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ATF NewsLETTER has been published occas-
ionally since 1978 for the American Typecasting
Fellowship, an informal group of hot-metal type-
casting and linecasting enthusiasts, by Richard
L. Hopkins, P. O. Box 263, Terra Alta, West Vir-
ginia 26764. You may be added to the mailing

list by sending $20.00 U. S. to the editor. Cost
per issue is stated at $5.00 for U. S. and Canadian
subscribers and $10.00 elsewhere. A recap of your
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is mailed. Because of associated paperwork, insti-
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April, 2005

Make-Do Conference 1s Well Recerved

Though it may have been called as a last-
minute effort to replace a cancelled meeting
in Leipzig, Germany, the 14th biennial
ATF Conference, held in September, 2004,
at Terra Alta, W. Va., was well attended
and participants received a quick-paced pro-
gram on many subjects. Forty-five individuals
from 26 different states, Canada, England,
and Austria were on hand.

Nearly two-thirds of those attending also
were present for technical sessions prior to
the Conference, where all participants had
unparalleled opportunity to come face-to-
face with every aspeit of the history of type-
casting from the hand mold, to the pump
pot, the pivotal caster, and finally, both the
Thompson and Monotype systems.

Stan Nelson and Neil Giroux both had
hand-casting equipment on hand for dem-
onstration and explanation. Dave Peat had
a pivotal caster (which he had recently ac-
quired from India) on hand and actually
used the machine for casting type. Addi-
tionally, two pivotal casters dating to the
1880s (or earlier) were on display, coming
via the Smithsonian Institution from the
Kelsey Company, which used the machines
from about 1900 until 1930.

Technical sessions also studied the Mono-
type Composition Caster, Material Maker,
the Thompson, the Monotype Keyboard,
and the Supercaster. Even the Mac-Mono
computer interface was demonstrated!

Issues relating to matrix making, both by
engraving and by eleétrodepositing, also
were covered. And in the background, work
proceeded in the printing of a Conference

Number 30

keepsake, which ended up being 20 pages
plus cover, all done letterpress from forms
brought to the meeting by participants.
Even the nametags proudly displayed by all
participants were letterpress printed as the
Conference opened, done on a unique
“parlour press” brought by Dave Peat for
the purpose.

I thank all those who helped with the Con-
ference and technical sessions. Though it is
likely I have overlooked someone, I venture
forth with these names and offer my sincere

Please turn to page

Neaxt Meeting to be Staged at
Carson, Califormia, Near LA

The only “business” item ever to come
before an ATF Conference is the question
of “where to go for the next Conference.”
That issue was fully discussed and decid-
ed quickly with the choice to move again
to the West Coast near Los Angeles, with
the 15th biennial meeting to be hosted in
2006 by Mark Barbour, who is direétor of
the International Printing Museum at
Carson, Calif.

Mark promises a large variety of opera-
tional Linotype, Monotype, Ludlow and
other typecasting devices will be ready
for demonstration and use at the meeting.

Itis recalled that our group was hosted
in 1994 for our ninth biennial Conference
at the museum’s previous home in Buena
Park, Calif. The location was condemned
to make room for highway expansion.




Reviewing Work from Five Foundries

This edition’s “specimen review” causes this
writer a bit of surprise and pride, for of the five
specimens shown, four have been cast by gradu-
ates of Monotype University.

The initial specimen is a font of 24-pt. ITALIAN
OLDSTYLE capitals, cast by Scott King whose Red
Dragonfly Press is located at Northfield, Minn.
Scott sent this specimen off shortly after finishing
instrution at Monotype University and though
the font was very well cast on his Thompson,
it did suffer from a few set width errors, which in-
evitably sneak into a casting session unless one is
extremely vigilant. Proofing and reviewing at
various intervals helps. Scott’s second casting is
one of 16-pt. MENHART. Scott shows tremendous
improvement in his work here, producing well-
cast, well-proportioned and well-aligned type on
his Thompson caster, this time using proprietary
matrices created years ago by Andy Dunker for
Paul Duensing.

Scott explains that MENHART was designed by
Oldrich Menhart in 1934 for English Monotype
(Number 397). He cast 100 pounds of the roman
and italic over several monthsin 2004. He further
explains: ““As this was an overly ambitious project
for someone who is still learning how to operate a
Thompson caster, I estimate an additional 100
pounds were cast and thrown back in the melting
pot. Nonetheless, patience and persistence were
rewarded by cases filled with this elegant and sel-
dom seen typeface. A few missing ligatures and
points were newly cut as cellular mats by Duncan
Avery at the Type Museum in England.

‘““Because of the open counters and the nearly
monotone lines, the roman has a consistent color
when set en masse (not unlike the effe& of Eric

Gill’s Joanna). Both the roman and the italic
have strong uncentered serifs. The calligraphic
italic is quite lovely and certainly can stand on its
own as a text face. There is much to admire and
discover about this design. At present, as the first
pages are being set, I can’t help but relish the
girth of the lowercase ‘s.”

“I had read Paul Duensing’s article on Oldrich
Menbhart in Fine Print years ago. Certainly at that
time the thought of printing with any of that type
was so improbable it wasn’t entertained. But the
fates were good to me—enrollment in Monotype
University V, followed by the acquisition of cast-
ing equipment. I thank Mike Anderson for his
generosity in loaning me the mats, and I thank
Paul Duensing for sending a MENHART specimen
and for his good-humored encouragements.”

The next two fonts, OTHELLO and OTHELLO
INLINE, are cast by Sky Shipley, whose new foun-
dry, ““ Skyline Typefoundry,” Kampsville, Ill., is
receiving much publicity and is displaying a sur-
prisingly aggressive program of border and font
casting and stocking. Sky has done both of these
fonts on his Thompson equipment, utilizing Eng-
lish Monotype matrices, from a surprisingly large
quantity of matrix fonts he has amassed for his
new foundry. The type is well cast. His alignment
and sets are very good. Sky is to be congratulated
on the excellence of his initial offerings, though
these too probably will be improved upon, as evi-
denced by the article Sky has contributed, found
elsewhere in this edition, regarding the Choker
Valve on the Thompson.

Mike Anderson at his At Random Press & Type-
foundry of Port Republic, Md., has cast the next
specimen, another from the matrices developed

ABCDEFGHIJKLMNOPQRSTUVW
XYZ&([ ITALIAN OLDSTYLE

ABCDEFGHIJKLMNOPQRSTUVWXYZ
abcdefghijklmnopqrstuvwxyz 1234567890
ABCDEFGHIJKLMNOPQRSTUVWXYZ .-
abcdefghijklmnopqrstuvwxyz 1234567890 &
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by Paul Duensing. The face is 24-point VANITY
FAIR, a design done by Douglas McMurtrie in
1923, being modeled after an 18th-century
Dutch design. Paul’s mats are of the original de-
sign, not one re-cut by the late John Carroll. See
Mac McGrew’s book for further details. Casting
kerning characters is a royal pain on the Thomp-
son, and Mike has taken the easy way out by
casting all his characters wide enough to avoid
kerns. The printed specimen in Mac McGrew’s
book suggests this also was done with the original
casting, but it makes for very clumsy letter spac-
ing with the finished produc, unless one is willing
to mortise the type by hand or machine.

Often VanITy FAIR is confused with Lanston
Monotype’s FourniEr (which Lanston copied
from ATF). Since that Lanston font was cast at a
session of Monotype University, I show a speci-
men, which will allow close comparison to ascer-
tain that the two designs are not that similar.

Jim Rimmer has demonstrated remarkable skill
and talent in previous metal renderings of his own
designs. Therefore, it comes as no surprise that he
demonstrates that very same wonderful skill and
artistic talent in rendering matrices and type for
his new offering, DUENsING TITLING. Already fin-
ished are 24 and 36 point sizes; Jim plans to offer

these and additional sizes from his Pie Tree Type-
foundry, New Westminister, B.C., Canada. It
would be worth it to obtain a font just to see the
marvelous three-color printed wrappers Jim has
done for his fonts. (Perhaps this was his response
to Sky Shipley’s lambasting ““ plain wrapper fon-
ting”’ at the last ATF Conference? If so, it’s a most
welcome development.) Jim chose to name the
font in honor of Paul Duensing. At the Confer-
ence, Jim explained his many steps in developing
the design, and gave powerful and emotional tes-
timony to how Paul has, over many years, in-
spired his work so very much. The font will be a
lasting monument both to Jim Rimmer and to
Paul Duensing. You may have noted the font is
showcased on the cover of this Newsletter.

And finally comes a complete specimen of
Paris FLAsH, a Stempel design which Greg Walters
of Piqua, Ohio, became enfatuated with, got an
original font, and then eletrodeposited his own
matrices for the complete font, casting the type on
his Monotype Sorts Caster. Greg was partway
through the proje¢t when discussed in the last
Newsletter. I asked for a followup now that the font
is finished. This is hisresponse:

I now have finished Paris FLasH after a year
and a half of work. Now that I have this experi-

ABCDEFGHIJKLMIN
OPQRSTUVH XT Z .-
ABCDEFGHIJKLMNOPQRST
UVWXYZ& ., '~
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DUENSING TITLING
ABCDEFGHIJKLMNOPQRSTU

VXL & ABCE: =

ence, I’m almost inclined to start over and get it
right the second time around. A/most inclined,
but not quite. If I knew then what I know now, I
could have done a better job.

“What are some of the errors I made along the
way? One thing I did was grow two matrices of
every character. Thus, if I ruined a characer in
finishing, I’d have a backup ready. Furthermore,
I could finish both mats and use the one which
came out the best. This made sense early on when
my finishing techniques were poorly developed.

“I had a hard time getting the same depth-of-
drive in all parts of the mat. Usually one side
would be deeper than the other. But as I got prac-
tice, I found the deep side was almost always the
same part of the mat. I had been rubbing the mat
on a file or fine sandpaper, and was applying pres-
sure in the center of the mat. But the eye of the
matisnot centered, and this meant more material
was being taken off the portion of the mat closest
to the eye. Once I learned to apply pressure oppo-
site the eye, I had much better results getting even
depth-of-drive.

‘At the end, I had a handful of mats I never
bothered to finish. On my next proje&, I’ll grow
only one mat, doing a second only if needed.

¢ Another thing I did was grow the second mat
from the same piece of type. One must be careful
when prying a new mat off the type. It didn’t seem
to cause any damage to the type. However, when
casting and looking closely at the newly cast type,
I found that I had damaged the counter areas
when prying off the mat. If there is a sufficient

supply available, a new piece of type should be
used as a master each time.

“Kerned characters were a signicant problem,
and I have yet to find a good solution. If there are
plenty of characters available for plating, the best
solution may be to plate kerned characters as is.
This guarantees the breaking off of the kern when
prying off the matrix. Then one can use a tool to
cut away all the copper which has plated under the
kern. I did this with a couple charaters and this
procedure made the best mat and best new type.

“In other cases, I put eleétrically conductive
grease under the kern to keep the copper from
plating underneath it. This allowed the mat to be
pried off without breaking the kern, but it left an
ugly cavity in the mat and an equally ugly blob
on the cast type. In turn, this required more work
in finishing the type to get rid of the blob.

‘¢ Another problem I created was caused by re-
lying on cast type to determine depth-of-drive of
the mat. My reasoning seemed good: if the type
is cast at .918”, then the deposited mat would also
have the corre& drive of .050". Bad idea. I need to
buy a good depth gauge.

