NEeBITYPIH

Ingtruction lanual
and
Parts List

The purpose of this Nebitype Imstruction Manual is
three~folds

1} Installation and General Operating Instructions
2) Adjustments

3) Plates and Parts List

The time you devote to a careful study of this booklet will
be profitably spent, and will enable you to become familiar with
the machine, to keep it fully efficient and always ready to produce
first guality material.,

All Nebitype machines are given a seriés of thorough tests
before they are shipped. They are tested with the motor, electric
nmetal pot, mold, etc, that are on the machine when it is delivered.
The thorough ftesting of your Nebitype machine eliminates tﬁe neceg-
sity for "breaking in" or checking of adjustments before starting
actual production on it. :

Your Nebitype is a precision~built mechanism and, like all
such mechanisms, will give you its best product with fewest mechani
cal problems if you keep it clean and well lubricated at regular
periods.

IMPORTANT = When ordering parts, always list serial number
and model of your Nebitype = located on the plate under the Slug
Tray Bracket., Also, list the electric specifications when ordering
any part of the electrical eguipment,




GENERAL _CHARACTERISTICS

Nebitype operation is completely automatic by push~button
control.

Your Nebitype produces type from 6 pt. up to 72 pt. on a
42-ems 6 or 12 pt., slug, depending on the size of the type face.
In addition to Nebimats, all other slug-machine matrices can be
used on it,

Matrices are set in the appropriate composing stick which
is inserted into the machine. The starting button is pressed and
the finished slug is delivered to the galley in 9 seconds.

During the operating cycle, the slug is cast, the mouthpiece
wiped, the foot of glug trimmed, and the slug delivered to galley.
Also, during the operating cycle, the meold is water cooled by a ‘
self-contained circulating system,

Micro—-switches control the Pump Mechanism and unless the
Matrices and lold are correctly locked against the Mouthpiece,
the Micro-gwitches will not release the Pump Mechanism. This
safety feature eliminates the possibility of a squirt,

The temperature control of both pot and mouthpiece is elec—
tronically achievedby means of Silicon Semi—-conductors mounted
on printed circuits, Thig is a Solid State temperature control.
(SCR) '

The solid state temperature control device and the electri-
cal equipment are contained in one box placed on the left side of
the machine,

The mein switch is fitted with a clamping device which
locks the door when the electric circuits are on. :
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IHS TALLATION AND GENEZRAL OPERATING INSTRUCTIONS

The Nebitype machine does not require fastening to the
floor, but it is important that the machine is level and resting
solidly on the floor. Check for level by using a spirit level on.
top of the Sorts Tray Bracket on the right side of the machine.
Check both ways — right to left and front to rear. Shim with hard
wood ag mey be necessaly.

IHPORTANT - Before turning on the pot, it uhOﬂld be £il-
1ed with molten Linotype metal if available. If not available,
slugs or slug shavings can be used to £ill the Pot, After iturning
on the Switch, continue to add slugs or shavings, especially
against the Elements until the Pot is full of molten metal. The
metal level should be at or slightly above the Elements.

Hold Coolant Tank - The Tank in the rear of the machine

se provides an adequate supply of coolant for cooling the mold
during each casting cycle. The coolant is water to which has been
added 3=-5% of water soluble oil. The combination of water and sol=-
uble oil is necessary to lubricate the circulating pump as well as
+o prevent rusting of metal parts. In those areas where the water
is known to contain abnormal quantities of lime or minerals, it is

uggested that distilled water be used, The Tank holds approximate-
13 6,5 U.S. gallons (24 litres) of water and 0,250 U.S. gallons

(1 1itre) of soluble oil,

Check the flow of water returning to the Tank occasionally.
Efficient cooling of the mold depends on the full flow of coolant
through the mold.

Mold ~ The Hold is applied when the machine is at rest
(end of CJC¢6) position., The mold is slid into position on the rear
of the elevating slide after making sure that the bearing surfaces
on the slide and HMold are clean, Wrench (1094 -~ Plate 21) is used
to tinghten the Mold Screws. The Mold Screws position the liold ccre
rectly.

