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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 are used to designate the parts. Where

parts are referred to in the text the number of each part is

given, followed by the number of the figure on which each

is to be found, except that when two or more parts mentioned

consecutively are on the same figure the figure number is

given only after 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
ye

The following is the order of instructions used on the

ae
CasTER in the Monotype Casting Machine School.

<E THE MoLp Orr THE MACHINE AS FoLLows

a the MAcuINE by hand until the Cross Bu oc 49

(Fig. 20) is at the front end of its stroke.

Pull forward the CLosuRE-caM LEVER 46 (Fig. 18) and

put a piece of material (for example, a 36-point quad) b

tween the LEATHER Burrer 34 and the face of the CASTING
39 that this LEATHER Burrer 34 strikes against. This should
be done whenever a Motp is changed or a PACKING PIECE

is changed.
Lower the Mrttinec Por and swing it out from under

the Motp.

Remove Pin 26 (Fig. 20), NUv and Pry 37, Busine 35,
Cover PLATE 22 (Fig. 16), and Marrix Carrier 24, Dis

connect water supply and Drain Pipes, SprinG 4 (Fig. 188)
from LEVER 1, and Cross BLock CéuPLinG18 (Fig.20).
Swing Bripce Links 34 over toward

ane
front a theMACHINE and remove BRIDGE SUPPORT

Take out 5 Botts and their Wine two of each are ~~
shown as Nos. 1 and 2 in Fig. 23 (also as Nos. 45, 46 and 47

in Fig. 20)
Remove the two ABUTMENT PLATES 32 (Fig. 16).
Slide the Moxp to the rear to clear the Mop BLapE a

and 8 (Fig. 16) from its Stipe 19 (Fig. 14). Insert the Cross
Brock HoLpInG Screw and remove the Morp UNitT com-

plete from the MAcHINE.

Take out 6 ScREWs aadHe
off the GALLEY PLATE from

the GALLEY STanD 11 (Fig. 19)
2. SQUARING THE Nowtis:

Follow the instructions on Pages 9, 10 and 11.

3. MoLp BASE OR NOZZLE SEAT ASSEMBLY ON

ineSNE:Follow the instructions on Pages 28, 29 an

Stop PLATE AND CLOSURE:

Read Pages 23, 24 and 25.

. CLOSURE OPENING:
Follow the instructions on Bee 25 and 26.

. CLOSURE-CAM-LEVER BUFFE

Follow the instructions on pie26.

. TAKE THE MoLp APART AT THE BENCH AS FOLLOWS:

Refer to Fig. 16 (Plate II) for the various parts to be

taken off.

(a) Take off the Bracket 23 and WEDGE 37.
Take out the HoLDING Screw and Cross BLock 16.

(c) Take off the Motp Biapr Srop 12 and slide the

Paes
se
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BLADE 7 out to the left complete with its Corrs 10.

(d) Take off the SQUARING PLATE 5.

(e) Take out the three (3) OO Be
Ts that go

through the Borsters 15 and 25 and th a

NeeSEP:A-

RATOR 27 which is on the right hand Bere19
f) Lift out the Point Brock 6 and two (2) TYPE : LOCKS

14 and 26 (Fig. 16). Also take out the Type CLamp 31 and
Pin 18.

(g) Take out the top BoLstER Botts 46 and 47 (Fig. 20)
and take both Botstrrs 15 and 25 off the MoLp BaseE 33

(Fig. 16).
8. ASSEMBLY OF THE MOLD AT THE BENCH: Read the para-

graph on Mo.ps To BE REASSEMBLED on Page 30.

Follow the instructions on Pages 30, 31, 32 and 33.
9. PuttiING Mop UNIT ON THE MACHINE:

Follow the instructions on Pages 33, 34 and 35.

10. Cross Block ADJUSTMENT:
ollow the instructions on Page

11. CLampinG Lever: Follow the ee uctions on Page 28.
12. CLurcu OPERATING Rop:

Follow the instructions on Page
13. BripcE: Follow the eee on

|

Pages 27 and 28.
14, Pump MEcHaANISM ADJUSTMENT:

(a) CLEANING NozzLEs—Follow the instructions on

Page 11 under CLEANING NozzLes. Turn to Page 47 and
read the _paragraph on Nozz.es.

aning the Pume Bopy—Follow the instructions on

Pages 14,15 and 16 under CLEANING THE Pump Bopy.

