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GENERAL INSTRUCTIONS

Matrices: Before running matrices, be
sure that all parts with which they come in
contact have been thoroughly cleaned of oil
and dirt. To run 18 point matrices in 90-
channel magazine, remove I-336, matrix
channel guard strip, from the top.

Metal: This machine has been tested with
new Linotype metal. Since the slug deliv-
ered cannot be any better than the metal
from which it is cast, we strongly recom-
mend the service offered by metal com-
panies of making periodic analyses of sam-
ple slugs.

To obtain the best results, a metal pig
feeder should be used. It is the sure method
of maintaining the proper and constant
metal level necessary for casting good slugs.

Metal temperature should be checked
occasionally with a glass thermometer
(X-1480). When considering metal temper-
ature, it should be understood that many
factors are involved. In certain circum-
stances, best results can be obtained when
maintaining the temperature as low as.520

degrees. The best working temperature“cari-

be determined only by local conditions, such
as the type of work produced, the speed of
casting, the use of a cooling system, etc. We
have adopted a factory standard of 535 de-
grees for electric pots, 550 degrees for gas

pots, since these operating temperatures
have been found to cover average conditions.
The methods of readjustment to suit indi-
vidual conditions are detailed elsewhere in
these pages.

Burrs or Imperfect Print from
Linotype Slugs: Negligence is the only
cause of unclean or imperfect print from
Linotype slugs and is due to one or more of
four causes: (I) the failure to keep the
spacebands clean; (2) setting loose lines;
(3) overheated metal; (4) failure to remove
damaged matrices. If the metal is allowed to
accumulate on the spacebands it will crush
in the side walls of the matrices and ruin
them, thus causing burrs to appear in the
print. Spacebands should be removed from
the machine at least once every eight hours,
and any metal adhering to the slide at the
casting point scraped off. Use for this pur-
pose a piece of brass rule or other metal not
as hard as the spaceband. Rub the space-
bands on a flat board on which has been
sprinkled Dixon’s graphite, X-57, which can
be purchased from our agencies. Be sure
that operators set their lines full. Loose lines
ruin matrices. Take a matrix proof frequently
and remove defective matrices or they will
ruin others. Most important of all, keep the
machine clean.

Get The Best From Your Linotype

Linotypes, like other machines, require care
and attention for their best operation. Mainte-
nance work is least arduous and most effective
when it is done systematically. Have a mainte-
nance schedule and adhere to it faithfully. In-
clude such items as:

DATLY-

. Brush metal chips from machine.

. Clean plunger, well and well feed holes.

. Wipe off pot mouthpiece.

. Wipe off molds and vise jaws.

. Clean spacebands.

. Cast slug and check type high and point size.

WEEKLY-

1. Clean and polish molds and liners.
2. Clean out mouthpiece holes and vents.
3. Clean metal drippings from under pot throat.
4. Check lock-up.
5. Oil mold disk slide and grease support screw.
6. Check position of mold wipers; apply graphite
) on felts if necessary.
7. Clean and oil vise assembly; check knife wiper.
8. Brush dirt from keyboard.
9. Graphite assembler and delivery slides.

10. Clean driving pulley and clutch leathers.

11. Clean dust from motor.

12. Wipe off cams and tighten screws.

13. Clean and oil distributor box.

14, Clean distributor screws; oil bearings.
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MONTHLY-

1. Clean the lugs of one or two fonts of matrices
(determined by number and use of fonts).

Clean magazines containing these fonts.

Brush escapements thoroughly.

Examine condition of assembler star.

Examine assembling elevator buffers.

. Examine assembler slide brake shoes.

. Examine keyboard rubber rolls.

. Examine galley and slug adjuster buffers.

. Examine ejector blades.

10. Examine distributor box rails, bar point and
matrix lift.

11. Clean and oil keyboard.

12. Check operation of vise automatic.

13. Check matrix transfer for proper adjustment.

14, Oil mold turning cam shoe and vise jaw
wedge felts.