Lubrication — The Nebitype machine has nineteen oil holes
(chcled in red) on the exterior of the machine., A large oil cup
provides centralized oiling to eight bearings, etc., on the Cam
Assembly inside the machine.
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The large oil cup is under the knurled head screw (2628 - -
Plate 11) easily accessible by lifting off the sprew f#rimming tray
(D-1021 = Plate 2).

0il the machine twice a week with a good grade of motor
0il S.4,.B. 30.

Two grease cups (2632 - Plate 3) should be turnedﬁ%ﬁﬁélight—
ly once a week and refilled, when necessary, with a light weight

cup grease.
|

The liotor is permanently lubricated.The vertical shaft Worm
(1102 = Plate 12) and helical tooth Gear (2227 ~ Plate 12) should
have an occasional light application of graphite grease.

Hicro=Switch Plug — The Micro-switch Plug is located in
the upper lefthand corner of the base of the machine. The three-
pronged Plug is inserted with the red arrow on the top in line
with the red dot that is on the female part of the Plug,

Caution = Always remove the Plug when meking any
machine adjustments or at any time when the machine
is being run and no cast is wanted. When the Plug
is disconnected, the Micro-switches cannot actuate
the Plunger — Release solenoid,

Tnitial Startine of Motor — Before starting the machine,
the rotation of the Motor must be checked. Proceed as follows:
lake sure the micro-switch plug is disconnected. Lift off the
sprew trimmings tray and insert the Handwheel (2851 = Plate 11)
in the hole provided = make sure it is seated. Jog the green
and red operating buttons quickly and note the Handwheel rota-
tion. It should be clockwise. If not, wiring connections must
be shifted, either in the Shunt box or at the wall switch.
When the rotation of the Motor is correct, remove the Handwheel
and press the green button to let the machine run through a
complete cycle to check its operation. '

After the green button has been pushed to start the ma-
chine, the red button can be pushed at any time during the cycle
to stop the machine instantly, if it is found necessary %o do =o.

Cleaning the Plunger and Pot — The Plunger should be clean—
ed twice a week or oftener, if necessary. The plunger must operate
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freely to produce a good=tuality slug. Dirty type metal may
necessitate cleaning the Plunger every day.

The Pluager is removed with the Tool (1089 =~ Plate 21).
While the Plunger is still het, brush it well with the Wire
Brush (1092 — Plate 21). If necessary, use the Scraper (1091 -
Plate 21) to remove dross from the walls of the well. Cleam
dross from the surface of the metal, paying attention to the
space between the Elements and the sides of the Poto After

‘cleaning the Plunger should be lubricated with oil O0oS.Bo 400,

If the Plunger has cooled while performing the above
cperations, it should be heated in the Pot before replacing
it. The plunger must turn esaily = if not reclean. '

Caution — Slip the Plumger into the well slowly, other-
wise metal may be forced cut through the Nouthpiece.

Dross acoumulation om the Plunger and well wall is
reduced by maintaining a constant metal level in the Pot. The
use of the automatic Metal Feeder assures such a comstant level.

Nebitype Composimg Sticks -~ All Composing Sticks are
equipped with Safety Pins (2257 = Plate 20). There are two Pins
on the 42-em sticks, one at each end. The Pims actuate the Micro-
switches to release the Plunger lMechanism so that a cast will be
made when Stick and Meld are correctly locked against the MNouth-
piece. The Pins must actuate both Micro-switches, olherwise no
cast will be made. The safefy Pins must always have free movement
in their seats. If, after long use, they become sticky eor dirty,

they can be freed by washing in kerosene.
The &~em Sticks comtain four Safety Pims.
Setting Type with Nebimats — The Nebitype Composing Stick

is held in the left hand with the Locking Screw towards right.The
mats are set in the Stick with the type face up in the same way

individual types are set. The Locking Screw is tightened to a light
bearing, the Stick inserted in the machine and the line of type cast.

Casting Type Lines = Pull out the Rod (located just above
the Micro-switch Plug) to engage both Plunger Springs.