(c) Follow the instructions on Pages 11, 12, 13 and 14

under Pump MECHANISM ADJUSTMENT.
15. CaLcuLATING SCALE CYLINDER:

Follow the

ea
under OPERATING Rop Apyust-

MENT, AUTOMATIC PaWwL RELEASE, SINGLE Cast Non-
PeSoNand Machorne-WEDGE SCREW on Pages 17, 18
and 19.

16. Use or PAackinG PIECEs:
Follow theinstructions on Pages 19, 20, 21 and 22. Also

read CLOSURE SETTING wiTH No. 0 ApyusTING PACKING
Piecr on Pages 3 qT;

17. MicROMETER WEDGE GRADUATED WHEEL:
Follow the instructions on Pages 42, 43, 44 and 45.

18. Cuancinc Hercut or Propucr:
Follow the instructions on Pages 35 and 3

19. Fusion: To run Fusion MATERIAL follow‘the instruc-
tions on Pages 22 and 2

20. Read the other instr menor on the various pages that we

have not covered up to this time.

GIANT CASTER
|

ADJUSTMENTS

HE Macuine described in this book is the GIANT

Caster. Its products include type, spaces, quads, corner

pieces either low or high or with rule or decorative border

face, furniture, base for cut mounting, electrotype bearers,

and other specialties as may be required. It is unique in

that it has no cutter but casts all of its products to any de-

sired length, long or short, completely finished on both ends.

This book is prepared for the use of students in our

Monotype Scoot and for the guidance of all who operate

the Grant Caster. A clear understanding of these adjust-
ments is essential. Study them carefully, giving particular
attention to the reason for each, as this will fix them more

firmly in the mind.

Do not alter an adjustment until it has been tested and

found incorrect. Make the adjustments carefully, following
the directions exactly. Be sure all bolts, nuts, and screws

are tight and test them all occasionally to see that they stay

tight.
Keep the Macutne clean and properly oiled. Use Mono-

tyPE TyPE Mop O11 for the MAcHINE parts but always
use Monotype Rute Mop Or for the Mo tp. A little

MonotyprE LusricaTING PASTE in the RULE MoLp OIL is

beneficial.

The Motps and Motp Basrs 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 given 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
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Arkansas 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 becomesdirty or

flakes of metal adhere to it, clean it by rubbing it on a neue
and true fine Carborundum Stone with gasoline,kerosene
or cleaning fluid. A 14’xl4"x3" hard Arkansas Stone has

been found to be the most useful size.

The Morn Bass, which includes the Nozze Srat, Stor

PLATE, GUIDE PLATES, etc., is built with the same precision
as the Mops and, like the Motps, can be repaired and have

parts replaced only in our factory. We furnish two complete
Mop Bases with each Grant Caster, hence one may be
used while the other is returned for repair. Be sure to return
a’ Mon BasE as soon as it needs repair—do not keep it until

the other needs repair also or the MACHINE may have to be

shut down while they are both sent to us, becausewe have

no loan Grant Movp Bases.

“When ordering parts, use the plates in the back of this

book. Give the name and symbol of the part from the trans-

lation list beside each plate, or if you prefer, give the

numberof the part and the number of the figure amwhich
it is shown.

;
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NOZZLE ADJUSTMENTS*

Two Adjustments

First: To insure that the axis of the Nozze is in a vertical

position. .

Second: To center the NozzLE in the MoLp Orr nine.

First

Object: That the axis of the NozzLE when entered in the

Mo.p OPENING will be perpendicular to the Mop, so that

there will be a tight joint between the MoLp and the NoZzLe.

PRELIMINARY

If the Motp is on the MacuINE it must be removed as

follows: Lower the Mrttinc Pot. Remove the Piston and

Nozz.e. Remove Pin 26 ( Fig. 20), Nur 31, Prin 37, Busuinc

35, CoveR PLATE 22 (Fig. 16) and Matrix CaRRIER 24.

Disconnect water supply and drain Pres, Sprine 4 (Fig. 18)
from LEVER 1, and Cross-BLOcK CoupLine 18 (Fig.,20).
Swing Bripce Links 34 over toward the front of the Ma-

CHINE and remove the Bripcr Support 36. Remove CLAMP

30 (Fig. 16) and the two ABUTMENT PLATES 32. Remove

four Botts 46 (Fig. 20) and one Bort 47.