15. Oil all rollers.

16. Oil all shafts.

17. Fill all grease cups.

18. Clean gas burners.

NOTE: For the location of lubricating points
and recommended lubricants, consult the book-
let “Linotype Lubrication?” For machine ad-
justments and mechanical descriptions of func-
tions, see the official Linotype manual “Lino-
type Machine Principles}’ a 474-page com-
pletely indexed book which can be had from
any Linotype agency (X-1752).

CONOMPEN

EMERSON OVERHEAD GEARED MOTOR

ADJUSTMENT OF EMERSON MOTOR

Turn the screw bushings in the two lugs at the
upper rear part of motor housing to the right,
clockwise until their shoulder is down against the
lugs.

Remove the two cap screws from right hand
cam shaft bracket cap.

Place motor in position with end of screw
bushings resting on bosses on top of cam shaft
bracket cap, with the driving pinion meshed with
and resting on top of driving gear.

Insert the two lower motor holding screws
through lugs and screw loosely into place.

Insert the two cap screws through screw bush-
ings and screw into cam shaft bracket until head
is within 3-16" of screw bushing. See Figure 1.

This should result in lifting pinion away from
top of gear. See Figure 2.

Place a piece of ordinary writing paper be-
tween driving gear teeth and pinion teeth and by
turning the screw bushings to the left counter-
clockwise, lower motor carefully and evenly until
pinion just binds the paper between its teeth and
those of the gear. See Figure 3.

Be careful to not lower any more than to just
bind the paper. Fasten lower screws securely.
Fasten top screws securely.

This motor unless otherwise specified is fitted
with a 21-tooth spiral fibre pinion, Part No.
C-1209, which at 850 revolutions of the motor
will give 613 lines per minute.

It is necessary to set the motor carefully so as
to secure correct operating condition and econ-
omy covering the wear and life of the pinion.
Should the distance be too close or too open, then
excessive pinion wear will occur, making neces-
sary frequent replacements.

When ordered we furnish other spiral driving
pinions as follows:

Number Lines per

Part No. of Teeth Minute
C-1234 19 524
C-1235 20 6
C-1189 22 6243
C-1986 23 7
C-1304 24 75
C-2064 25 7Y
C-1264 26 7%

The two grease cups should be kept filled with
any good grade medium ball bearing grease.




THE V-BELT DRIVE MOTOR

This is a standard base 142 horsepower
motor, with a speed of 1725 RPM on 60
cycles A.C. operation or on D.C. operation,
and 1425 RPM for 25 or 50 cycle A.C. oper-
ation.

The drive consists of a motor bracket
suspended between an extended first eleva-
tor-ejector lever shaft and a turnbuckle
which is fastened to the base of the machine.
A jack shaft is mounted near the front of
the bracket.

The motor V-belt drives a large pulley
and a small pulley on the same shaft drives
the clutch pulley. This latter pulley is the
same as the regular driving gear except for
the V-belt groove in its periphery instead
of teeth. 2 i

Each of the two V-belts can be adjusted
independently to take up slack or to facili-

tate application of a new V-belt. There is
a grease cup provided to lubricate the jack
shaft which is supported by two ball bear-
ings.

To change machine speeds, it is necessary
to change motor pulleys and belts unless a
variable speed pulley is used. Different size
motor pulleys and belts are provided for 6%,
8,9, 10, 11, or 12 lines per minute. Also the
large driven pulley on the jack shaft is dif-
ferent for 1725 and 1425 RPM motors.

The variable speed pulley which permits
machine speeds of 7%, to 12 lines per min-
ute is used to change machine speeds quick-
ly. It is attached to the motor shaft in place
of the regular motor pulley. A camming
lever A, is turned to move the motor so that
machine speed can be increased or de-
creased. To move the camming lever, it is

first necessary to loosen a bolt and then re-
tighten it after the predetermined speed is
reached.