¢ Here’s another flawed procedure which I fol-
lowed—initially. If I measure the first few types
cast in a cold mold, and they measure .918”, then
they will be at least .919” when cast from a hot
mold. But if I cast another mat this time with a
hot mold, the type measures .918”, then it will
not measure more than .918” (and may measure
less if the mold runs cooler). So my depth of drive
varies depending on how hot the mold was when

1254l PARIS FILASH G7830

ABCDEFGHIJRLMNOOPQRS
TUVIWXYZ & (.=2°13)

AMERICAN TyPECASTING FELLOWSHIP Newsletter—PAGE 4



I made my test casts. It's not such a great varia-
tion as to cause printing problems, but it is still a
variation which should be controlled.

¢ discovered a trick to save a mat if depth-of-
drive becomes too shallow. Perhaps some aggres-
sive finishing has taken too much off the surface of
the mat, reducing drive to .048". I put a piece of
transparent tape on the mat and cut away the
tape around the eye. After a half-dozen casts, the
tape will be squished down and type-height will
become stable. As casting continues, the tape will
erode around the eye and fins will appear on the
type. It necessitates rubbing the type, but one can
get 20 casts before fins appear, and another hun-
dred (or more) before the tape fails. I thought I
invented this technique, but at the ATF Confer-
ence, Mike Anderson told me he has glued thin
paper onto a mat to accomplish the same thing.

« Copying a typeface is a big project, but it has
been very rewarding. I would recommend every-
one try making a mat, even if only a single orna-
ment—just for the experience. I found it exciting
to cast type from mats I had made, and you might
have the same reaction. It could become addictive.”

If you have done casting work of note recently
and you are not represented in this discussion, it is
your own fault. 2¢ ed always welcomes cast speci-
mens (never a repro!) which always will be re-
produced via letterpress—printing direétly from
the type you provide—along with whatever dis-
cussion and explanation you may provide. Do
send me your comments and a complete alphabet
showing for future * specimen reviews.”’

MONOTYPE
MATRICES

Cellular — Display — Giant

Thousands of Fonts
For Sale/Trade

SKYLINE
Type Foundry

P.O. Box 5 Kampsville, IL 62053
skylinetype.com

Conference Report

Continued from page 1

thanks for all their help: Dave & Mary Peat,
Pat Taylor, Monroe Postman, Roy Rice, Bill
Riess, Mike Anderson, Stan Nelson, Roland
Hoover, Dick Niehaus, Jim Walczak, Chris
Stern, Pat Leary, Jim Rimmer, and Paul
Duensing.

The Conference focused largely on ““‘doing”
typecasting, not just “observing.” There was
asession on starting a typefoundry, presented
by Ian Schaefer, Bob Magill and Sky Shipley.
Neil Giroux talked about legal issues relating
to controlling disposition of your shop after
your death.

Jim Walczak showed how to create a closed
cooling system for typecasting equipment.
Rich Hopkins gave a visual presentation in an
effort to “breathe some life”’ into the Lanston
Monotype Company. Theo Rehak gave a talk
on “The Fall of American Type Founders,”
subje& of a book he had just published.

Jim Rimmer brought type and slides to
show how he had recently developed his new-
est hot metal design, “Duensing Titling,” so
named in honor of our friend and long-time
typefounder, Paul Duensing.

Culmination of a&tivities was a flea market
followed by an aucdtion of typecasting-related
goodies ably “called”” by Dave Churchman
and clerked by Dick Niehaus.

It was an event all-too-consuming in plan-
ning, all-too-exciting and quick to be over.
Most gratifying was the fa¢t that many in at-
tendance were at their first ATF Conference.
Over one-fourth were what one would clas-
sify as ““younger,” bringing a marvelous fresh
enthusiasm for typecasting and a sincere de-
sire to interaét with and learn from the older
““associates’ present. Several noted they had
greater optimism that hot metal will, indeed,
be carried on by a newer generation.

I give a very special note of thanks to my
wife, Lynda, and my daughter and son-in-law
Laurie & Larry Noland, for the invaluable
help they all provided in bringing the Confer-
ence “off”’ without any major mishap.
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A Specimen Showing of English and American Versions of Goudy Modern

The Model for Goudy Modern is Goudy Open

The composition you are reading here is 12-
point Goudy Modern, cast from an extremely
rare font of composition mats made by the Eng-
lish Monotype Corp. The mats are borrowed
from Pat Taylor, who got the mats in 10, 11,
and 12 point from the liquidation of the Phila-
delphia composition house called Westcott
& Thomson, many years ago.

Goudy Modern was Fred Goudy’s 35th de-
sign, a sort-of work-in-reverse process wherein
he derived the design from an earlier work,
Goudy Open, simply by ““filling in the open ar-
eas.”” It was first shown around 1918 in the
quarterly magazine Ars Typographica, which
Goudy published with Hal Marachbanks.

Goudy specifically mentions (in his book,
Goudy’s Type Designs) that he sold the design
to English Monotype. He does not say it also
was released by the American Monotype com-
pany, though the predominant source for mat-
rices for the face is American Mono today. The
American firm did not offer the face as compo-
sition—only as display in sizes from 12 through
36 point. The English company also issued dis-
play sizes up to 48 point but somehow their
italic cuttings have a decidedly “lighter” feel
than the roman, a variance not so noticeable
in the American rendering.

Stanley Morison in an issue of The Fleuron
says the face “‘is strikingly handsome in mass
. . . The type reads easily, and in spite of the
fact that it is, on the whole, a condensed font,
the weight is so nicely judged and the thicks
and thins so cleverly adjusted that the effect is
rather generous and open.”” Goudy apologizes
for the name: ‘“The name ‘modern’ is perhaps
unfortunate, since the face really is not a true

‘modern’ letter, although based on one. It pres-
ents here and there some ‘oldstyle’ tendencies.”’

In working with the face to create a com-
puter setup so it could be cast using Monroe
Postman’s Mac-Mono system, I became pain-
fully aware of just how odd the design is. Vir-
tually every letter which traditionally is wide
was made narrow by Goudy. And the narrow
letters were made wide, especially the capitals.

Rendering any Goudy design to a fixed set
width scheme mandated for composition does
a lot to hinder its appearance. The same can be
said for display sizes and that idea has caused
Jim Walczak to make a very dedicated study of
American display in 18 point. He made a very
conscious effort to make the letters fit their
bodies more precisely, and more tightly. The
accompanying Iszpoint composition is done us-
ing type Jim cast to his “‘altered sets.” It’s a
very successful experiment revealing conclu-
sively that the eyes of a modern reader seem
more comfortable with tighter-fitting type—at
least when compared with the tastes of readers
and type designers nearly 100 years ago.

A Complete Showing of Roman & Italic Fonts
ABCDEFGHIJKLMNOPQRSTUVWXYZ&
abcdefghijklmnopqrstuvwxyz $1234567890

[ afifIifl EEece
ABCDEFGHIJKLMNOPQRSTUVWX
YZ& abcdefghijklmnoppgrestuvwxyz e @
$1234567890 [(./;:°12)] fiff fAffiffl £E

[Note that small capitals also are available

with the face, but there is not sufficient space in
the 15%15 case to hold full italic and small
cap alphabets. The small caps were sacrificed
in this casting in favor of the full italic font. |

A principal motivation for becoming one’s own typefounder is
to gain complete control over all intricacies of letter width and
placement on the body .. . issues often compromised or neglect-
ed in a commercial manufacturing environment. Jim Walczak
cast this 18 point font from American mats to “tighter sets” for
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Probing the Mysteries of Pumping Metal on a Monotype

You would think I would understand how
the Monotype gets metal into the mold after
running a machine for 3o years. Not so! You
see, lots of things are explained in the man-
uals, but sometimes the function of components
does not get explained at all. So here’s my
amateurish attempt to explain the action of
the Pump on a Monotype machine.

This basic info applies to English and
American machines, to Material Makers,
Supercasters, Giants, and Composition cast-
ers as well.

First of the many mysteries is what they
call the “Hat Valve.” You’ll never see one in
action, for it’s hidden deep in the pool of mol-
ten metal of a casting machine’s Pot. Yet its
importance cannot be overstated.

The mystery came clear to me only re-
cently as I pondered my English machines. I
knew they had Hat Valves, but I couldn’t fig-
ure why, for it was my mis-understanding the
Hat Valve somehow replenished the metal sup-
ply after each downward thrust of the Piston.

On my Supercaster I was getting truly hol-
low type, even though the Piston was moving
freely and I had all the spring pressure settings
far heavier than specified for the 24-point type
I was casting.

Revelation came to me as I was studying
the drawing on Plate 45 of the Monotype Compo-
sition Caster Manual, which I've reproduced
above. I've identified the little channel which
carries the metal to the Nozzle. Notice the
little gizmo which is blocking the channel at
the bottom? On the drawing it’s labeled as “7,”
which is referenced as the Hat Valve.

FunctioN oF THE HAT VALVE

In its uppermost position as shown, the
Hat Valve blocks the Nozzle Throat and thus,
prevents metal from being sucked out of the
Nozzle Throat and out of the Nozzle when the
Piston makes its upward stroke after a cast.
When the Piston thrusts down, pressure on the
molten metal causes the Hat Valve to move
downward and thus, allows new metal to enter
the Nozzle Throat under great pressure.

If the Hat Valve is not functioning prop-
erly, on the next cast, much air is in the Nozzle

English Pump Body
and Piston

Nozzle Throat
carries metal to Nozzle

and Nozzle Throat, forcing the machine to
move lts of air before any metal gets to the
Mold. In effect, you will be filling the Mold
with compressed air and then trying to force
metal in on top of the compressed air. That
guarantees hollow type.

Symproms TOo Look For

If the Piston is moving its fullest possible
stroke as it thrusts downward with each cast,
this means the Hat Valve is malfunctioning.
Increasing Piston pressure won’t help. The long
stroke is a good sign you’re moving a lot of air.

It was my mistaken thought that all this
extra motion was being caused by a worn Pis-
ton and/or worn Pump Body. That certainly
can be a contributing factor, but your Hat Valve
is even more likely the culprit.

Below you see a special tool for cleaning
the area inside the Pump Body where the Hat
Valve seats. The drawing shows bare hands, but

Pump Body Cleaning Tool in use.

AMERICAN TyPECASTING FELLOWSHIP Newsletter—PAGE 7



Body Plug

Drilling out
the Hat Valve Hat Valve

I recommend welder’s gloves—you should be
handling a 4ot Pump Body. More on this later.
Shown above, an operator drills out the
hole in a Hat Valve. Lew Mitchell insists the
only proper hole in the Hat Valve is 64 inch.
English Monotype literature suggests a larger
size (0.059 inch), but I'm inclined to side with
Lew’s many years of practical experience. I
have in my collection Hat Valves with the holes
drilled out to several different sizes, and even
some with no holes at all. All should be re-
stored to the recommended size (see page 12).

This tiny hole allows for a very slight back-
flow of molten metal to clear the Nozzle of
metal and thus prevent “freezing” between
casts. (This is further explained in the section
on the American Pump Body, page 10.)

The idea is for the Hat Valve to move up
and down freely. Dross deposits in this area
will impede free movement and prevent proper
seals, so it’s wise to stop and clean up the Hat
Valve whenever you start getting hollow type.

A SEcoOND SymMPTOM

Another clear sign you might be having
Hat Valve problems is that your Piston “sticks”
in its downward position. My naive idea was
that if the Piston were sticking in the down-
ward position, I needed to clean the Pump
Body Well. Dross or carbon buildup may be a
contributing factor to the “sticking” of the Piston.
The excessive stroke length mentioned above
is the primary reason the Piston is reaching
down into the dross-laden areas of the Pump
Body; a dirty Hat Valve or Hat Valve seating
probably is the problem.