Slide the Mowp to the rear to clear the Motp BLaprE 7

and 8 (Fig. 16) from its slide 19 (Fig. 14). Insert the Cross-

BLOCK HOLDING Screw and remove the Motp Unit com-

plete from the MACHINE.
y

Unscrew Rop 13 (Fig. 19), releasing SPRING 2. Remove

Guwe PLate 28 (Fig. 16), Closure 29, Stop PLaTE 13,

Gute PLATE 34 and Nozzie Seat 35. The Nozz_z Seat

and GUIDE PLATES are alsc shown 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 Pump

Tri released, turn the MAcHINE to bring the Pump up into

casting position.
Screw the NozzLe SquarinG Pin 1 (Fig. 1),into the Pump

in place of the Nozzvr 3 (Fig. 2). Caution: See that this PIN

*MACHINES prior to 9125 were supplied with a different MELTING Por, Pump Bopy,

Swi mr TABLE, from the standard parts now being ust

You are using is the correct one for your MACHIN :

Noz y

Nozz.e for Style GC Motos on.the earlier MACHINES was symboled 92GC8

243” long over all. The new style Nozzix is symboled 92GC4 and is 234” long ov
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is started squarely in the Pump and that it is screwed down

until its shoulder is seated.

PROCEDURE

Loosen the CLiame Screw 18

Fig.2) and turn the

EccENTRIC Pin 19 until the Pin 1 (Fig. 1) is square with the

top of the Motp Base Pate 33

Wig,16). Test this to front

and rear with a square resting on the top surface of the

Mo tp Bass. Tighten the CLAMP Sena 18 (Fig.2) and test

again with the square to see that the adjustment holds.

The Pin 1 (Fig. 1) will stand square to right and left un-
less the Pump Bopy or its Lirrinc Lever 17 (Fig. 2)is
badly worn, in which case they should be renewed.

RemoveSOUARINGPin 1 (Fig. 1).

Second

Object: That the Nozzue will enter the conical hole in the

Nozz_e Seat without dragging on the side of the cone.

PRELIMINARY

Screw Nozz_e in place. Replace NozzLe SEAT.

Caution: See that the Pump Oe

-
removed to avoid

any possibility of a ‘squirt’ of hot m

Place a packing between the top DEERINGHOD Nut 2

(Fig.3) and the OPERATING-ROD LEVER 3, so that when the

Pumpis raised the NozzLe yal
stand about 7ze” below its

position for contact with the Motp. Raise the MELTINGPor

into position. With the Pump Trip released, slowly turn the

MAcHINE to casting position,noting the travel of the

NOZZLE on its up stro.

PROCEDURE

y moving the Pump on its supports inside the Por to the

fateand left, and to the front and rear, the NozzLr can be

seen to move slightlyto one side or the other of the conical

hole in the Nozzie Seat. The position of the Por must

be adjusted so that this slight movement of the Nozze is

equal in all four directionsfrom the center of the conical

ole in the NozzLe Sra’

To move the Nozz_e ‘to the front or rear, turn the Ap-

yJUSTING Screw 21 (Fig. 2) in the required direction.

To move the Nozz.e to the right or left, turn the Ap-

JUSTING ScREwW 8 (Fig. 2) in the required direction.(Lower
the Me.tinc Por to reach Screw 8).

Giant Caster Adjustments 11

Remove the piece of packing from between Nur 2 (Mig. 3)
and LEVER

Tighten the Castne Scrnws 24 (Fig2).
Replace all parts removed (see eee “Mold Base and

Mol a for directions for replacing MoLp parts).

Cleaning Nozzles

On Macutnes 9125 and following and on all prior Ma-

CHINES on which the Grant MELTING Por has been applied,
use NozzLE 92GC4 for Style GC

a Style GS Mo ps, and

NozzLE 92GC9 for Style GC1 Mot

To clean NozzLe 92GC4drill it onthe bottom up to

is” from the top with a 3%”drill (.281” diameter); then drill

eee n from the top ey
a“Bn drill which is .238” diameter.