Coolant Control ¢ With 6 pte. mould Water =
With 12 pt. " o +




Normal production of type lines is done by pressing
the green button to start each casting cycle. If several
lines are required, they can be obtained by using the Re-
peater Switch — the toggle switch located at the right of
the red=-green buttons. The Repeater Switch automatically
restarts the casting cycle until the switch is turned off.

Cagsting Blank Slugs = Blank slugs for the use in
underpinning type lines can be cast on Nebitype if desired.
They are cast by pressing the green button for each casting
cycle or by using the Repeater Switch, cast continuously.

Push in the Red to disconnect one of the lengef
Springs. -

Coolant Control : Single slugs 6 or 12 pt. Water =
Repeat casting 6 phe Water —
Repeat casting 12 pt. Water +

¥ -
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WEBITYPE ADJUSTHENTS

Nebitype machine is given thorough mechanical tests

during and after assembly. It is given severe final mechanical
and production tests. After long use, it may be necessary to ad-
just or check adjustments of parts or assemblies. When necessary
to do so, follow the instructions carefully.

IF VFACHINE DOES NOT CAST

1 =

.30""“

Check for looseness of Set Screws 6 = 3 x 10 that
lock the screws (2626 ~ Plate 6). If the Set Screws
are loose, there is a possibility that the Screws
(2626) have turned, If so, see Micro-switch Adjust-
ment.

Incorrect Lock—up - The Matrices, Stick and Mould

mist be locked correctly against the Mouthpiece to
actuate the Hicro—-switches. Minute particles of metal
adhering to the Mouthpiece, Mold or Matrices will
prevent a cast - also, a metal squirt. lMake sure all
parts are clean - check rear side of the Hold also,

Broken Micro—switch Circuit -~ To check for such a

broken circuit, start the machine. Immediately after
the casting point and while the Nouthpiece wiper is
moving, push the safety guard Hicro-switch and, at
the same time, press together with thumbs and fore-—
fingers, the licro-switches (E 10053 -~ Plate 4) and
composing stick safety pins (2257 - Plate 20) siml-
taneously. Two operators are needed for this test.
The snap of the Plunger release solenoid should be
heard. If the snap is not heard, it indicates a broken
circuit or sluggish operation of the Safety Latch
(2809 - Plate 14), Such sluggish operation can be
eliminated by thoroughly oiling the Latch and moving

. it by hand while the machine is at rest.

Note = The snap camnot be heard while the machine is
at rest because the Micro-switch current is cut
off when the machine is idle, Be sure to press
the HMicroswitcheg after the casting point to
prevent the possibility of a squirt.
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Hicromswitch_édjusfment = If, after thoroughly chécking
the above details, the machine does mnot cast, check the adjust=
ment of the Micro—switches.This is done by holding a piece of
16=1b. paper or newsprint between one Niero-switch and the blank
matrix stick while the machins is running. If the machine does
nok cast, try the paper between the other Micro=gwitch.

If this test preduces a cast, tﬁrn the licro-switeh ad—
justing screws (2647 = Plate 4) in order to compensate the paper
thickness,

Lock-up Adjustment — (Stick, Mold and MHouthpiece). The
Lock-up Adjustment is checked while the machine is eilther power
operated or hand-wheel operated.

The Bcrew igggglw Plate 5) connects the two levers 2
Cand 1 = Plate 5)., When the stick and mold are correctly I locked~—
up awdlnsf the Mouthpiece, the cup washers (2475 ~ Plate 5) will
compress 3/64" from rest position. The measurement is checked
batween the red groove in the screw head (2604 - Plake 5; and the
top of lever (1028 = P?a+e 5). f- ;

Nut ((2606 )= Plate 5) and turn screw (2624 #ate 5) in or out as
requl Recheck adjustment after the Loc hut:has heen tightened. .