When symptoms occur, stop fighting your
caster. Remove the Pump Body and remove the

Pump Body Plug (No. gin the drawing on page 7
and also shown at left). Clean the Pump Body
Well by pushing the proper diameter wire brush
all the way through the Well several times.
(These brushes still can be purchased commer-
cially either in steel or brass.) By hand, next drill
out the hole in the Hat Valve. With a wire brush,
clean every bit of dross or metal off the Hat
Valve and the Pump Body Plug. Clean inside
the Pump Body—hopefully with a Pump Body
Bush Cleaning Tool.

You Must BE Hot & Must HAVE A VISE

If you have any notion these functions can
be performed on a cold Pump Body, you're
being downright stupid. You can’t get the Pump
Body apart when it’s cold. You can’t properly
re-assemble it if it’s cold. And you certainly
can’t brush off metal and dross effectively when
things are cold. So get yourself some good
welder’s gloves and get used to the idea you’re
going to be working a lot with a hot pump
body. You need a good solidly mounted bench
vise too. I know of no other way of getting the
Pump Body Plug out other than by mounting
the hot Pump Body in the jaws of the vise.
Slots in the English Plug facilitate this mount-
ing, and the hexagonal shape of the American
plug is even easier to mount in a vise. Next,
bang the Pump Body with the heel of your
glove-protected hand to break it loose. Pray
you don’t need to use levers or crowbars to
break the Plug loose; I have broken off the
whole Well Arm trying to get a stuck Plug
loose (one Pump Body /lost forever).

Be sure everything is ot before trying to
disassemble. If stuck, try to work in Vitaflux or
something similar to help loosen the Plug.
Avoid brute force.

If things cool off while you’re working on
them, take them back and submerge them in
the molten metal in your caster Pot. I use a set
of tongue-and-groove pliers to fish such stuff
out of the pot, which, obviously, floats on the
surface of the heavier type metal alloy.

Finally, when replacing the Pump Body
Plug, it’s a good idea to use some Piston Paste,
Vitaflux, or very-high-temperature grease on
the threads to assure easy removal the next
time you need to disassemble.
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Tue Pump Bopy PrLuc

The Plug absolutely must be screwed onto
the Pump Body tightly. If it is not tightened, it
will work loose as you operate the machine. If
you “all of a sudden” start getting a longer
Piston stroke and hollow type, it’s very likely
your Pump Body Plug has loosened; you are
never going to get good type again until you
remove the Pump Body, clean it up, and firmly
re-seat the Plug

In my case, I was plagued with the Plug
working loose until I finally really got in there
with a bodkin and cleaned up the threads and
used very fine-grit sandpaper on a block to
clean off the flat bearing surfaces. Once that
was done, the Plug seated more resolutely and
it doesn’t seem to work loose nearly as often.

MEeTAL REPLINISHMENT—ENGLISH

Now I refer to the “Loose End” on the
English Piston, for this is how metal is replen-
ished in an English Pump Body. Follow the
drawing below. First is the (4) Pump Piston
Lock Nut. You'll notice it’s conically shaped
on the lower end and that shape fits cleanly
into (5) the Stem End Piston. When the Piston
is at rest, there’s a slight opening at this point.
When the Piston thrusts downward, these two

The “Loose End”
of English Piston
Segmented

This “reamer”
works well at
reaming out dross
accumulated inside
the loose end.

components come together and form a seal,
directing all the downward pressure on mov-
ing metal through the Nozzle.

The seal between these parts is crucial to
casting solid type. When the Piston withdraws,
these two components separate. Since the Hat
Valve has raised up to close off the Nozzle
channel, new molten metal is sucked between
these two components to fill the Well for the
next cast. The opening between these parts is
crucial to fully replenishing the metal supply.

To clean these two components, the late
Harry Wearn told me to remove both, get them
cool, and then rub them together in a twisting
manner with a bit of Piston Paste between
them. This clears every vestige of crud on the
rounded surfaces and leaves them fitting
together perfectly.

In re-installing, English Monotype Com-
pany insisted the distance between these parts
be established by tightening the parts together
snugly and then backing off half a turn. No
more. No less. Their research told them that
was the proper “looseness” and no other
amount would be acceptable to the proper
functioning of the moving Stem End. Lewis
Mitchell suggests a greater opening for 6 to 8
point type, explaining that the greater open-
ing relieves excessive pressure in the Mold.

Also note the little “washer” which fits up
next to the head of (6) the Piston Stem End
Screw. It is not well-delineated on the draw-
ing. It should be removed and thoroughly
cleaned to assure the four vent slots in the
washer are open. You can put the washer on
upside down and that messes everything up.
Be sure the slots are away from the screw head.

Item (10) in the drawing is a special square-
headed tool for removing the Piston Stem End.
Let’s hope you have the tool, for it’s essential.
And of course, everything screws into the Pis-
ton itself, which is (11) in the drawing.

VULNERABLE ENGLISH COMPONENTS

If my English Pumps become useless, most
likely the causes will be (a) my Pump Piston
Lock Nuts all have become cracked, chipped,
or broken, or (b) my little washers (just men-
tioned) all have become broken. These parts
get broken or worn beyond usability through
no fault of the operator.
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The Loose End on the English Pump Pis-
ton allows metal to flow back into the Pump
Well. But American Pistons are one solid shaft

with no moving parts. So how does the Ameri-
can Pump allow fresh metal to get back in? It’s
a completely different process.

American Composition and Display Pumps

To explain differences between English
and American Pumps, my first effort was to
find a good drawing showing the American
Pump Body. I had no success until I thought of
the Lanston Monotype Patent Books, which came to
me via Dave Peat from the ATF auction in
1993. An excellent (though slightly outdated)
drawing of the Pump Body was available with
the original patent dated Feb. 17, 1903, granted to
William L. Lightbown of Philadelphia and
assigned to Lanston Monotype—102 years ago.

That’s the drawing shown here. It varies
from more recent pumps in one specific way:
The cup for seating the Nozzle Lifting Lever is
shown as “L” in the drawing at the side of the
Nozzle. It’s now underneath the Nozzle.

THE THEORY

Verbal explanation of the function of these
components is lacking in Lanston literature.
But a good statement regarding “theory” is in
the patent itself:

“The principal object of the present in-
vention is to prevent the excessive stor-
age of air in the Nozzle-Passage and
by limiting the (air) volume to en-
able solid-bodied type to be cast.
The invention consists of a (Hat)
Valve controlling the passage
leading from the Pump to the
Nozzle and operating to limit or
retard the withdrawal of fluid
metal during the back stroke of
the Piston. A sufficient withdrawal
of metal is allowed to clear the tip
of the Nozzle (to avoid ‘freezing’),
but an excessive withdrawal and
consequent admission of air will
be prevented.

“The invention also consists
in construction and arrangement
of a special form of Valve for use
in this connection and containing
a throttling-passage for the return
flow for clearing the Nozzle during
the back stroke of the Piston.”

American Patent Drawing

Pump Body

Further explanation of the functioning of
the Pump Body comes from two handouts
(which I have edited and merged together).
Paul Duensing received these while a student
at the Lanston Monotype School in Philadel-
phia in the 1950s. They served as copy for
typesetting exercises at the school, but appar-
ently were not considered important enough
to include in any Lanston literature. Their es-
sential nature is now apparent, and I thank
Paul for having the foresight to preserve them.

Lirrine THE Pump Bopy

The Cupped Bearing on the bottom side
of the Nozzle end of the Pump Body is de-
signed to fit over the Pump Body Lifting Lever
Pin. This lever is partially submerged in the
metal Pot. The Cupped Bearing positions the
Pump Body and forms one point of a tripod-
style suspension. Any dross collecting in this
Bearing will rob the Pump Body of the clear-
ance necessary to facilitate proper alignment
of Nozzle and Mold Seat. Keep this bearing

Figure 1
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clean. (It is shown as “L” on the patent draw-
ing, which is at the side of the Nozzle. You will
find the Cup Bearing under the Nozzle.)

The Milled Pads on the Piston end of the
Pump Body provide two flat bearings to rest
on the Pump Body Lifting Lever Piston End.
This lever, working through the Milled Pads
of the Pump Body and the submerged lever
working through the Cupped Bearing, form a
three-point suspension for the Pump Body.
This facilitates the raising and lowering of the
Pump Body on a level plane.

The Milled Slot in the Pump Body serves
to receive the Locating Latch of the Pump
Body Lifting Lever Piston End, locating and
holding the Pump Body in proper position.

PumpiNnG THE METAL

The Bore is a 7/s-inch diameter hole ma-
chined to very close tolerance, located in the
lower or submerged part of the Pump Body.
The close fit of the Bore and Piston serves to
maintain the pressure required to produce full-
bodied type. When the Bore or Piston devel-
ops wear, the exerted pressure which ordinarily
forces the metal up into the Mold Chamber
causes the metal to bypass between the Bore
Wall and the Piston, resulting in hollow type.
(See “Pump Body Wear” on page 13.)

ResTrICTING THE BACK-FLOW

The Port Hole (“I” on the drawing) is a "s-
inch diameter hole drilled horizontally in the
submerged part of the Pump Body. The hole
extends from the Bore through the Regulating
Screw Lug (“K”) forming a passage for the
metal from the Pot to the Bore. Note that this
hole opens into the Bore and not into the Pump
Well, and must be checked at the time the
Pump Body is cleaned and drilled out if it
becomes clogged with dross or carbon.

The Regulating Screw Hole is a Yi-inch
diameter hole drilled vertically through the
Regulating Screw Lug, and intersecting the
Port Hole at a right angle. This hole, along
with %e-inch tapped hole directly above serves
to receive the Regulating Screw.

The Valve Bearing (“F”) is located in the
well portion of Pump Body, and is formed by
the shoulder or step between the 7/s-inch Bore
and the 1%-inch diameter Well-Hole. It is this
shoulder or step that acts as a bearing surface

for the Valve as it floats up to seal off the metal
from sucking back into the Piston Bore.

Should this surface become pitted or worn,
the Valve will not seat properly, and too much
metal will be drawn back from the Nozzle and
throat of the Pump Body, resulting in hollow
type. Whenever the Pump Body is cleaned,
this surface should be checked and cleaned of
dross or carbon buildup.

TuE ComPLETE CYCLE

The difficulty one usually experiences in
the production of full-bodied type often can
be alleviated by a thorough understanding of
the function and coordination of the various
parts of the Pump mechanism as they work in
a complete cycle or cast.

When the Piston is at the top of its stroke,
the Pump is fully loaded with metal for the
next cast. The Piston in its downward stroke
must travel the distance necessary to shut off
the connection between the Lower Annular
Ring of the Piston and the Pump Port Hole. As
the Piston travelsfarther onits downward stroke,
the pressure of the Piston is directly applied to
the metal in the Well and the Hat Valve is
forced down away from the Valve Bearing.

The pressure applied to the metal by the
Piston as it continues on its downward stroke
forces metal up through the Pump Body Throat
and Nozzle into the Mold Opening. (The Pump
Mechanism must be so adjusted that the Nozzle
seats perfectly in the Nozzle Seat of the Mold.)

At this point in the cycle, the cast has been
completed and the function of the various parts
working together are preparing for the ensu-
ing cast. The Pump Body moves down to break
contact between the Nozzle and the Mold.