This Nozze is 234”lo

NozzLe92GC9 iis avefrom the bottom up to 35”from
the top with a No. 16 drill(.177” diameter) and then drilled

from the top with a No. 27 drill (.144” diameter). For the

diagonal vent holes in the tip of NozzLe 92GC9 use a No. 60

drill (.040” diameter) held in the fingers or use a small wire

like a paper cli

Both these Nozztrs have 54"-13 thread. Nozz.es for

GC1 Mo tps are provided with a Lock Nutr 92GC3, so that

the NozzLr may be positioned with the two vent holes to-

ward the Motp Babe. For thin set sizes where the MoLp

BLADE would cover the vent holes turn the NozzLe (screw
it further in about 4 turn) until the vent holes are free; in

this position the vent holes are diagonally back and to the

right,
For Macu

s

prior to 9125, which haye not been equipped with the Grant Pot and

Pump, the N usedare

92GC: for
GC Motos and

92GC10for
GC 1 Mops. These

YozzLEs have 3thread. ¢ 34” longer than those forthe Giant Pump but
ieraane crillstestandinerrictiondoeCleaning and use eae

os

PUMP MECHANISM ADJUSTMENTS

Connecting Rod

One Adjustment—Length of Rop 27 (Fig. 5).
Object: That the C

bose a ie.4) shallnot hammer

on ABUTMENT on MAIN

PRELIMINARY

The Pump Piston 1 (Fig. 6) should be in place aeadjustment. Back off the two Nuts 11 and 12 (Fig.
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that they cannot come against the CastTinG 10 during this

adjustment.
PROCEDURE

With the Pump HANDLE 38 (Fig. 5) thrown in, as shown,
and the MACHINE at rest; that is, when the top oof the Pump-

OPERATING-CAM ER 40is all the way to the rear and no

compression on tie SprinGc Box (Fig. 11), make the length
of Rop 27 (Fig. 5) such that CrossHEAD 14 (Fig. 4) ail
clear its ABU 15 by 3s”.Be sure to test this clearance

after both Lock Nuts 28and 33 (Fig. 5) on Rop 27 are

tightened.
After making this adjustment, and the Rop 27is locked

with its Lock Nuts 28 and 33 on each end, swing the

handle 38 up and down a few times to make sure it enters

properly the square hole in the SPRING CLIP 35. If it does not

enter this square hole properly, loosen the Lock Nut 33 and

tighten it again after moving the SprinG Cup 35 in the de-

sired direction to bring its hole in line with the HANDLE.

Piston—Two Adjustments
First: Position of Stop 43 (Fig. 5).
Second: Position of Stop Nut 25 (Fig. 5).
Both of these adjustments must be consideredtogether.

First and Second

Object: That the Piston may be clamped tightly against
its upper Stop PLATE 4 (Fig. 6) at all times except when the

NOZZLE is in contact with the MoLp.

PRELIMINARY

With the MAcHINE in the position of rest, back off the

two Nuts 25 and 26 (Fig. 5). Loosen Lock Nur 48 and

screw down the Srop 43. When this is done, note that the

Piston 1 (Fig. 6) is locked against its up Srop 4 and that

the Larcu 16 (Fig. 7) has clearance below it. The Pump-

LatcH HANDLE 38 (Fig. 5) is to be thrown into operating
position as shown.

PROCEDURE

Screw up the Srop 43 (Fig. 5) until it just touches the

CrossHEaD 45 and then screw it up about 14 turn further.

At this point the Pin 6 (Fig.6).will stand central in the hole

in the Piston Lever 7. This is indicated by the fact that

Giant Caster Adjustments — TS

the PIN 6 may be revolved freely with the fingers. Tighten
the Nur 48 (Fig. 5) and see that the adi ugpnene

holds.

With the fingers screw up the Nur 11 g. 4) just to

bearing against the Castine 10, then Tie eee Nor 12

against it.

Latch

—mAdjustment—To clear its ABUTMENT PLATE 19

(Fig.See:That the Latcn PLATE 18

(ig. 7) shall clear its

ABUTMENT PLATE 19 when the Piston 1 (Fig. 6) is at the

top of its stroke.

PROCEDURE

With the MAcHINE in the position of rest, adjust the Nur

14 (Fig. 7) and lock it with Lock Nur 13 to give gy” clear-

ance between the LarcH PLaTtE 18 and its ABUTMENT PLATE

19

Pump-body Operating Rod

wo poiustmentsexener
of PUMP-BODY-OPERATING-

RoD LEVER 7 (Fig. 8) and Stu:

Object: That the Nozz_e shallésseated before the Piston

starts on its down stroke and be withdrawn early by the

action of Stup 5.