(:;;;fj obtain the correct compBgssion of 3/64", loosen Lock

The Cup Washers should be only slightly compressed when in
rest position. :

iEMR?ﬁp Release Adjustment - The lowergends of the forked
;%yer 519/ = Plate 5) move the g Jﬁfrom the Mq Lﬂpiece, after the
cast is Tade and assist in pulllng the matrieas From the slug.
Turn the machine so that the elevafor slide is at its highest po-
sition but has not started o moveehor“zontallv In this position
the distance from the front of +hg forks to-the rear of blocks
(2726 and 2727 - Plate 4). should be 020" to 025"

| ik

‘{ _ Compensatlng Sllde (Explanatlon)w he zlide (2036 = Plate
4) is a-flexible conmection through the springs (2905 - Plate 4)
between the Bell Crank (1005 = Plate 4) and the Stick Slide ({i-527

. Plate’ "4) as well as to syncronize the Elevator Slide and Stick

Head movements after a cast is madeg The Compensating Siide re-
gquires no adjustment, _ »




Hatrix Alignment (Left End) = To align the first Hatrix
with the left end of the slug, loosen screw (1-5 x 15 Plate 4)
that locks the elevabtor head stick safety stop assembly (3201 -
Plate 4). liove part 3201 as much as necesearyo liake sure the
. screw is tightened,

Hold Position (Vertical) Adjustments = There are twWo de=
tails %o consider: first, the relationship of the slug'opening
in the Heold %o the orifices in the Mouthpiece; second, the rela-
tionship of the slug opening to the Ejector Blade (2049 = Platel)

First = Put a 12=point Hold on the machine. Remove the
fork lever (519 — Plate 5) and the stick slide (N=527 - Plate 4).
Turn the machine, by using the hand-wheel (2851 = Plate 11), to
the casting point. The double row of orifices can be seen by look=
ing through the Mold- they should be exactly centered. If not, ad-
just either or both screws (2630 = Plate 5), making sure the lock
mits (7 = 8) are tightened,

2633 = Plate 13), under plate (2180 = Plate 11), ten (10} turns
take tension from the spring (2813 - Plate 13). Ease out the
pin (2207in bracket 506 = Plate 3) to disconnect elevator slide
shock=absorber rod (2001 - Plate 10). Remove the pin (2217 - Plate
3) so that the Ejector Blade can be moved by hand, Push the Ejector
Blade out of the Mold and check whether the Blade is exactiy cente=
red in the 6-point Mold opening. If not, adjust s‘!‘;op screw (6==1O p 2
35 in bracket 506 = Plateé 3) and lock the nut.If the adjustment of
the stop screw has been changed the following adjustment must be
checked. Remove the 6~point Mold, re=comnect the shock=absorber
rod (2001 = Plate 10) with pin (2207 - Plate 3) and re-turn screw
{2633 = Plate 13) ten (10) turns to restore the original tension on
! spring (2813 = Plate 13). Raise the elevator slide and put a thick-
ness of newsprint between the slide and the stop screw.Turn th. ma=-
chine backward by hand sc that the slide is in its lowest position.
The newsprint should be held firmly, but the slide should noi he
Jjammed against the stop screw. If necessary to change the adjust-
ment, turn the machine to rest position and 1ift the slide hy hand,
bringing it to the casting position. The shock-absorber slcave (2454
~ Plate 10) can now be seen. Remove the sleeve sovew (4—4x8 - Plate
10) and slide the sleeve down.Slip a piece of cord through the screw
hole to keep the sleeve from sliding too far down. Loosen lock nut
(§#~ 14 = Plate 10) and turn the spring abutment (2403 - Plate 10)
that will turn the shock—absorber body (2401 = Plate 10) up or down
'fs required until the'slide just holds the paper firmly. Be surel to
{1ghten the lock nut before each iest of the adjusiment,

(;;j*wﬁ Second = Put a G=point Mold on the machine. Loosen screw
(2




Ljector Blade Adjustment = If it becomes necessary to
adjust the ejector blade, proceed as follows: remove the siick
slide (N=527 = Plate 4) for better visibility. Turn the machine
backward by hand until the ejector blade i1z in ifs extreme for=
ward ﬁositions

The blade should: (1) extend beyond the mold from .050"
to 060", (2) be parallel to the mold surface.