Simultaneously, the Piston, starting on its
up stroke, releases pressure on the metal in the
Well and the Hat Valve rises to contact the Hat
Valve Bearing. Once the Hat Valve is seated,
suction created by the Piston on its up stroke
no longer affects metal in the Pump Body Well.

This same suction is applied to the small
hole in the bottom of the Hat Valve, allowing a
small amount of metal to be sucked back from the
Nozzle. Clearing the Nozzle of metal prevents
“freezing” or solidifying before the next cast.

As the Piston continues up, it creates a
vacuum in the Valve Chamber. This vacuum
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increases until the Piston reaches the top of its
stroke, at which point the bottom annular ring
of the Piston again lines up with the Pump
Body Port Hole.

You will note the bottom-most portion of
the Pump Piston is hollow; and a small hole is
drilled through the Piston within the bottom
annular ring. When this hole aligns with the
Port Hole, the vacuum sucks metal from the
Pot through the Port Hole into the Pump Well,
via the tiny hole in the Piston, thus replenish-
ing the Well by the combined action of vacuum
and gravity.

PracTticaL POINTERS

Now that we know the theory of operation,
I go to Lewis Mitchell of M&H Type in San
Francisco, whose service there for over 50 years
certainly qualifies him as “chief Monotype
guru.” He indicates a very strong preference for
the American system. Although he does have
English Pistons and bodies, he says they are
more troublesome and more subject to wear,
and they are more difficult to keep in operation.

Chief among his pointers is proper clean-
ing of the Pump Body, specifically the orifices.

The hole (“H” on Figure 2) in the Hat
Valve (“D” on Figure 1) should never be drilled
out larger. Its size, 647, is smaller than a regu-
lar paper clip. It is only large enough to allow a
tiny amount of metal to drain out of the Nozzle
as the Piston withdraws. If made larger, exces-
sive air will be allowed into the Nozzle Throat
and hollow type will result.

(Please note that “drilling out” as noted
for the Hat Valve and the Port openings should
be done by hand-held drills, not by using elec-
tric drills. The goal is to open passages to their
original size—never to enlarge them!)

The Hat Valve seating surfaces also must
be kept very clean, especially the flat surface
the Hat Valve comes against at the top of its
stroke. If fouled with dross or pitted from wear,
it won’t properly seat and thus, will allow metal
to drain from the Nozzle Throat.

The Port Valve openings also must be kept
clear of dross or buildup. This is the horizon-
tal "/s-inch hole in the side of the Pump Body.
The Regulating Screw holes also can get
clogged and it may be necessary to drill out the
bottom to allow proper motion of the Screw

itself. But avoid drilling the threaded end,
which should remain clear of dross, as it re-
mains above the metal level of the Pot. Bill
Riess, proprietor of Quaker City Type, al-
ways removes the Regulating Screw and cleans
the threads each time he does maintenance on
the Pump Body, for he knows dirty threads
make it very difficult to adjust the Valve.

SETTING THE REGULATING VALVE

Lew says to take a common paper clip and
put its end into the Port Hole. Then turn the
Regulating Screw down to bear snugly against
the paper clip in the opening. Remove the
paper clip. Usually, this completes your setting
of the Regulating Screw. In further adjusting, a
half- or quarter-turn of the Screw generally is
all that’s necessary. If the opening is excessive,
metal will be lost through the hole as the Pis-
ton begins its down-stroke. If too restricted,
the Pump Well will not be adequately replen-
ished after each cast.

After the Regulating Screw is set, Jim
Rimmer suggests standing a piece of brass rule
on the horizontal surface below the Regulat-
ing Screw, and scribing a line even with the top
of the Regulating Screw. This gauge will serve
as a good “indicator,” allowing you to know
where the Regulating Screw should be set even
when the Pump Body is in the pot.

Lew says the “paper clip” setting will serve
well for 6 and 8-point type, increasing the
“opening” on the Pump Well Port as you pro-
gress to larger type. He says you don’t need to
become “wide open” until you are casting 24-
point type. In adjusting the Regulating Screw,
Lew urges you to get a %s-inch socket for use
with the screw to avoid burning your knuckles!

Ready Reference to Hole Sizes
HoleinHatvalve . ... . Yes-inch Drill
Port Hole in Side of Pump Body .......... Vs inch
Regulating Screw Hole (bottom end)...... %4 inch
Inside Diameter of Pump Well ......... e /8iNCh
Hole n American Piston End ... Y6 inch
American Composition Nozzle ... No. 50 Drill
American Display Nozzle :

English Comp Nozzle (#1).....
English Display Nozzle (#2)
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With regard to Hat Valve seating surfaces,
if you’re lucky enough to have the reaming
tool made by English Monotype, it works well
on American pump bodies too. Lew Mitchell
uses a standard commercial tool. Scraping the
surface with a piece of 3- or 4-point brass rule
will serve if nothing else is available. But do not
use a chisel, for such a tool can easily mar or pit
the cast-iron surfaces of the Pump Body.

OvEersizep HAaT VALVE HoLES

If you’re like many of us, you will find
several Hat Valves in your spares with over-
sized holes. Lew says they’re useless in their
present condition and recommends that you
have the holes welded closed. Then you can
restore the Hat Valves by drilling a new hole,
this time to the proper "s-inch size.

Finally, Lew recommends a Ludlow prod-
uct called “Lubri-Clean,” for use on the vari-
ous parts which are submerged in the Pot, to
ease removal the next time. I have used En-
glish Monotype Mold Paste for this.

ANNuUAL THOROUGH CLEANING

Michael Bixler relates that each year he
removes his Pump Bodies and soaks them in a
lye solution for several hours. He says this
goes a long way toward removing a buildup of
carbon inside of the Pump Body, which gets in
the way of free movement of the Piston. With
haste I note this is done with a Pump Body
only after it is at room temperatature and with
the Plug and other components removed. Fur-
ther, it absolutely must be completely dry and
great caution must be taken the first time it is
returned to molten metal after such cleaning
Otherwise, you’re sure to have an “explosion”
as molten metal comes in contact with the
damp surfaces.

Pump Bopy WEAR

To check for a leak or by-pass of metal,
the Pump Body must be in place in the Pot of
molten metal and a Nozzle properly screwed
into position. With the Pot opened and down
away from the caster, you are able to move
the Piston by hand. Hold the end of a stick
of wood over the Nozzle hole sufficiently tight
to overcome the pressure applied by hand to the
Piston, If the Piston descends easily, the Pump
is leaking. If -the Piston resists hand pressure

Lockine THE Por OPEN

An indispensable “tip” was given to
Monotype students at technical sessions
conducted by the late Harry Wearn. To
keep the Pot from swinging back and forth
when it’s open, simply open it to its lowest,
widest point and then crank it up half a
turn. That action will lock the Pot in an
open position, not allowing it to swing back
and forth, splashing metal in the process.

and does not descend, the Pump is in good
condition. Be aware that should the Plug
(Screw Cap) at the bottom of the Pump Body
be loose, the Pump will also leak metal back
into the Pot and thus, negate this test.

This procedure should be used to deter-
mine whether your Piston and Pump Body are
a good match. If you have several, you may
need to invest a good amount of time check-
ing compatibility. Lanston (and others, such as
Hartzell Machine Works) did bore out Pump
Bodies to slightly oversize, and provided over-
sized Pistons, to correct leaking Pumps; Thus,
you may have several sizes on hand.

Lew says wear makes the Piston egg-shaped
and an egg-shaped Piston fitting tightly into a
Pump Body is an invitation to trouble, for it
tends to compact dross and carbon deposits on
the sides of the Pump Body, making for stuck
Pistons, or at best, erratic operation.

M&H Type does have Pump Bodies re-
built by a local machinist, who has the proper
boring equipment to enlarge the Pump Well
sufficiently to allow insertion of a sleeve. Sub-
sequently, the outside diameter of the worn
Piston is turned down just enough to allow
them to work together very tightly. Lew cau-
tions that only cast iron should be used for the
sleeve, and he strongly recommends that the
rebuilt Well and Piston be fit so tightly it’s
almost impossible to get them to work together.
He then laps them together using a product

A special word of thanks goes to Lew Mitchell, Bill
Riess, Jim Rimmer, Mike Bixler, and Jim Walczak. All
reviewed and added comments to this article before it was
published, and their comments haveimproved itimmensely.
Hllustrations on pages 7-9 are from English Monotype
manuals (vinyl-bound editions).
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called Putz Pomade, until they are just free
enough to work smoothly. He notes that the
tighter they are, the better the type you will be
making. Rebuilding a Pump Body is likely to
cost around $500.00.
OvVERsI1ZED P1sTON & SHORTENED PisTon

Lew Mitchell also calls our attention to
the fact that American Monotype made an
oversized 1%6-inch Piston & Pump Body, in-
tended for use with the Sorts Caster for type
sizes 24 point and larger. These are rare items,
and he notes he uses one routinely to get bet-
ter type when casting 22 and 24 point Centaur
on his Composition Caster. Bill Riess notes
that some old-timers had a habit of cutting off
'e-inch or more of the bottom “ring” on a
Piston to allow more metal to accumulate un-
der the Piston prior to casting the next charac-
ter. These persons often also drilled the hole in
the side of the Piston larger, operating on the
logic that the larger hole would allow more
metal to flow into the Pump Well after each
cast. Such “field expedients” sometimes are
effective. However, proper adjustmentand well-

fitting components usually handle the prob-
lem of moving enough metal to make solid
type without the need to modify equipment.

Now Back To THE MANUALS

Almost everything mentioned herein was
conveniently overlooked in Monotype manu-
als, perhaps because at some level, this infor-
mation was judged to be too specific for the
general Monotype operator. But since today
everyone is his own machinist, and most often
we are working alone, the information has
become most critical to our continued success.

This does not mean that subjects covered
by the manuals are unimportant. As a refresher
and as a precursor to making adjustments men-
tioned in this article, it is recommended that
you review all aspects of aligning the Nozzle
to the Mold, adjusting the vertical motion of
the Nozzle, issues relating to cleaning the
Cupped Bearing underneath the Pump Body,
and drilling out the Nozzle and the Nozzle
Throat. All these topics are well-covered in
manuals, and are just as essential as anything
mentioned herein.

The sixth session of Monotype University
is scheduled for June 5-12, 2005, to be held at
Terra Alta, W. Va. Interested potential students
are encouraged to apply immediately.

The intense week-long sessions, begun in
1995, are designed to give a detailed introduc-
tion to Monotype typecasting equipment to in-
dividuals expressingsolid commitmenttolearn-
ing the process and having a goal of actually
becoming a typecaster upon completion of the
course. To date, 28 persons have completed
instruction and Rich Hopkins, who hosts the
event, says over half of these individuals now
are making type on their own equipment.

It is necessary that all applicants have a
good working knowledge of letterpress print-
ing before attending the sessions; applicants
are required to submit samples of their letter-
presswork as evidence of this experience.

Students are responsible only for their food
and lodging for the week, and that expense
generally is kept to a minimum by housing

Monotype Unwersity VI Announced for fune, 2005

students in a nearby resort community where
they are able to share a modern vacation resi-
dence with cooking facilities.

Expenses generally range between $300 to
$400 for the week. There is no tuition fee, al-
though Hopkins does request that each student
bring at least 50 pounds of type metal to help
maintain his supply, noting that most students
carry away at least 50 pounds of new type made
during the session.