Proper tension of the clutch pulley belt is
accomplished by the adjusting nuts B. Ten-
sion adjustment of the motor belt on ma-
chines without the variable speed pulley is
made by moving the motor on the motor
bracket. Generally proper belt tension can
be determined by striking the belt with the
hand. When too much slack exists, the re-
sulting vibration will feel “dead” When
proper tension is reached, the belt will have
a “live spring vibration®’ It is not necessary
to have the belt “fiddle string” tight.

During the first few days of operation, the
belt will seat itself in the grooves and tend
to slacken. Adjustments should be made if
necessary during this initial period to com-

pensate for seating action and to assure
proper belt tension.

Motors are supplied for 115 or 230 volts
Direct Current. The Alternating Current
motor is of the dual voltage type, the same
motor being used for 115 or 230 volts, 220
or 440 volts, and 190 or 380 volts (see wir-
ing connections for various voltages). These
motors can be ordered for 25, 50 or 60 cycle
operation. Single phase motors (A.C.) will
operate satisfactorily on three-phase cir-
cuits. However, if such circuits are avail-
able, we recommend three-phase motors due
to their simpler construction and ease of
maintenance.

Two 10 amp fuses are used on 220 volt
operation, while two 15 amp fuses are used
for 110 volt operation.

Motor Pulley and Belts Necessary for 6% to 12 Lines Per Minute

Motor Shaft Lines 1725 RPM

Pulley Hole Per Min. Motor

Jack Shaft Pulley Belt
1425 RPM 1725RPM 1425 RPM

Motor Motor Motor
C-2132 SR” 6% C-2131 C-2185 C-2128 C-2186
C-2158 SB"” 8 C-2131 C-2185 C-2128 C-2186
C-2205 SB"” 9 C-2131 C-2185 C-2128 C-2186
C-2160 SB" 10 C-2131 C-2185 C-2128 C-2129
C-2207 SB" 11 C-2131 C-2185 C-2157 C-2129
C-2162 " 12 C-2131 C-2185 C-2129 C-2129
C-2163 34" 6% C-2131 C-2185 C-2129 C-2186
C-2164 34" 8 C-2131 C-2185 C-2128 C-2186
C-2204 34" 9 C-2131 C-2185 C-2128 C-2186
C-2166 34" 10 C-2131 C-2185 C-2128 C-2129
C-2206 34" 11 C-2131 C-2185 C-2157 C-2129
C-2168 34" 12 C-2131 C-2185 C-2157 C-2129



ELECTRIC POT

MICRO-THERM CONTROL

The principal operating parts of the
Micro-Therm Electric Pot Temperature
Control consist of two bulb and bellows ex-
pansion units which operate to make and
break the contacts of a pair of Micro
switches, thus providing individual con-
trol of crucible and mouthpiece tempera-
tures.

Due to the large current requirements of
the crucible heating elements, the Micro
switch in the crucible circuit does not di-
rectly control the flow of current. Instead,
the Micro switch operates a relay, which in
turn controls the flow of current through
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Wiring Diagram

the crucible heaters. The mouthpiece cir-
cuit, however, operates without the use of a
relay, since the flow of current through the
mouthpiece heaters is sufficiently low to be
handled entirely by the mouthpiece Mu
switch.

The wiring diagram illustrated below ap-
plies to all A.C. Micro-Therm Electric
Pots. The D.C. Micro-Therm Control is
wired in the same manner, the only differ-
ence being that a double contact relay is
used in the crucible circuit and a different
type Micro switch is used in the mouthpiece
circuit. Both these changes serve to cut

CRUCIBLE CONTROL BOX

TO MOUTH AND THROAT HEATERS

TO CRUCIBLE HEATERS

CRUCIBLE RELAY AND
CONTROL SWITCH BOX
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down the arcing effect of D.C. current. In
installing the D.C. wiring, the polarity at
the mouthpiece switch terminals must be
as indicated at points 7 and 8 on the wiring
diagram. If not connected in this manner,
reverse the two wires at these points.