These ttwo adjustments are made as follows:
' \

1) Turn the machine %o rest position, loosen lock muts
(D=1562 and 8-14 - Plate 3) and turn the ejector bell
crank coupling (D-156" = Plate 3) in the direction
necessary to have the blade extend from 050" to .060",
After adjusting tighten lock nuts.

2) The ejector blade, in its forwardlposition, is made
parallel by adjusting the lever (1004 = Plate 3) only.
The screw (1=8 x 45 -~ Plate 3) is loosened so that
lever (ijén;'ﬁlé%é 3) can be positioned by turning
the pin (6~=8 x 40 ~ Plate 3) to make the blade paral-
lel with the mold surface.Lock the screw tightly.

HMold and Mouhtpiece Adjustment = The metal pot is adjust-
able horizontally and vertically so that the meld will seat square-~
1y against the mouthpiece.

To check whether the mold seats sguarely against the mouth-
pieces remove guards {N-1019 and N-1020 - Plate 6), loosen the
screws (2714 - Plate 8) and remove the mouthpiece wiper holder
(2197 - Plate 8).

Use a lighted pad of cotton, soaked in kerosene, and
blacken the mouthpiece or rub a light film of Prussian Blue on
the mouthpieces

Start the machine and stop it Jjust before the mold seats;
slip a piece of tissue paper betweemltbe mold and mouthpiece; re~
start the machine and again stop it just after the mold leaves
the mouthpiece. Remove the tissue and check the print on it.

To square horizontally, the mold to the mouthpilece,

adjust either the right or left screw (2702 = Plate 6) in the
front support {1121 = Plate 6). T

iy




To square, vertically, adjust screw (2709 - Plate 6)
in the rear support (2088 - Plate 6 ).

If there are high and low spots on the mouthpiece, as
indicated by the tissue print, use a fine-grain stone or fine-
grain emery cloth to carefully remove the high spots.

Slug Foot Trimmer Adjustment — The trimmer knife (D-
2070 -~ Plate 8) does not control the slug height but merely
trims the sprew formed at the mouthpiece. The knife is held,
under spring tension, against the meld while trimming the
sprew. If necessary to adjust the spring tension loosen lock
- screw (4~4 x 5 - Plate 8), turn in or out the adjusting screw
(2612 = Plate 8) as required.

Mouthpiece Wiper Adjustment - The mouthpiece wiper
(2098 = Plate 8) should be adjusted so that if it is removed

or as it wears, the metal parts will not touch the mouthpiece.

To make the adjustment, loosen the two screws (2714 = Plate 8)
and remove the wiper and its holder (2197 = Plate 8). Turn the
machine backward by hand until the wiper support bar (D-1108 -
Plate 8) is in front of the mouthpiece, loosen lock nut (7 =
Plate 8) and adjust screw (64 x 10 = Plate 8) so that there is

" a clearance of from .020" to 040" between the bar and the mouth=
piece and tighten the lock nut.

Plunger Timing Adjustment — When a cast is made, the
Plunger Cam Roller (2502 - Plate 13) must not ride on the cam

contour but roller and lever (1010 - Plate 13) must raise quickly
and without interruption to produce a gcood cast.

When the machine is in rest position the latch block
(2064~ Plate 14) should extend over the latch block (2066 -
Plate 13) 1/8". Adjustment is made with screw (6-6 x 30'= Plate
14). Clearance between the latch blocks {2064 - Plate 14) and
(2066 - Plate 13) should be 010" to .15"., Adjust by loosening
screws (1=6 x 20 - Plate 14) and adjusting with screw (6-6 x 12
~ Plate 14) as necessary. Make sure the screws (1-6 x 20 - Plate
14) are tightened.

Plunger Safety Latch Adjustment — The latch (2809 -
Plate 14) is actuated by the three stick slide micro-switches
through a solencid when the composing stick and mold are cor-
?%;ectly locked against the mouthpiece. Clearance between the latch
““and its block (2067 - Plate 13) should be 020" to .025". The
clearance is obtained by varying the thickness of shims under the
block (2067 - Plate 13).