PROCEDURE

With the MAcuINE at rest, adjust the Nut 6 (Fig. 9) and

lock it with its

roe
Nut 5so that the Lever 2 will clear

the Piston LEVER 1 by 75” 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

cides
to take up the lost motion when testing this adjust-

Bec the Gac PLatEs 6 (Fig. 7) into position beneath

the Latcr 16 and turn the MACHINE witha engageduntil the GAG PLaTEs 6 come within 3”
In this position adjust the Stup 5 (Fig. 8)sso a eefe
touches LEveR 7, then back off Srup 5 one-half turn. Lock

Stup 5 in this position with its Lock Nur6
Caution: Be careful not to screw Stup 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 PLate 18 (Fig. 7) will not

engage ae
ABUTMENT PLate 19, and a “‘squirt” or other

trouble will result. A wrong adjustment of this Stup 5 (Fig. 8)
may be easily mistaken for a sticky Piston. If the PISTON
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seems to stick, so that it does

petrise to the top of its str oke,
test first the adjustment of t

In this position wi
the ee R3 ig,3) free, examine

the lower part of the OPERATING Rop 14. Make sure

No2zLE has been ee correctly. The oe should now

be held firmly against the NozzLE Srat by the PuMP-BoDy

LirTInGc SPRING at the side of the MELTING Pot and there

should be no interference with the Pump-Bopy LirTING LEVER

15 to prevent its seating the NozzLe properly. Take the Rop

14 in the fingers and raise it so that the WASHER 5 comes

against the Lever 15 and see that there is 7” clearance be-

tween the WASHER 9 and the SwInG FRAME CasTING 10.

ait is necessary, adjust the position of either WASHER 5or 9

to obtain this clearance. Then test again the adjustment of

the Nut 2 at the top of the Rop 14.

Piston Spring

One Adjustment—Position of Nut at upper end of

PisiOWsSPRING Rop 1 (Fig.
Object: To give proper Piston pressure.

PROCEDURE

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 Piston Sprinc Rop 1 (Fig. 5) to give just suf-

ficient pressure to get solid product. Do not use more pressure
than is necessary. The smaller bodies require less pressure.

Cleaning the Pump Body
Before attempting to clean a Pump Bopy be sure you have

in your plant a duplicate of the PLucs to be removed and

of the InTaKE VaLve. These are 3, 7, 8, 11, 12, and 13

0).
ThePump Bopy must be hot when taking out the PLucs.

With the Piston and Nozz.E removed let the Pump Bopy

stand in the molten metal in the eae Pot until thor-

oughly hot. Carefully empty all molten metal out of the

Pump Bopy and take the Pump Bopy to a vise where the

Pues should be joesue

sswats
still hot.

rip the bottom PLuc 8 in the vise with the Pump Bopy

eranding
erect as in ee position. Tap the arm of the

Pump Bopy in a contra-clockwise direction to loosen the

potterPuc 8, but do not unscrew it. Loosen Nur 9 and

take out the REGULATINGScrew 10. Loosen PLucs Ship alll,
and 13. The object of loosening all-the PLuGs without stop-

Giant Caster Adjustments iS)

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 to return the Pump

Bopy to the Mettine Por to reheat it. All of the PLucs

may now be removed and the VALVE 12 also.

By this time the Pump Bopy will be cooledsufficiently so

thee
it may be drilled without damage to the Pump Arm drill.

UMP ARMis to be drilled from the Nozz_E end where

Ene3 is taken out. Be very careful not to run the drill
down far enough to injure the threads in the bottom of the
Pump where PLuc 8 screws in. A #5” Pump Arm drill is used.

The connecting hole from this Rconelhole to the NozzLE
is large and seldom

see)but should be tested with the 3”
drill to be sure it is clea:

Also run a 35" drill theouehthe hole from which PLuG 7

(Fig. 10) was removed.This econ
the passage from the VALVE

chamber into the Pump Bop

When assembling ae eae 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

Pius should have alittle graphite applied to the threads
before they are screwed into the Pump Bopy. To insert PLuG

8, hold the Pump Bopyin the vise and screw the PLUG in

with the pipe pliers. fee
PLUuG should be screwed in only

as tightly as can readily be done with the pipe pliers, but
be sure that it is up to Hepsolid bearing and not held out

of position by dirt or dross in the threads. If there is dirt or

dross in the threads of this PLuG so that it cannot be screwed
in with the pipe pliers, this dirt and dross must be scraped
out; an old hacksaw blade is useful for this purpose when

sed by hand and not in a hacksaw frame. All other PLucs

should be brought up to an easy bearing, using the proper
wrench which fits each PLuc. Do not screw them in hard as

that would make it difficult to remove them the next time.

It is well to have the Pump Bopy in a horizontal position
when inserting PLucs 11 and 13 with VaLvE 12 between

them as it is easier to handle VALVE 12 in this
peso

Make

sure that VALVE 12 seats properly against PLuG 11 and if it

does not, grind it in with a little VALVE
sues coompound.