“My effort is to restrict enrollment to no
more than five students to assure close personal
attention to all.” In more recent years, Mono U
graduates have returned to assist in instruction
for the week and thus, there’s generally a one-
on-onestudent-teacherratio.

Individuals interested in attending should
send an introductory letter accompanied by
samples of the applicant’s letterpress work to
P.O.Box 263, TerraAlta, W. Va. 26764. Evening
telephone is (304) 789-6153, or you may contact
Hopkins via e-mail at WV Typenut@aol.com.
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T he Choker Valve—

A Different Setof Problemswith the Thompson

By Sky SHIPLEY
Chaef Engineer, Skyline Type Foundry

Operators of Thompson Type Casters, in-
cluding myself, seem to be plagued with type
that’s hollow or has a hole in the foot. The
consensus was that this mysterious flaw seemed
to come and go in defiance of
any adjustmentsto casting speed,
metal temperature, pump spring
pressure, or other variables. The
things I had tried in my quest to
overcome this trouble seemed
to make some difference, some-
times—but recently I had a
breakthrough that dramatically
and completely solved the prob-
lem. I’'ve broken the code!

On the day in question, I
hadbeen casting in g6 point. The
Choker Valve jammed solid in
the casting position (back). I
ladled the pot out, swung it away,
and dismantled the Nozzle and
Choker. It was all fairly clean in there, because
before putting this machine into service last
fall, I gave it a once-over including reaming
out the passages in the Choker Bushing, and
installing a brand-new Choker and Nozzle, with
both Valve Seats properly ground in, and the
Nozzle driven on properly so the Choker didn’t
bind at the point.

So I cleaned things up, reassembled, and
fired up. The Choker promptly stuck fast again
on the first cycle of the machine. I repeated
the tear-down and examined the Choker more
closely. It was privately manufactured, not
Monotype, although it was beautifully made.

I measured its shank and compared it with
a Monotype Choker, and it measured .002"
bigger—and did not fit in as freely. I found a
used Choker, lightly ground it into the Nozzle
and Bushing, and reassembled. Testing the
Valve Linkage with the Choker Tripping Le-
ver, I found this replacement Choker to be
noticeably easier to work—looser. I finished
by closing up the pot and properly adjusting
the Choker Cam Roller.

Visible evidence of improved casting
performance from Sky Shipley. Two
characters sawed in half. The one at
the top was cast before the Choker was
Jreed up and reveals much trapped air.
The second is much more solid and was

cast after Sky worked on his Choker.

When I started up casting again, I was
astonished to find the type to be the best that
has ever been produced in my shop. The foot
was just as solid as can be. More importantly, i/
has consistently remained this way through continuous
production in multiple point sizes and sets since then.

T, The Choker ona Thomp-
| son is simply a double-acting
.~ valve. In the forward position,
it 1s held by spring pressure
@ into a seat in the point of the
o Nozzle, which does two
. things: the Nozzle is closed so
~ metal can’t leak out, and a
- Duct between the Pump Well
I and the Pot is opened to al-

low the Well to fill with metal
as the Piston rises to the top of
its stroke. When the Choker
pulls back immediately prior
to the cast, these two are re-
versed: the Nozzle is opened
and the Duct to the Pot is
closed, so that the only path the metal from the
Pump can take is into the mold cavity.

So here’s what happened. The non-Mono-
type Choker was just oversized enough to want
to bind in its Bushing, which prevented it from
seating properly in the back position during
the cast. Consequently the Pump pressure was
vented into the Pot, and the type came out
looking like there was little or no Pump Spring
tension—hollow.

(I also'now believe that I had not gotten
the Choker Cam Roller properly adjusted on
this machine, which had exactly the same re-
sult—the Choker not seating during cast.)

This analysis is confirmed to me by a very
noticeable difference in the way the Piston
drops. Before all this, it came down with one
rapid stroke. Now the stroke is in three quick
stages—rapid/slow/rapid: the first stage be-
ing the actual cast, until the mold cavity is full.
Then the brief middle stage being slow piston
drop allowed only by metal “bypass” in the
Pump. Then at the moment the Choker Valve
moves forward again (unseats), the remaining
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Replacing T hree-Phase On An English Comp Caster

By DaN JoNEs
Newmarket, Ontario, Canada

All the machinery in my shop is single
phase except for the Varigear on my English
Comp Caster. When I was cleaning it up, I
figured out an interesting but unorthodox way
to bolt on a normal single-phase motor.

Here’s how to convert your English Mono-
type Composition Varigear to single phase.
First, remove the three-phase motor and give
the Varigear a good cleaning. Keep the three-
phase motor (who knows? The next guy might
want it). Make sure to remove the tapered
cone drive from the motor and keep it.

Next, buy a % horse TEFC (To-
tally Enclosed Fan Cooled) capacitor
start “C” face single-phase motor. It
will have a 5" shaft about 2" long. The
“C” face option gives you a motor with-
out a base that is meant to_face mount to
a machine. Treat yourself and buy it
new if you can; I found a U. S.-made
Leeson. Some motors may differ; how-
ever, the essential information below
should apply.

For those of you who have not
taken an AC induction motor apart, it
is a simple device. The single most im-
portant thing to do first is scribe a line
in the paint of the motor case showing
the alignment of the face, frame, and

back to allow proper reassembly. The next
important issue, of course, is to keep the in-
sides of the motor scrupulously clean.

Check the relationship between the mo-
tor and the casting machine itself. There needs
to be room to install the unit and adjust the
drive belt without the external motor wiring
box and starting capacitor hitting anything.

Take the motor apart. Remove the fan
cover on the back of the motor. There may be
a retaining plate holding the front bearing on.
If so, this must be unbolted. Here I mention
that it does not go back on. There will be two
fasteners near the motor shaft. Unbolt the four

The replacement single-phase motor looks in every way to be as the original
equipment on the Composition Caster.

n A Different Set of Problems with the Thompson, Concluded “

Pump pressure is relieved to the Pot and the
Piston rapidly drops the remainder of its spring-
loaded stroke. This three-stage drop was so
different in sound and appearance that ini-
tially I feared something was wrong or broken.
Then I beheld the beautiful solid type coming
out, and Glory hallelujah, I saw the light!

The box of parts I got with four Thomp-
son casters from Perfection Type included a
collection of old used Chokers, including one
broken in two (ouch). I had always assumed it
was a part that wore out and needed replace-
ment periodically, but now that I understand
exactly how they are engineered and function,

I see no reason that one would not last indefi-
nitely if the two Valve Seats are kept clean and
dressed as necessary.

Here’s the moral of the story. After you’re
confident the Choker Valve is clean and func-
tional (and the Choker Bushing passages clear),
carefully adjust the Choker Cam Roller to in-
sure that the Choker seats back against the
Bushing properly during the cast. This proce-
dure is not difficult, and is detailed on page 49
of the Monotype Thompson manual.

There is also an adjustment for correct
timing of the Choker action. We’ll cover that
one another day.

AMERICAN TyPECASTING FELLOwsHIP Newsletter—PAGE 16



long skinny tie rod bolts at the back which
hold the motor together. Once these are re-
moved, the front bearing of the motor is now
holding things together. Go slow and avoid
vigorous use of the portable impact enhancer
(a hammer). Wiggle the face of the motor off.
The main housing also can be left assembled
to the back face. The front bearing itself should
be retained on the armature shaft; there is no
need to take it off.

The bolt patterns of the three-phase mo-
tor and the new “C” face motor are different.
It will be necessary to drill and tap four new
bolt holes. Use %" or %" fasteners about 2"
long to bolt the motor face to the Varigear. The
bolt locations must clear any part of the inside
of the motor and the belt of the drive. Due to
these clearances, use Allen-type socket heads,
with lock washers.

Align the motor housing by eye, with a
scrap *s" shaft sticking out of the cone drive.
Duct tape can be used to hold things together
while four pilot holes are drilled. Start with '/s"
holes in locations where the head of the fas-
tener will clear the motor housing but still hit
the Varigear face. Increase the hole size and
tap some threads. Keep the inside of the
Varigear clean of metal chips.

Assembly is next. Positioning the internal
drive belt can be an interesting battle. Use a
clamp and a block of wood to move the
Varigear taper drive back. The motor-side cone
drive shaft should be greased as it is installed;
however, keep any lubricant off of the cone

faces themselves. The way things go together
will not allow the bearing retaining plate to be
bolted back on. If this is a concern for you, use
Locktite, but I have not had a problem. Some
lower horsepower motors don’t have this plate.

The taper cone drive must go back in the
unit first. Then bolt the front motor face on
with lock washers. (Make sure the fasteners
will not vibrate off and ruin the motor!) The
front bearing and armature (and the shaft key)
are fitted back into the tapered drive. Visibility
can be improved by removing the inspection
cover. I'it the motor shaft to the cone drive and
slide it on. Re-assemble the motor with the
four long bolts and replace the fan cover.

The position of the cone drive on the mo-
tor shaft needs to be set so there is clearance
between the belt and the inside of the drive.
This is not too critical as long as the rubber belt
doesn’t contact the case at high speeds.

Here is where it gets unorthodox. The only
way to tighten the set screw on the motor-side
cone drive (which is now inside the drive unit)
and retain the shaft key properly is to tighten it
through the Varigear case. Buy the longest 5"
Allen key you can find with the fancy “ball-
end.” Note that the four threaded holes used
to attach the whole unit onto the caster ma-
chine are through-holes. Practice before the
motor goes back on. The Varigear is a good
heavy-duty unit which will give years of low-
maintenance service.

Pictures are available if you e-mail a re-
quest to me at neptunewild@hotmail.com.

After the lengthy discussion of Ameri-
can Type Founders and especially Morris F.
Benton’s work in the last Newsletter, I got a
lengthy rebuttal from Rick von Holdt of
Miniburn, Iowa. Parts of his letter follow:

“I have come to the conclusion that
Morris Fuller Benton probably did NOT
design most (dare I say ALL?) the typefaces
credited to him. . ..

“Some old timers I talked to over the
years told me they doubted Benton ever
really sat down and ‘designed’ anything him-

Morris E Benton’s Design Work from Another Perspective

self. They used to say it was fairly common
knowledge he had a whole staff who did the
actual design work, under his supervision
and direction of course. . . .

“Isn’t it rather odd that with all the
people employed in the type design de-
partment at ATE only Benton’s name ap-
pears on practically all the design credits?
Was everybody else simply incompetent? I
don’t think so. . . . “I think his capacity was
more of art director/manager/advisor, etc.,
than of creative ‘designer.’”
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Dave Seat to Build Linotypes & Offer Detailed Travming

Dave Seat, a respected long-time hot-
metal machinist who still travels to shops need-
ing help with Linotypes, Ludlows, etc., has
put up a “trial balloon” to determine whether
there would be any interest in truly rebuilt
Linotype machines and training associated with
these machines.

“I’'m 64 years old and think I have a few
good years left in me before I lose the neces-
sary drive to make things happen. Recently
I've had made available to me a large ware-
house space giving me the necessary room to
fulfill a dream I've had of building—from the
floor up—a few truly rebuilt Linotypes.

“I have drawers and drawers full of brand-
new parts and also a good selection of old
machines. They’re doing no one any good
now, but by starting from the ground up, we’ll
end up with some truly first-class operating
machines. If there is interest in these machines,
I also will offer to spend a week or two provid-
ing the buyers with detailed instructions on
how to run and maintain the machines.”