End of Cvele Stop Adjusiment - At the end of each
machine cycle the trip (2075 - Plate 12) automatically stops
the machine in rest position (the elevator slide is in its
lowest position). The coolant circulating pump provides a
braking action to immediately stop the machine. The trip
(2075 = Plate 12) presses the microswitch (E=10086 = Plate 16)
that actuates the remote control switch (B-10054 - Plate 16)
to stop the motor,

Hote — Before changing the trip to advance or retard
the rest position stop, make sure the circulating pump operates
and its belt has good tension,

Cleaning Elevator Slide — If the elevator slide (N-524
~ Plate 4) does not move up and down smoothly, there is a pos—
gibility that metal slivers or dirt has accumulated in the slide
ways. To clean the ways, proceed as follows:

Remove the mold. Lift the slide by hand to the casting
position and remove the two top screws (1=6 x 12 - Plate 3) in
gibs (1075 and 1076 -~ Plate 3). Lower the slide by hand to its
low (rest) position., Raise the lock plate (2758 - Plate 4),
slip out the pin (2216 ~ Plate 4) and remove bell crank (1005
- Plate 4).

Remove stick slide (=527 - Plate 4). Take out the re—
maining four £ib screws being careful to hold the elevator
slide while taking out the last screw.,Pull the top of the slide
out to its horizontal position - it will remain there, hold by
the lower comnecting pin. Clean all the slide surfaces and the
mold seating area.

A light coating of o0il can be put on the slide ways be~-
fore reassembly.

Rlevator Slide Counterbalance Springs Adjustment = The

'Spring (2813 — Plate 13) compensates for the weight of the

Elevator Slide so that wear and parts—strain are minimized.

To check and adjust the balance of the slide, remove
the cotter pin (15-2 x 40 - Plate 3) from the head of screw
(2617 = Plate 3) and count the turns required to take all
tension from the spring (2812 = Plate 3) so the tension can
be correctly restored.




Reise and lower the clevotor slide by hand - eqgual
effort should be needed for raising and loweriny its If un-—
3

cgual effort ig needed, adjust tenmion on spriung (2813 -

z 43) by romoving nlate (2180 = Plate 11) end turaning
serew (2653 = Plute 13) as necessery to equalize the ef-

fort nceded.

Jlote = A nold ond composing stick with matrices
3 fo R ‘ j i |
should be in the machine for the check and adjustment.

To remove Cam Assembly ~ The cam assembly unit 1s
an integral pari of the front cover of the machine base.

The asgzembly is removed as follows:

Disconnect or take out: tie rod (2619 - Plate 11),
rods (615, 614, 2862 and 613 - Plate 10), shock~
ebsorber link pins (2207, 2208 = Plate 10), the
wires from terminal (E-10143 - Plate 14), motor
cable cycle ending micro-switch (E-10086 =~ Plate
16) and circulating pump belt (2439 - Plate 15).
The two dowels (42-8 x 60 '~ Plate 11) are to be
driven out about 3/4" from the rear. Finally,
take out the eight screws (1~10 x 60 ~ Plate 11)
and remove the assembly.

The cam shaft (1233 = Plate 12) can be taken out
after loosening the set-screw (4-8 x 16 - Plate
12) in the pump cam hub (1231 - Plate 12).

Torque Limiter - The purpose of the Torque Limiter is
to protect the working parts of the machine should a jam occur.
This "slipping—clutch" device only operates when excesslve pres—
sure 18 exerted through the drive as such a jam occurs, thus the
working life of the Torque Limiter 1s practically unlimited,

If, after a certain time, the Torque Limiter does begin
to slip during normeal free operation of the machine, the following
ad justments must be made:

Remove screw (1-5x10 — Plate 12) and rotate the ring nut
(2547 - Plate 12) through 1/6 of g complete turn so that the seat

of the ring aligns with the screw hole. Replace and tighten screw

(1=5 x 10 = Plate 12) and check for correct adjustment by opera=
ting the machine through one complete cycle, If this adjustment
is not sufficient the operation must be repeaied.
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