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Foreword

This revised manual of the ‘Monotype’ Super caster is intended primarily
for the newcomer to the machine — the beginner in every way; and it is
assumed throughout that he as such, knows little or nothing of type or
printing and is possessed of a very limited knowledge of the simple basic
engineering principles such as he will be required to assimilate while
learning to operate the machine.

In replacing its predecessor, every effort has been made to bring this new
book as up-to-date as possible, and its loose-leaf format will permit this to
be maintained. An effort has likewise been made to present what must
initially appear as an unusual and complex machine, in an easily digestible
form. To this end, as much of the detailed instruction as possible is ampli-
fied in the illustrations, whilst sufficient instructional information and
background theory will be found in the text to clearly explain both what
you are called upon to do and why you have to do it.

Furthermore, a chapter has been included as a general introduction to the
machine, whilst other innovations include ‘Basic unit and set’ and "‘Measuring
the cast with the micrometer gauge’, both of which, whilst being vital to
the beginner, will doubtless prove of some interest to others of limited
experience seeking further knowledge.

Since our main concern however, is with 'you’ the beginner, it should here
be emphasised that this manual, if properly used, will give you, as near as
possible, everything you need except practical experience, and that, at the
outset, you cannot expect to learn it all at once by reading the book from
cover to cover. You are in fact, strongly advised against attempting to do
so. To assist you in this respect, a programmed instructional syllabus is
suggested in Chapter 3 which comprises a progressive study sequence
which it is recommended you should follow. This will aid you in the early
stages to get the underlying principles firmly fixed in your mind, after
which, all else that follows will be more easily absorbed and understood.

The Tables reproduced in the Appendices at the end of the book are all
available in card form for use on the machine. You will find that you will
use all these in due course as your general guide, thus obviating the need
for constant reference to the manual.

The actual and very necessary experience which this manual cannot give
you, will consist in some part in the making of mistakes and in learning
from so doing. The manual will however, endeavour to help you anticipate
such errors, and where this is not possible, assist you to locate the cause
of the trouble and aid you in avoiding any possible recurrence.

It is stressed that you should always seek the advice of a technical repre-
sentative of The Monotype Corporation in the event that you should at any
time experience difficulties calling for repairs or adjustments which it is
obvious you are not qualified to undertake yourself.



The Manual and how to use it

This manual, though written primarily for the beginner, should serve as a
work of reference to those more qualified, and as an aid to such as are
required to impart the fruits of their knowledge and experience to others.

The book has been sub-divided into parts (each separated by a distinctive
coloured divider) in order to give some degree of form to what would
otherwise emerge as a loose collection of instructional matter.

The chapters are numbered in sequence throughout the book, regardless of
the part in which they are contained, thus making direct reference to any
chapter a simple matter, while the coloured dividers will in due course of
time automatically serve as an indication as to where they are located.

Chapters are sub-divided into sections, the section number being carried in
the margin, preceded by the chapter. Thus ‘Chapter 14, Section 8’ is
indicated as 14.8. Cross-references contained in the text quote both chapter
and section as in the above example, plus sub-section indications (a), (b),
(c) etc. as necessary, without any reference to the part in which they are
contained, since such would result in a more complicated reference system
throughout, which would serve no useful purpose. References contained in
the Index however (in the Appendices at the end of the book) include the
relevant part, since when searching the Index, its inclusion in respect of
any item which carries several references throughout the book, will fre-
quently serve as a guide to the context in which it is given, and consequently
lead you more directly to the information you seek.

Throughout the manual, frequent reference is made to the ‘Product
Information Table’, which provides a very necessary adjunct to the book
when you reach the stage where you are setting up the machine in prepara-
tion for casting. Emphasis however, is laid on the fact that in many respects
it can only be accepted as a general guide, to be interpreted in due course
in the light of experience.

A set of illustrated product change-over procedure cards is also available.
These cards, which give you step-by-step details of the most expedient
method for changing the machine over from one type of product to another
(covering twelve change procedures) serve as a valuable aid which should
in time render constant reference to the manual unnecessary for every
single detail involved.

The manual, at times tends perhaps to err on the side of giving you more
information than you probably need, at least at the outset: it also lays
repeated emphasis on many points to impress their importance on your
mind. As a beginner, you should therefore carefully select the parts of the
book most suited to your needs during the period of your initial instruction,
and aim at getting the basic principles firmly established before attempting
to absorb too much detail. Many will doubtless be advised by others in
such matters, but in any event you would do well to work on the lines
proposed in the ‘Suggested Instructional Syllabus’ in Chapter 3, which
should at least set you off on the right road.
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