ADJUSTMENTS—When electrical con-
nections have been completed and the
crucible is ready for operation, turn control
switch to “on” position. Lamps 257 and 258
will light. Lamp 258 will remain lighted
only as long as current flows to the crucible
heaters and 257 will remain lighted only as
long as current flows to the mouthpiece
heaters. After the metal has melted, insert a
glass rod thermometer. When it registers
535° F. lamp 258 should go out. If it does
not, turn the dial 261 toward “colder” un-
til the lamp does go out. At this point, the
535° marking on the dial should coincide
with the line on the box. If it does not,
loosen the two set screws which fasten the
dial to the adjusting shaft and turn the dial
so that the markings agree. Then tighten
the two set screws. The crucible, tempera-
ture control is now adjusted for 535° F. To
increase the temperature, turn dial toward
“hotter”; to decrease the temperature turn
dial toward “colder.” To adjust mouthpiece
control, set pointer 323 to 0 on dial and
loosen pointer set screw 324. To increase
temperature turn adjusting shaft 322 clock-
wise toward “hot” on the dial, or to decrease
temperature turn adjusting shaft 322 coun-
ter-clockwise toward “cold” on the dial.
When the adjustment is satisfactory set the
pointer 323 to 0, tighten pointer set screw.
If necessary to remove the mouthpiece con-
trol box cover, set pointer 323 to 0 and
loosen pointer set screw 324. After remov-
ing pointer 323, loosen cover holding screws
and remove cover.

REPLACING BULB AND BELLOWS
ASSEMBLY —'To replace a damaged ex-
pansion tube and bulb assembly 253, turn
control switch 259 to “off” position, then re-
move expansion tube and bulb guard 254,
four round-head screws 321, lift old bulb
253 from pot and remove adjusting screw
318 with plunger, spring and lock nut 317.
Place a thermometer in crucible, and allow
sufficient time for crucible temperature to
drop to at least 505° F. A new bulb and

bellows can be easily damaged if immersed
in metal above this temperature. When
crucible has been allowed to cool to about
505° F., place new bulb in pot and re-
assemble.

As an extra precaution, if sufficient time
is available, we recommend bailing out the
crucible prior to applying a new bulb and
bellows assembly. In this way, the new bulb
and bellows can be applied to an empty pot
and brought up to casting temperature
gradually, thus affording extra protection
against any possible damage caused by
abrupt temperature changes.

Mouthpiece bulb and bellows assembly
241 is replaced in a similar manner, and
should not be applied to a mouthpiece at
casting temperature. After turning control
switch to “off” position, allow mouthpiece
to cool for 30 minutes, and during this time
place new bulb and bellows on top of pot
cover, thus allowing it to warm up gradually.

CAUTION —Ezxpansion tube and bulb
assemblies MUST NOT be inserted into
the pot until they have been exposed to
room temperature (70°) F. for at least one
hour. Make sure that bulb 253 is Y, inch
from crucible heaters. All Micro-Therm
controls have been carefully tested and ad-
justed at the factory, so there should be
very little need to readjust when operating
at normal temperature. Do not permit the
crucible or mouthpiece to overheat, (525°
F. for mouthpiece), (600° FE. for crucible), it
may damage the expansion tube and bulb.

FUSES —Fuse protection for the Micro-
Therm Electric Pot must be provided out-
side the unit itself. The 30 em pot fuses for
100-125 volt equipment should be two 20
ampere fuses and for 200-250 volt equip-
ment, two 10 ampere fuses. The 42 em pot
fuses for 100-125 volt equipment should be
two 30 ampere fuses and for 200-250 volt
equipment, two 15 ampere fuses.

Fuses of ampere ratings larger than rec-
ommended should never be used, otherwise
the equipment may be seriously damaged
and require replacement.

NOTE —For complete instruction on the
operation, care and maintenance of this
equipment, please consult the Micro-Therm
Electric Pot Instruction Book.
























