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AWORD FROM YOUR EDITOR....

It’s nice to meet you...and hope
we will have a meeting place in
~— these columns each issue.

9 ) Let me introduce myself, Quido

" E. Herman, an operator, then ma-

chinist, and for the past seven years
your Star Parts, Inc., representative
for California, Washington, Oregon
and part of Arizona.

Perhaps there is no more vulner-
able spot than that of a person writ-
ing technical articles concerning
typesetting machines. There are
many ways in which to arrive at a
successful conclusion to a mechani-
cal problem. We shall point out,from
time to time, some of the methods
we have learned, not with the intent
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( continued)

of implying they are the best or the
only ways, but methods which have
proven successful for us. If you
have a satisfactory procedure, by all
means, continue as you have.

We want you to feel this is your
publication . . . truly “Shop Talk”,

and your comments, pro or con, will

be of great help in making it the

kind of publication you desire.
Cordially,

QUIDO E. HERMAN

keep them on the slug

The problem of preventing dam-
age to the bottom of descending
characters such as lower case g, y,
P, 4, J, can sometimes become quite
difficult. There are, however, several
basic adjustments and conditions to
consider, and if you are faced with
this problem, we hope the answer
will be found here.

Generally speaking, the damage

to the characters is caused at the
time the slug is being pulled away
from the line of matrices. Because
type is cast with the bottom part of
the letter toward the mold cap, it is
evident that any downward motion
of the line of matrices during the
break-away, would tend to damage
the bottom of the characters.

While it is true there is a taper in
all matrices to permit the slug to be
removed from the matrices without
damage, this clearance, or “shoulder
cut” as we shall term it, varies with
different matrices, being less on
smaller typefaces. This explains why
small type will be nicked, while

larger faces will be apparently un-

damaged. :

The first thing to check is the
amount of vertical motion of the
first elevator jaws between first and
second justifications. This must NOT
exceed .010”. In cases of special
wide-lip mold caps, it may some-
times be necessary to decrease this
amount. The important point to
bear in mind is that some motion
must occur, or it will be impossible
to justify lines, and the mold align-
ing rails will cut the top portion of
the bottom toe of the matrices,
causing mis-alignment and conse-
quently ruining the entire font.

There is an easy way to check
this .010” clearance, but before this
is done it is necessary to have the
line of matrices parallel with the

mold itself, so the setting will not be

changed with variations in line
length. This adjustment will also
clear up matrix alignment, provided
all matrices have original lower toe
measurement of .125”,
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To verify Parallelism, cast two
Ju-em slugs, using lning rule or
6-pt. em dashes on each end. Trim
the ends of the slug on a saw, then
butt the two slugs either on the saw
or on some other perfectly straight
surface. Examine the slugs carefully
to see that the rules form one con-
tinuous line with absolutely no step
between the two slugs.

If the rules are perfect, the align-
ment is perfect. If not, here is a
shortcut—instead of trying to feel
the upward pressure of two matrices,
etc. Set the machine at 30 ems, run
down a full line of matrices (no
spacebands). Send these into the
machine, stopping it when the mold
advances the first time and the vise
closing lever (the outside lever) is
at its full upstroke.

At this point there will be no up-
ward pressure on the first elevator,
so loosen the two bolts or screws
which fasten the bottom elevator
slide gibs, leaving them loose, and
loosen the gibs in their aligning
grooves. Now place a large screw-
driver between the first elevator cam
and roller by forcing it from the top
between the cam and roller so an
upward pressure will be exerted by
the matrices in the mold aligning
rails.

The bottom of the elevator slide
will now be in perfect alignment, so
push it against the vise frame (you
will be able to feel how it will at-
tempt to center itself) then adjust
the lower gibs to .005 clearance be-
tween the elevator slide and gibs.
We are assuming, of course, you
have the upper gibs set for correct

clearance of the jaws and delivery "

channel. The upper right hand gib

. 1s usually doweled. Be sure to re-

' move the screwdriver before starting

the machine.

You are now ready to adjust the
vertical motion of the first elevator
slide. Set up the machine as before,
light-face position, no spacebands,
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30-em line of mats, stopping in the
same position. Loosen the large
adjusting screw on top of the first
elevator slide and place a .010”
feeler gauge on top of the vise cap,
directly under the large screw. Leave
the feeler in this position, and
tighten the screw until it raises the
elevator slide and matrices against
the mold aligning rails (tighten as
far as it will go.) Now remove the
feeler gauge and you have exactly
.010”. The principle is to use the
gauge and adjust tight, then remove
the gauge and what is left will be the
thickness of the gauge. This same
principle can be applied to mold
advance, also.

It is of utmost importance to
double-check to be sure you can
move the matrices when the feeler
is removed, as they must be free. By
lifting the elevator by hand you will
be able to feel a slight movement,
and watching the elevator during
casting, you will likewise see a .010”
rise of the elevator jaws.

It may be necessary to re-set the
vise automatic stop adjustment (the
small screw on top of the elevator
slide) if the original vertical adjust-
ment has required much changing.
Set it so it just clears the pawl and
dog (E-350 or U-207) on regular
lines, and so it will stop the machine

- if a 2-point space or .025” to .030”

is placed under the elevator slide
adjusting screw.

Of course the accuracy by which
these adjustments can be made is
determined by the condition of the
mold disk and hub, locking studs
and blocks, wear in the first elevator
lever link eyebolts and pins or any
wear which contributes to the loose-
ness of the casting mechanism. Al-
ways bear in mind you are working
in thousandths, and if there is wear
in the hub, disk, studs or blocks,
replace them and start over. There
is no magic wand that can do the
job.