When inserting REGULATING ScREW 10, leave 14” clearance

between the bottom of this ScREWw and the a of VALVE
12. The adjustment of this ScREW is made after the Pump

Bopyis in the MAcHINE and the metal hot.

he NozzLe and Piston are put in after the Pump Bopy

is in position in the Mr_tinG Por and both should be heated
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by immersion in the molten metal before being inserted in
the Pump Bopy. The drilling of

us Nozzvei is covered under
the section “CLEANING Nozzir

a

TAKING APART SPRING BOX X74GC (Fig. 11)

Caution: Injury to the operator may result unless these in-

structionsare

iehaes,
in detail.

tion: If Rop18 is broken inside the Sprinc Box do
not caneto ee apart the Sprinc Box, but return it

complete to our factory. If the Sprinc Box must be taken

apart for any other reason proceed as follows:
Remove the SprinG Box from the MAcHINE.

Clamp the Hrap 21 in a vise at the bench.
Loosen Nut 8 and remove SOCKET 7.
Remove Nuts &, 9 and10Put three WasHERS 75”thick and outside

gismeteslessthan the front end of the ABUTMENT 14 over the Rop 18 and

screw

eon
n the Nur 10 on the Rop 18 until it touches ee

ae

eNers.8and 9 on the end of the Rop, lock them to-

Ee and hold them with a wrench so that the Rop 18 does
not turn. Then run the Nur 10 to the bottom of the thread
on Rop 18. This will draw the Rop up until the end extends
about 27” above the ABUTMENT14.

Remove the Nuts 8 and 9. Put a WASHER 14" thick and

14" larger guide
diameter then

ae
end of the ABUTMENT

14 on the Rop18, put on Nut 9 and draw it down until the

eee isjammedon iteotherNur10 and against the end
of the

Nevaremove the four Nuts 12 and loosen carefully the
Nut 9 until it comes near to the end of the Rop 18, when
the Cap 13 must be held down while a helper removes the
Nut 9. As this SprING 15 expands it will be found to be

nearly 5” longer than the SprinG Box TuBE. Remove the

SprING 16 from the TuBE with the Seane15, the Rop 18

and ABUTMENTS 14 and
ae

which are held together by the
SprinG Rop 18 and Nor 1

Now take a piece of Rop erin diameter and put it in the
vise allowing it to stand 14" above the jaws. Place the

opening in the ABUTMENT 20 over this Rop and then remove

the Nur 10 with the Wasuers from the Rop, holding down

on the ABuTMENT 14 just before the Nut is finallyremoved
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a
that it does not spring away. Now remove the ABUTMENT

4 and SprinG 15 from the Rop 18. Lift the ABUrMENT 20
and Rop 18 from the piece of 14” Rop held in the vise and
remove the Rop 18 from the ABUTMENT 20.

Insert the new Rop 18 in the ABUTMENT 20 and assemble
the SprinG Boxin the reverse of the order given above for

taking apart.
There are two SprinGs in this SprinG Box. Both of these

SPRINGS act when ejecting material from the Motp, but only
the inner SPRING acts when drawing the Mop BLaDE to the
left for sizing.

Spring Box Adjustment
Loosen the

Ence
Nour 9 (Fig. 11) and bring the ApyusTING

Nur 10 just to a bearing on the Sprinc ABurMenr 14.

Tighten the Tee Nut 9 and test to be sure the adjustment
holds. There must be no looseness nor must there be any

the MACHINE is in position of rest with no compression either
on the sizing or ejecting SPRING.

Spring-box Rod Adjustment
Have the Macuine 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 Nur 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
the adjustment holds. At shorter casting strokes this com-

pression will not be the same on sizing and ejection, but
must be equal at the maximum stroke of nine picas.

eee eee
CALCULATING-SCALE CYLINDER

Operating Rod Adjustment
Have the Locxinc Lever 2 (Fig. 12) unlocked (turned

down as shown) so that the PawLs may feed the

eeHave the MACHINE turned so that the OPERATING Rop 3
is at the upper end ofits stroke with the shoulder in the Rop
against the inner corner of the M

7
Sranp 15 under pressure

from the SprinG 11 (Fig. 13). Loosen the Lock Nur 29

(Fig. 12), take out the Pin 27 and adjust the Evr 28 turning
it on or offthe Rop 30, so that, when the Macutne is turned

over, the RaTcHET 21 on the CYLINDER Sart is moved far
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enough by its Ferp Pawt 20 that the Derent Paw will

drop safely into the next tooth. Tighten the Lock Nur 29.

