 3 014 % points thiner  than  the

" ? EUVEIYood ™% s "y

cavmes € paciinG Pleces .. respectively % a0 %
L numberlng“' the PackinG
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e s AN PECES .t 01
1 o HCVQU‘"IOE‘W have  Des

placed « w6 3,y A n b veRTOAL i
GacE 12 o that anyone of these packine  Preces  n
place = e i of tx Moy Bas e coresponding
o mar u o Teference  mark
g e sera usedm p,'j%f,ﬁs « ad from ghe"Table

of Type szes b s directly opposie s €A€
s \/ER”hc%

e T frequently used PackinG  Pices  do rat have
(fernce  marks | w the VERTICAL Pica GAGE 12 simply

awid_ coriin  wicn o 1s S0 by puting
the amaunt

v easy
e e seting 1 e perator M a0 provisls e
tons carefully nd undersiands  just wha  happens when
PACKING PiEcEsse  changed. For example, 1f e 44 PACKING
PECE b n plage, e e casting caviy possible 3
points, and Gt gy when e The VERTICAL Plca
GAGE 12 is opposite e w w the SCALE 1l beside it
Therefore,  with this PACKING  PIECE in pmg‘ 6 ,,g,,“s

e
- 10”5 ;

fom e mawi; o oo thg,o 7€ points
thange this size w© picas and points; el points

o v e
O peeu i i picas den hom be Tae of Type
Sies and w the wo fefernce mak o the VERTICAL Pia
Gme 1 gppogite e PN (hat i Do afers e
e the Szb ken from  the
Vogica 0% b Ve s o e PAKNG Pt Mo Y
THE MICROMETERWEDGE  WHEEL 5 (Fig, 17), which
g,aduam W picas and fractions  of + pica, mt
it eads correctly. This adjustment  corresponds
w qmdmg e quag s CanposeG  MACHIES
e, ™+ hande—Kwop  gis  the hande
Wit e o aHknG b e Mocibe s e No.
Im Gt 17 opposte be Mo 0 De SALE 1t ne
m

the wo  mark the WHEEL 5 opposite the line « the top
of the Vertical  Pica  Gace Cast . few nonfusion pieces,
These should be exactly © picas long, Measue these with

micometr and it hey do na men  cortectly, .
R 5y o oo VA ime pes = ol me
s v e e o g o

g e “oane” SEM'T (g 17) ve e o