Such an opportunity in these closing years
of the letterpress era is unparalleled. Dave
often finds himself in the situation of having
to “resurrect” a broken-down machine some-
one has purchased—a machine that truly can

not be made to produce good, consistent work.
By rebuilding machines from the floor up, he’ll
have the unique ability of replacing any and
all worn parts and will end up with the best
possible scenario for a person with a serious
desire to get into linecasting;

There still is a surprisingly diverse inven-
tory of usable matrices for linecasters, so it
certainly is still possible for a person to get into
linecasting with the goal of producing truly
good hot-metal composition.

You may contact Dave at Hot Metal Ser-
vices, P. O. Box 1160, Mount Juliet, Tenn.
g7121-1160. Phone (800) 542-2508.

Classified Ads

TWO OPERATING LUDLOWS plus a spare for parts, 4
cabinets with 71 complete fonts of mats, all other
components of a 43-year-old letterpress, offset, and custom
rubber stamp business for sale. Must vacate soon. Louis E.
Berube, 121 Pinewood Road, Lisbon, Maine 04250. Phone
(207) 353-8408 or email Isebstamps@adelphia.net.

ELECTRIC LUDLOW, two cabinets of matrices, pig feeder,
facer, two molds, centering stick, parts. Charles England,
Salt Lake City, Utah 84103. Phone (801) 531-9127.

NIKON SHADOWGRAPH OPTICAL COMPARATORS. |
have a pair of them that came from John Hern’s estate. At
least one is complete and fully operational. Extra parts and
bulbs. | have not found them to be useful to me and they are
available free to anyone who will pick them up (no
shipping). Sky Shipley, Skyline Type Foundry, Kompsviﬁe, M.
(618) 232-7447.

The waterway may open up easier from one end than the other.

at the front of the machine fo give an open passage for deaning.

damage fo the mold or split a pipe.

piston E by hand.

Directions for Using Mold Gun
For Cleaning Waterways
Clamp the deaner A to the bottom of fhe mold with @ regular mold screw used for holding the mold
on the main stand. Be sure the port holes in the deaner are in line with the waterways in the mold.

Put oil in one of the cylinders of cleaner A, insert piston E in that cylinder and tap lightly on the
piston. If this does not clean the waterway, put oil and piston in the other Cylinder and tap lightly.

The Cleaner s attached to the main stand by means of a bolt and nut fumished with the mold gun.
The method of cleaning the waterways in the main stand is similar o that used on the mold, but both
passages must be dleaned as one is supply and the other is drain. When cleaning the water supply
pipe, shut off the water at the back of the machine and remove the water supply valve from ifs body

Air pipes are deaned by inserting a small quantity of commercial ammonia, blowing out obsfruction
ofterfive minute softening, with not more than 20 pounds air blast. Stubbom cases may require the A
Mold Gun. Remove the air pins and insert the tubing B-C, using end € for regular air pipes and B
for jusfification air pipes. Insert oil and piston E in the tubing and tap very lightly on the piston.

CAUTION: Never strike the piston E too hard or with too heavy a hammer. To do so will cause

To clean the air blast remove the L-shaped pipe a1H, screw one end of it info sleeve D and re-
connect the other end with the union TH12. Insert D in end of €, put oil in B-C and pump with

Taken_from a loose piece of soiled Lanston Monotype literature.

Y
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A Linograph Machine for Terra Alta?

A casual 1929 magazine page copied by
Iritz Klinke of NA Graphics has ushered in a
very latent memory in this old printer’s mind.
Friz thought he would embarrass this Mono-
type nut by letting me know that once upon a
time, none other than a Linograph ‘
was located in my remote
mountaintop community.

The article appeared in
the January, 1929 issue of 7The
Inland Printer, and indicated
the Linograph company was
having difficulty with a
nationwide railroad
freight embargo. To
meet its delivery sched-
ule, the company hired
a White (brand) truck and dis-
patched it from Davenport,
Iowa, with three new ma-
chines all destined for West
Virginia. The accompanying
photograph gave me no as-
surance the truck would be
up to the job, but the article
reported success at deliveries
in Wheeling, Elkins, and (of all places) Terra
Alta, West Virginia.

It may come as a surprise to Fritz, but I
knew of this machine, though it has long-since
departed this community to an unknown fate.
In the late 1960s when I was a journalism pro-
fessor at West Virginia University, a faculty
group was dispatched to Oakland, Md., to
participate in “Journalism Day” activities spon-
sored by the local high school. Only recently,
another professor and I had purchased the
Preston County News at Terra Alta, W. Va. (about
seven miles from Oakland), and soon I was to
leave teaching to pursue this new career.

That evening at a gala banquet I was
seated beside an honoree, the long-time owner
and publisher of the Oakland Republican. The
course of our ensuing dinner conversation
brought out that I was nuts about hot-metal
typesetting, and of my new role in Terra Alta.

“Oh, I've spent many a night in Terra Alta
helping my friendly competitor with his

Linograph.” Previously, I had not known of
the Linograph, which was a knock-off com-
petitor to the Linotype, and my new Oakland
acquaintance proceeded to explain differences
which I now don’t remember. The Terra Alta
publisher’s name has
_ long-since disappeared
&, from my memory, but the
delivery to Terra Alta in
1923 was to the Preston
Republican here, a news-
paper which merged
out of business in the
1940s. The newspaper
I'bought was the Preston
County News, an upstart
begun in the 1960s (and
now merged itself). The
gentlemen I was speaking
with was the grandfather of
; e present publisher of the Oak-
land Republican, who only recently in-
vited me to “haul away” the paper’s
last-remaining Linotype machine (I
had to refuse—my place already is
too crowded with Monotypes).

It’s strange how the weekly newspa-
per publishing world has changed. It once was
“men and their machines,” but today it’s more
likely men (or women) who have little more
involvement in equipment other than a Mac
or a PC—they generally farm out the printing
to regional publishing centers.

Thanks, Fritz, for helping me clear away
the cobwebs on this remote piece of local lore.
By the way, he also noted that the White truck
outfit eventually became White Consolidated
Industries which, for a time, owned American
Type Founders.

The Linograph pictured with this article is from Legros &
Grant’s TYPOGRAPHICAL PRINTING-SURFACES, published
in 1916. Developed by Hans Petersen and introduced in 1912
(afler Linotype patents had expired), early models were quite
different in appearance from the Linotype and handled their
own unique matrices. I believe later models more closely re-
sembled the Linotype and did use Lino matrices. Petersen died
in 1924 and the company began to flounder. Iis assets were
purchased by the Intertype Company in 1944.
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ATF Newsletters First 30 Issues Are Indexed

Heavens! Lots of stuff has appeared since the first issue of this publication. Often I
have been asked for an index, but none had been done. Sky Shipley of Skyline Type
Foundry fame has come to everyone’s resue. After attending Monotype University in 2003,
he himself asked for an index. Since there was none, he volunteered to do one and thus,
what you see here is largely his effort. Thanks, Sky, for a job very well done. If no author is
cited, generally the piece has been written by the editor, Rich Hopkins.

AmericanTypecasting Fellowship
Typecasters Organization Established at Meeting, (Aug. 1978, No. 1, p. 2)
News of ATF Formation Spreads Quickly; Enquiries Are Varied, (Jan. 1979, No.
2,p.1) :
Piccoli Suggests Logo, (Feb. 1982, No. 7, p. 19)
What is This ATF, Anyway?, by Paul Hayden Duensing, (April 1988, No. 12, p. 6)
Trip to Germany Cancelled, (April 1990, No. 13, p. 26)
Dreyfus Defines Our ATF, by John Dreyfus, (July 1993, No. 17, p. 5)
Pilgrimage to Germany Set for Oct. 3-11, (May 1997, No. 21, p. 1)
See also: Hot Metal Preservation in Germany, (Oct. 1998, N6. 23, p. 1)
ATF Receives APHA's 2004 Institutional Laureate, (May 2004, No. 29, p. 22)
Conferences
What's the Atmosphere at an ATF Conference?, (April 1992, No. 16, p. 8)
1978(TerraAlta,W.Va.)
The Conference is Over, Fond Memories Remain, (Aug. 1978, No. 1, p. 1)
Conference Proceedings to be Published by Letterpress, (Aug. 1978,
No.1,p.1)
Official Delegates at the Terra Alta Conference, (Aug. 1978, No. 1, p. 2)
Letterpress Production of First Conference
Proceedings Finally Getting Underway, (March 1980, No. 4, p. 8)
1980 (NewRochelle,N.Y.)
Maybe a Conference This Summer, (March 1980, No. 4, p. 1)
Summer Conference is Definite ‘Go; (May 1980, No. 5, p. 1)
A Most Memorable Conference, (May 1981, No. 6, p. 1)
Roster of Persons Attending 1980 New Rochelle Conference, (May
1981, No. 6, p. 20)
1982(Oxford, England)
Three Possible Sites to Be Considered for Third ATF Conference, (May
1981, No. 6, p. 20)
Special Conference in Britain Proposed, (Feb. 1982, No. 7, p. 1)
Oxford Meeting is Great Success, (Jan. 1983, No. 8, p. 1)
A VIP Tour of Monotype International No Serious Typecaster Will Ever
Forget, (May 1984, No.9, p.7)
A Tyro's Thoughts About Oxford Meeting, (May 1984, No. 9, p. 12)
Typographically Famous' at Oxford College, (May 1984, No. 9, p. 13)
1984(Washington,D.C.)
D. C. Conference Set for June 21-24, (May 1984, No. 9, p. 1)
Conference Captures 'Fellowship’ Spirit, (Nov. 1984, No. 10, p. 1)
Note: For keynote address, see Typography, Type Design In the Era
Before ‘Pictures of Printing’
1986(Indianapolis, Ind.)
Where to Next?, (Nov. 1984, No. 10, p. 23)
Indianapolis to Host Conference July 11-13, (April 1986, No. 11, p. 1)
Indianapolis: Belated Story, (April 1988, No. 12, p. 2)
1988(TerraAlta,W.Va.)
1988 Conference Plans Announced, (April 1988, No. 12, p. 1)
Opportunity to Interface With Like-Minded Souls, by Paul Hayden
Duensing, (April 1990, No. 13, p. 26)
From Hot-Air Balloons to Colonial Williamsburg, by Guy Botterill, (April
1990, No. 13, p. 27)
They Crowded Into Rooms ... And Melted Metal, (April 1990, No. 13, p. 24)
Prepare Now to Attend Conference, (April 1988, No. 12, p. 4)
A Newcomer’s View of the ATF Conference, (April 1990, No. 13, p. 22)
A Low-Key Diversion Or A Boost to My Obsession?, (April 1990, No. 13, p.
23)
What's the Weather Likely to Be in July?, (April 1988, No. 12, p.4)
An Overview of the TA Conference, (April 1990, No. 13, p. 5)
1990(NevadacCity, Calif.)
Fond Memories of Nevada City, (Nov. 1991, No. 15, p. 1)
California Site for 1990 Meeting, (April 1990, No. 13, p. 2)
1992 (Williamsburg,Va.)
‘Colonial Confab’ Plans Ready for July, (April 1992, No. 16, p. 1)
Williamsburg Meet To Be July 10-12, 1992, (Nov. 1991, No. 15, p. 1)

Don't Come to the ATF Conference Empty Handed!, (April 1992, No. 16, p.