Turn the Macutne 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 Rop 13 so that the Ferp Paw 20 (Fig. 12) will

drop into the same tooth on the Rarcnet 21 as the DETENT

PawL, with a little extra movement for safety. These two

settings can be told by watching the tails of the PAWLs, as

the ends of the Pawis which engage the RATCHET are covered.

Automatic Pawl Release

Object: To

ise
the RatcHet Pawts 20 (Fig. 12) on a

non-faon s

Rotate Me:CALCULATINGCYLINDER 18 (Fig. 14) toward

the rear to its No. 1 position and lock it with Lockinc PIN

9 (Fig. 15). This
pelswing the Gac BLocxk 30 down out of

the way of the M LADE. Turn the MACHINE until the

Motp BLADE is peasand stops against the stop on the

Mo tp.

Caution: For this oiiuscneny
the MoL_p BLADE must not

be
sone by the Gac BLock

Loosen the Lock Nut 7 (Fii 12)and adjust the Screw

6at he rear end of the RATCHET-PAWL TRIP LEVER 5 so that

the PAwLs will be lifted out from the RatcuEt 21 and permit
the RATCHET 21 and its SHAFT to rotate in reverse direction

to its No. 1 position under its own spring tension.

See ae
SINGLE CAST, NON-FUSION

Rotate the CALCULATING CYLINDER 18 (Fig. 14) toward

the rear (away from you) as far as it will go. As it reaches

the No. 1 position it will swing the Gac BLock 30 (Fig. 15)
down out of the way against SprinG 17 pressure. This extra

spring pressure at this point is a check to be sure the right

position is reached. Lock the CYLINDER in this position with

its Lock Pin 9 and keep the Ratcuet Pawts 20 (Fig. 12)
locked out with their Lockinc Lever 2 turned forward (op-
posite to the positionshown in Fig. 1

Caution: It is possible to revolve the Cyztnper more than

a complete revolution toward the front, so that the No. 1

position might be reached in the wrong direction, but it then

would not hold out the Gac Bock 30 (Fig. 15) nor give non-

fusion in that position. Always be sure to rotate the cylinder
away from you until the Gac BLock 30 moves down.
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MICROMETER-WEDGE SCREW

Adjust the Nuts 2 and 3 (Fig. 17) so that Screw 13 is

lust
free to turn on Rop1, but without any up and down

play. This may best be done} by screwing down Nut 3 until
Screw 13 is locked fast; then back off Nut 3 a part of a turn
so that Screw 13is just free. Lock the Nut 3 with its Lock
Nur 2 and test Screw 13 again to see that this has not

changed the adjustment.
If there is to much play between these parts it will tend

to.cause variation in the length of casts as well as occasioning
extra wear.

——

USE OF PACKING PIECES

There are five PackinG Pieces for use at the left of the
Mo tp Base to shift the location of the Morn cavity in re-

lation to the Nozze opening. These PACKING PIECES are

numbered 0, 4, 1, 2%, and 3, and are used according to the

productbeingcast.

PACKING PIECES USED FOR TYPE

AND NON-FUSION SPACING

PACKING SET S1zE MINIMUM
PIECE In Points CastING Cavity

0 6 to 24 0

% 25 to! 33 6 Points
1 34 to 45 12 Points

2% 46 to 60 30 Points
3 61 to 108 36 Points

The No. 0 PAckinG PiEcE assembly 1 to 4 (Fig. 16) ueplaced at the left of the MoLp Base 33, places the Morn ir
its normal position—that is, with the MoLp in this position,the MoLp BLADE 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 Motps)
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between the Cross Brock 16 and the Mop Biape 7. With
e BLADE in this position, the zero reference mark on the

VeRTICAL Pica Gace 12 (Fig. 17) Gwhich moves up and
down with the GRADUATED WHEEL) is opposite the zero on

the ScaLE 11 beside it. This position is the extreme right
position of the Motp BLaDE with the zero

me
on the

GRADUATED WHEEL 5 opposite its reference

The No. 0 Packinc Piece 1 (Fig. 16) has a Nee 3 with
Steps on it and an ABUTMENT 4 which is used when casting
the smaller set-sizes to adjust the position of the Stop PLATE

13, the object being to always keep the Motp CLosuRE open-

ing within the body of the type; that is, the right end of Stor
PLATE 13 should be just inside the Morb opening as this pre-
vents the cast of metal from striking the under side of the
Mo tp Brave 7. The WEDGE has six positions with 3

ponedifference between the steps, allowing a total poseschange
of 15 points. As the set-size is made smaller r, the WEDGE
must be pushed further in. Examine the foot a“thetype
cast to see that the Stop PLATE 13 is correctly located for
the set-size being cast.

If the setting on the VERTICAL Pica GaGE 12 (Fig. 17) is
left the same; that is, with the zero on the VERTICAL Pica
GaGE 12 opposite the zero on the SCALE 11 beside it, and the
No. 4% PackIne

eee
is put in place of the No. 0 PackInG

Piece, the Motp will be moved 6 points to the right, aathe No. 4%PecansPIECE is 6 points thinner than the
PackING Piece. This, of course, moves the Cross eer6

pointsto the right, and since the BLADE remains stationary,
a casting cavity of 6 points is formed. The BLADE cannot be
moved any further to the right, therefore, this 6-points casting
cavity is the smallest cavity that can be formed using the
No. % Se

PIECE.

The 1 Pacxine Piece is 12 points cannes
than the

No. 0 Drecne
BESS

therefore with this PACKING PIECE in

place of the No. 0 and the zero oppositea zero on the
VERTICAL PICA oe 12, the MoLp is moved 12 points to

the right and leaves a minimum casting cavity of 12 points.

Similarly the other two Pacxinc Pieces No. 21%, and
o. 3, are

espeeuvely30 and 36 points thinner than the
No. 0 PackinG Prince and, therefore, the smallest casting
cavitiesfor

¢

tee PACKING Pieces are respectively 30 and 36

points. Thus the numbering of the PackinG PIEcrs maybe
considered to indicate picas and to represent the minimum
set-size body cast with it
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The most commonlyused PACKING PIECES are No. 0, No.

1, No. 3. In view of this
a

reference marks have beeen

placed at 1 and 3, as well as at zero, on the VERTICAL Pica

GacE 12 so that ‘withanyone of these Packine Preces in

place at the left of the Mop Bass, the corresponding refer-

ence mark may be used in place of the zero reference mark

and the set-size in picas and points, as read from the‘‘Table
of Type Sizes,’’ may be set directly opposite this eae
mark on the VERTICALPica GAGE.

The less frequently used PackinG Pieces do not have

reference marks on the VERTICAL Pica GAGE 12 simply gavoid confusion which would be caused by putting any mo’

numbers in the small amount of space available. When hess
PackING Pinces are used, however, it is very easy to deter-

mine the setting if the operator has read the previous instruc-

tions carefully and understands just what happens when
PACKING PiEcEsare changed. For example, if the 44 PACKING

PIECE is in place, the smallest casting cavity possible is-6

points, and that occurs when the zero on the VERTICAL PIca
GAGE 12 is opposite the zero on the SCALE 11 beside it.

Therefore, with this PACKING PIECE in place, 6 points
the set-size of any type cast is taken care of by the PAck-

ING Piece itself. To cast type, then,ers
the sizein points

from the matrix; refer to the ‘“Table of Type Sizes’ and

change this size to picas and points; eect the 6 points
(% pee

which is taken care of by the PAcKING PrEcE No.

1, from this size in picas taken from the ‘Table of Type
Sizes” and set the zero reference mark on the VERTICAL Pica

Gace 12 opposite this remainder (that is, the difference be-

tween the size taken from the ‘‘Table of Type Sizes”’ and the

Y%pica due to the presence of the PAcKING PrecE No. Y).
THE MICROMETER-WEDGE WHEEL 5 (Fig. 17), which is

graduated in picas and fractions of a pica, must be checked

to see that it reads correctly. This adjustment corresponds
to finding the quad size on ComposiNnG MACHINES. Remember

WHEEL 5 is a gage, not a handle—Kwop 4 is the handle.

With the No. 3 PackinG Piece in the MacuIne set the No.

3:on GaGE 12 opposite the No. 6 on the ScALE 11 and have

the zero mark on the WHEEL 5 opposite the line on the top
of the VerticaL Pica Gace 12. Cast a few non-fusion pieces.
These should be exactly 6 picas long. Measure these with a

micrometer and if they do not measure correctly, move the

WHEEL 5 up or down until these pieces are exactly the correct

size. When the correct size has been found, screw in to an

easy bearing the LOCKING Sern 7 (Fig. 17)on the side of