2)
Tentative Conference Schedule, (April 1992, No. 16, p. 7)
Hot Time in Williamsburg, (July 1993, No. 17, p. 1
See also: Dreyfus Defines Our ATF, by John Dreyfus, (July 1993, No. 17, p. 5)
1994 (BuenaPark, Calif.)
California in '94, (July 1993, No. 17, p. 1)
July Conference in California a ‘Go, (June 1994, No. 18, p. 0)
The Conference at Buena Park, (Jan. 1996, No. 19, p. 1)
See also: The Linecaster Technical Session, by John Kristensen, (Jan. 1996,
No.19,p.3)
1996 (Charlotte,N.C.)
Dates Set for Charlotte Meeting, (Jan. 1996, No. 19, p. 2)
Charlotte Conference Soon Underway, (Sept. 1996, No. 20, p. 1
Keynote Speaker Owns Massive Collection of Foundry and Monotype
Paraphernalia, by Paul Duensing, (Sept. 1996, No. 20, p. 2)
Just for Your ATF Archives—Looking Back at Charlotte Meet, (May 1997,
No.21,p.1)
1998(Sunnyvale, Calif.
Next Meeting Set for California; Tentative Date: Sept., 1998, (May 1997, No.
21,p.7)
20th Anniversary Meeting Set Oct. 2-4, (March 1998, No. 22, p. 1)
Two ATF Conferences in Retrospect, (Nov. 2000, No. 26, p. 2)
See also: Letter of Barry Schrader, (March 2002, No. 27, p. 16)
2000(Rindge,N.H.)
New Hampshire to be Site for 2000 Meet, (Nov. 1999, No. 24, p. 1)
Announcing the Twelfth Biennial Conference of the American
Typecasting Fellowship, (April 2000, No. 25, p. 1)
Two ATF Conferences in Retrospect, (Nov. 2000, No. 26, p. 2)
2002(Provo,Utah)
Provo, Utah, Selected as Site for 2002 Conference, (Nov. 2000, No. 26, p. 1)
Utah Conference in June Detailed, (March 2002, No. 27, p. 1)
Much Enthusiasm Generated by the Provo Conference, (Dec. 2003, No.
28, p. 10)
2004(TerraAlta,W.Va.)
Leipzig Conference Set for Sept., 2004, (Dec. 2003, No. 28, p. 1)
Conference Re-scheduled to Sept. 3-5, (May 2004, No. 29, p. 1)
Conference Travel Options Are Limited, (May 2004, No. 29, p. 2)
Joint Conference Keepsake To Be Printed at TA, (May 2004, No. 29, p. 3)
Why the Leipzig Affair Was Scrapped, (May 2004, No. 29, p. 4)
A New Approach to Technical Sessions, (May 2004, No. 29, p. 6)
Make-Do Conference is Well Received (April 2005, No. 30, p. 1)
A Young Newcomer’s View of an ATF Conference (April 2005, No. 30, p.
26)
2006 (Carson, Calif.)
2006 Meeting to be Staged at Carson, California (April 2005, No. 30, p. 1)
Newsletter
You Are Asked for Information for Next Newsletter, (Aug. 1978, No. 1, p. 8)
A Word About How This Thing Goes Together, (Jan. 1983, No. 8, p. 2)
Survey Says Typecasters Should Report Projects, (March 1998, No. 22, p. 11)
Some Information on Back Issues for You and the Bibliographers, (Nov.
1984, No. 10, p. 2)
Gerald Giampa, Jim Rimmer Prepare Exceptional Cover and Insert, (Nov.
1984, No. 10, p. 16)
The Front Cover, (Nov. 1991, No. 15, p. 21)

Barth Caster

How Valid Is the Claim About Superior Barth-Cast Type? (Sept. 1996, No. 20, p.
10)

Book Arts

Relocated Monotype Equipment To Be Used in Book Arts Teaching, (May 1984,

No.9, p. 14)
Making Paper by Hand—Since the 17th Century, (May 1984, No. 9, p. 20)
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Engraving (Matrix)
Matrices Engraved for Ancient Hebrew, by Mike Anderson, (April 2005, No.
30, p.31)

Internet

Internet Site for Typefounders, (Nov. 1999, No. 24, p. 5)

Perhaps It's Time for a Typecasting Website?, (March 2002, No. 27, p. 43)
See also: Letter of Tom Conlon, (Nov. 1999, No. 24, p. 4)

KoikeType Caster
(Jan. 1979, No. 2, p. 5)

Lettersand Activities of Readers (alphabetical)

Abraham, Ken, (Nov. 2000, No. 26, p. 46)

Ahlgren, Ralph, (May 1984, No. 9, p. 19), (April 1988, No. 12, p. 12)

Anderson, John, (Jan. 1983, No. 8, p. 8), (Nov. 1984, No. 10, p. 15)

Anderson, Mike (April 2005, No. 30, p. 2-3, 31)

Anderton, Bruce, (Nov. 1991, No. 15, p. 6), (June 1994, No. 18, p. 37), (March
1998, No. 22, p. 11), (Nov. 1999, No. 24, p. 2)

Andrews, John, (Nov. 1984, No. 10, p. 15)

Arndt, Mel (April 2005, No. 30, p. 32)

Appel, Arthur, (Nov. 1984, No. 10, p. 15)

Bahr, Leonard, (Nov. 1991, No. 15, p. 5)

Ballash, Ray, (May 1984, No. 9, p. 19)

Barris, Bob, (March 1998, No. 22, p. 18)

Benington,George, (July 1993, No. 17, p. 30)

Benoy, C. E., (Nov. 1984, No. 10, p. 15)

Berliner, Harold, (July 1979, No. 3, p. 4), (March 1980, No. 4, p. 8), (March 2002,
No. 27, p. 16)

Black, Don, (Dec. 2003, No. 28, p. 30)

Blass, Joseph, (June 1994, No. 18, p. 37)

Bohne, Pall W., (March 1980, No. 4, p. 5), (April 1988, No. 12, p. 13), (April 1992,
No. 16, p. 6)

Bollinger, Harry A, (Jan. 1983, No. 8, p. 7), (May 1984, No. 9, p. 19)

Bolton, David, (Sept. 1996, No. 20, p. 4)

Bossler, Gary, (March 1998, No. 22, p. 15)

Boston, Daniel

Branscom, Raymond, (Jan. 1983, No. 8, p. 8)

Bratter, Howard M., (June 1994, No. 18, p. 37)

Brown, Paul, (Nov. 1999, No. 24, p. 4)

Buchert, Rob, (Nov. 1999, No. 24, p. 5)

Bullen, Lee, (July 1979, No. 3, p. 7)

Bull Young, Nils

Burns, James F,, (Jan. 1979, No. 2, p. 4)

Cade, Phil, (July 1979, No. 3, p. 4), (Feb. 1982, No. 7, p. 14)

Carr, Dan, (Feb. 1982, No. 7, p. 13), (Jan. 1996, No. 19, p. 13), (Jan. 1983, No. 8, p. 9)

Chayt, Steve & Meryl, (May 1981, No. 6, p. 19)

Chen, Chris, A Young Newcomer’s View of an ATF Conference (April 2005,
No. 30, p. 26)

Chouinard, Terry, (March 1998, No. 22, p. 11)

Churchman, Dave, (Nov. 2000, No. 26, p. 46)

Coleman, Carroll, (May 1984, No. 9, p. 19), (April 1988, No. 12, p. 13)

Conlon, Tom, (Nov. 1999, No. 24, p. 4)

Cordes, Norman, (March 2002, No. 27, p. 17)

Cornelisse, John, (Dec. 2003, No. 28, p. 23)

Corrigan, Bob, (Nov. 1999, No. 24, p. 5)

Cummins, Edward, (Jan. 1996, No. 19, p. 12)

Cutler, Edmund, (Jan. 1996, No. 19, p. 11)

Daggs, Jim, (March 2002, No. 27, p. 17)

Danner, William, (April 1990, No. 13, p. 14)

Darrow, Carl, (April 1988, No. 12, p. 13), (Nov. 1984, No. 10, p. 14)

Dawson, R. M., (May 1981, No. 6, p. 17)

Denker, Michael, (Nov. 1999, No. 24, p. 2)

Desjardins, Michael & Helen, (April 1988, No. 12, p. 12)

Doherty, Robert J., (Nov. 1984, No. 10, p. 14)

Dolinski, Andrew, (Nov. 1999, No. 24, p. 3)

Driscoll, Phillip, (April 1988, No. 12, p. 12), (April 1992, No. 16, p. 6), (Jan. 1996,
No. 19, p. 13), (Nov. 1984, No. 10, p. 14)

Duensing, Paul and Ginger, (Jan. 1979, No. 2, p. 3), (Jan. 1979, No. 2, p. 4), (July,
1979, No. 3, p. 9), (Nov. 1991, No. 15, p. 13), (July 1993, No. 17, p. 29), (Nov.
1984, No. 10, p. 14)

Dunker, Andy, (Jan. 1979, No. 2, p. 4), (Jan. 1983, No. 8, p. 7)

Eickhoff, John, (July 1993, No. 17, p. 30)

Faulkenham, S. A., (July 1993, No. 17, p. 30)

Feller, Les, (Jan. 1979, No. 2, p. 3)

Fick, Alvin, (June 1994, No. 18, p. 37), (Nov. 1984, No. 10, p. 14)

Fitzhardinge-Bailey, Charles D., (July 1979, No. 3, p. 7), (May 1981, No. 6, p. 17),
(Jan. 1983, No. 8, p. 9), (Nov. 1984, No. 10, p. 22), (April 1988, No. 12, p. 13),
(Nov. 2000, No. 26, p. 46)

Folchi, George, (Nov. 2000, No. 26, p. 46)

Fritzberg, N., (Jan. 1983, No. 8, p. 8)

Gage, Fred, (March 2002, No. 27, p. 16)

Gerry, Vance, (Jan. 1979, No. 2, p. 4), (July, 1979, No. 3, p. 8), (Feb. 1982, No. 7, p.
18), (June 1994, No. 18, p. 37), (Nov. 2000, No. 26, p. 46)

Giampa, Gerald, (Feb. 1982, No. 7, p. 12)

Goossens, Patrick, (Dec. 2003, No. 28, p. 29)

Graden, Regis M., (April 1990, No. 13, p. 14), (Nov. 1984, No. 10, p. 22)

Grant, John, (Feb. 1982, No. 7, p. 9)

Greene, Jonathan, (July 1979, No. 3, p. 8)

Grube, W. Otto, (April 1990, No. 13, p. 14)

Halbert, Bob, (March 1980, No. 4, p. 6), (May 1981, No. 6, p. 19), (Feb. 1982, No. 7,
p. 12), (Feb. 1982, No. 7, p. 13)

Hancock, John E., (May 1984, No. 9, p. 19)

Harnish, Herb, (Jan. 1979, No. 2, p. 4), (Feb. 1982, No. 7, p. 13)

Harrigan, Francis X., (Nov. 2000, No. 26, p. 46)

Heaver, Steve, (July 1993, No. 17, p. 30), (Nov. 1999, No. 24, p. 5)

Heer, Hollys E., (Nov. 1999, No. 24, p. 2)

Helbert, Clifford L., (April 1988, No. 12, p. 13)

Hinde, Charlie, (May 1981, No. 6, p. 19), (Nov. 1999, No. 24, p. 2), (Feb. 1982, No.
7,p.14)

Hines, Laurence, (Nov. 1984, No. 10, p. 22)

Hoffman, Alfred, (Nov. 2000, No. 26, p. 46)

Hogan, Moreland, (Nov. 1991, No. 15, p. 5)

Holub, Eric, (May 1997, No. 21, p. 12), (Dec. 2003, No. 28, p. 18)

Hopkins, Rich, (Jan. 1996, No. 19, p. 11), (Feb. 1982, No. 7, p. 17), (May 1984, No.
9,p.6)

House, Glenn, (May 1984, No. 9, p. 19)

Huss , Richard Sr., (June 1994, No. 18, p. 37)

Hutchinson, Bradley, (Nov. 1999, No. 24, p. 3)

Hyder, Darrell, (Feb. 1982, No. 7, p. 13), (Nov. 1984, No. 10, p. 22), (April 1988,
No.12,p.12)

Hylton, Ron

Jackson, Bill, (March 1998, No. 22, p. 15)

Jones, Dan, (Nov. 2000, No. 26, p. 46)

Kapplin, Jim, (June 1994, No. 18, p. 37)

Kasuboske, Kent, (July 1993, No. 17, p. 30)

Keleher, Dan, (March 1980, No. 4, p. 6)

Kent, David, (June 1994, No. 18, p. 37)

King, Scott (April 2005, No. 30, p. 2, 32)

Klein, Wim, (Jan. 1983, No. 8, p. 7)

Klinke, Fritz, (Nov. 1991, No. 15, p. 5)

Knudson, Bryce, (Dec. 2003, No. 28, p. 9)

Koppa, Michael, (March, 1998, No. 22, p. 7)

Kristensen, John, (Nov. 1991, No. 15, p. 6)

L'Abbe, Earl R,, (April 1992, No. 16, p. 6)

Leach, Jack, (Nov. 1999, No. 24, p. 2)

Leehouts, Ken, (July 1979, No. 3, p. 7), (Jan. 1983, No. 8, p. 9)

Lesh, Bob, (Nov. 1984, No. 10, p. 22)

Ligda, Alan, (March 1980, No. 4, p. 5)

MacDonald, Ross, (Nov. 1999, No. 24, p. 2)

Mahoney, J. Carroll, (Nov. 1991, No. 15, p. 6)

Malkoff, Sol, (Nov. 1984, No. 10, p. 15)

Mathews, Richard, (Jan. 1979, No. 2, p. 3), (Feb. 1982, No. 7, p. 13)

McClelland, Curt, (Nov. 1991, No. 15, p. 6)

McGrew, Mac, (Jan. 1979, No. 2, p. 4)

McKnight, Norman, (April 1992, No. 16, p. 6)

Meier, Werner, (April 1990, No. 13, p. 14)

Mohr, Charles, (March 1998, No. 22, p. 18), (March 2002, No. 27, p. 17)

Morton, Alan P., (Nov. 1984, No. 10, p. 15)

Murray, William J,, (Jan. 1983, No. 8, p. 8)

Newberry Jr, W. R, (March 1980, No. 4, p. 6)

Northrup, Bruce, (March 1980, No. 4, p. 5)

Norton, Dave, (Jan. 1979, No. 2, p. 4), (Jan. 1983, No. 8, p. 7)

Ould, Martyn, (Nov. 1991, No. 15, p. 5)

Parrish, Jim, (Dec. 2003, No. 28, p. 18)

Parsons, Tom, (July 1993, No. 17, p. 30)

Patel, Arvind, (May 1981, No. 6, p. 17), (Jan. 1983, No. 8, p. 7), (May 1984, No. 9, p.
19), (Jan. 1996, No. 19, p. 13), (Nov. 1999, No. 24, p. 2)

Paul, Chris, (Nov. 1999, No. 24, p. 4)

Pauling, Stan, (Nov. 1984, No. 10, p. 14)

Peat, Dave, (Jan. 1996, No. 19, p. 11)

Peterson, Fred, (Dec. 2003, No. 28, p. 18)

Piccoli, Al, (May 1981, No. 6, p. 19)

Pion, Larry, (Nov. 1991, No. 15, p. 5), (Nov. 1991, No. 15, p. 6), (June 1994, No. 18,
p. 37)

Pollard, Stephen, (April 1988, No. 12, p. 13)

Postman, Frederica and Monroe, (March 1980, No. 4, p. 6)

Powers, John

Quyle, Paul B., (Jan. 1983, No. 8, p. 7)
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Lettersand Activities of Readers (continued)

Rarick, Jim, (Nov. 1991, No. 15, p. 6)

Rayher, Ed, (July 1993, No. 17, p. 30)

Rehak, Theo, (Jan. 1996, No. 19, p. 11)

Rice, Roy, (Jan. 1979, No. 2, p. 2), (July 1979, No. 3, p.7), (May 1981, No. 6, p. 19),
(Feb. 1982, No. 7, p. 13), (Sept. 1996, No. 20, p. 4)

Richter, Bob, (July 1979, No. 3, p. 7)

Rimmer, Jim, (March 1980, No. 4, p. 6), (Feb. 1982, No. 7, p. 7), (June 1994, No. 18, p.

25), (April 2005, No. 30, p. 3-4, 33)

Risseeuw, John, (Jan. 1983, No. 8, p. 9)

Romtvedt, David, (Nov. 1999, No. 24, p. 5)

Rouze, Gordon K., (June 1994, No. 18, p. 37)

Rueter, William, (Feb. 1982, No. 7, p. 13)

Rule, Chris, (July 1979, No. 3, p. 7)

Sager, Jan Jr, (Nov. 1999, No. 24, p. 5)

Santmyer, Roy, (April 1990, No. 13, p. 15)

Saxe, Steve, (July, 1979, No. 3, p. 9)

Schappler, John, (April 1992, No. 16, p. 6)

Schrunk, Lee, (Sept. 1996, No. 20, p. 4)

Schuler, Christine, (Jan. 1996, No. 19, p. 12)

Setek, John, (April 1990, No. 13, p. 14), (Sept. 1996, No. 20, p. 4), (May 1997, No. 21,
p.4), (Nov. 1999, No. 24, p. 4)

Shipley, Sky (April 2005, No. 30, p. 2-3)

Silberman, Michael, (April 1988, No. 12, p. 12)

Simon, Bill, (April 1992, No. 16, p. 6)

Smith, Anthony, (Jan. 1996, No. 19, p. 12), (May 1997, No. 21 p.4)

Smith, Frederick, (Nov., 1999, No. 24, p. 5)

Smith, Lee, (July 1993, No. 17 “, p. 30)

Smith, Tony, (Nov. 1999, No. 24, p. 5), (Nov. 2000, No. 26, p. 46)

Snapp, Sieg, (Nov. 1984, No. 10, p. 22)

Solo, Dan, (Jan. 1996, No. 19, p. 13)

Soule, A. R, (Feb. 1982, No. 7, p. 15)

Spurling, Bill, (Nov. 2000, No. 26, p. 47)

Squires, Jeronimo, (Sept. 1996, No. 20, p. 4)

Stanley, Francis, (June 1994, No. 18, p. 37), (March 2002, No. 27, p. 16)

Stern, Chris, (March 1998, No. 22, p. 13), (Nov. 1999, No. 24, p. 3)

Stiennon, Michael, (April 1992, No. 16, p. 6)

Stout, Owen, (March 1980, No. 4, p. 5), (May 1981, No. 6, p. 19), (Feb. 1982, No. 7, p.
16), (Nov. 1984, No. 10, p. 22)

Supcoe, Mike, (Nov. 1999, No. 24, p. 4)

Takaoka, Juzo, (April 1988, No. 12, p. 12)

Thierbach, William, (Nov. 1984, No. 10, p. 15)

Thomson, Thomas N., (Nov. 1984, No. 10, p. 15)

Thornton, Neil, (July 1993, No. 17, p. 30)

Tolnay, Tom, (Sept. 1996, No. 20, p. 4), (March 1998, No. 22, p. 7), (March 2002, No.
27, p. 16)

Trower, Timothy, (Sept. 1996, No. 20, p. 4), (Nov. 1999, No. 24, p. 2), (Nov. 1999, No.

P
Venrick, Bill, (Sept. 1996, No. 20, p. 4)
Wagner, Jim, (Sept. 1996, No. 20, p. 4)

Walczak, Jim, (Nov. 1991, No. 15, p. 5), (Jan. 1996, No. 19, p. 12), (Sept. 1996, No. 20,

p. 4), (Nov. 1999, No. 24, p. 3), (March 2002, No. 27, p. 44)
Walters, Gregory J., (April 1990, No. 13, p. 14), (Jan. 1996, No. 19, p. 11), (March
1998, No. 22, p. 7), (April 2005, No. 30, p. 3-4)
Waring, Alan, (April 1990, No. 13, p. 14), (Dec. 2003, No. 28, p. 18)
Washbish, Bruce, (Dec. 2003, No. 28, p. 18)
Way, Thomas E., (Nov. 1984, No. 10, p. 14)
Wearn, Betty, (May 1997, No. 21, p. 4)
Wearn, Leslie, poem (April 2005, No. 30, p. 33)
Weber, Ed, (June 1994, No. 18, p. 37)
Weidemann, Harry, (July, 1979, No. 3, p.9)
Weiland, Henry, (Nov. 1984, No. 10, p. 22)
Weygand, James L., (Jan. 1983, No. 8, p. 7)
Whalen, John W., (May 1984, No. 9, p. 19)
Williams, Bert, (Jan. 1979, No. 2, p. 4)
Williams, Fred, (Nov. 1984, No. 10, p. 22)
Winkel, Thomas R,, (Jan. 1996, No. 19, p. 12)
Winter, Don, (March 2002, No. 27, p. 17)
Woodruff, Hugh, (Sept. 1996, No. 20, p. 4), (Nov. 1999, No. 24, p. 2)
Woodworth, Fred, (Sept. 1996, No. 20, p. 4), (Nov. 1999, No. 24, p. 2)
Worley, Lillian & Parker, (Jan. 1983, No. 8, p. 9)
Waulling, Emerson G., (April 1992, No. 16, p. 6), (June 1994, No. 18, p. 37)
Wylan, Henry, (May 1984, No. 9, p. 19)
Zugel, Brian, (Jan. 1996, No. 19, p. 13)

Libraries

‘Unknown’ References Held in Stephen Saxe Collection, (Nov. 1984, No. 10, p.
18)

Linecasters

Hot Metal Typesetting Chill, (from New York Times, 1978, (Jan. 1979, No. 2, p. 5)

On Buying a Ludlow, by James A. Parrish, (April 1988, No. 12, p. 8)
Some Solid Advice Before Buying a Linecaster, by Norm Cordes, (April 1990,
No.13,p.3)
Talk About A Bargain!, by Robert Schladetzky, (April 1990, No. 13, p. 4)
Parrish Estimates 7,000 Ludlows Still in Use, (Nov. 1991, No. 15, p. 14)
The Linecaster Technical Session, by John Kristensen, (Jan. 1996, No. 19, p. 3)
German Linotypes Altogether Different, by Bruce Anderton, (Nov. 1999, No.
24,p.7)
Addendum to this article, (March 2002, No. 27, p. 16)
How Much Did a New Model 31 Linotype Machine Cost in 1959?, (Nov. 2000,
No. 26, p. 31)
Addendum to this article, (March 2002, No. 27, p. 16)
Ill-Fated APL Linecaster Celebrates 70th Birthday, (Dec. 2003, No. 28, p. 19)
More Evidence That Linecasters Were a Major Investment, (Dec. 2003, No. 28,
p. 21)
See also: Letter of Leonard Spencer, (March 2002, No. 27, p. 17)
Letter of Pat Leary, (March 2002, No. 27, p. 17)
Setting the Back Knife on Linotype Machines, by Patrick J. Burns, (May 2004,
No. 29, p. 23)
Dave Seat to Build Linotypes & Offer Detailed Training, (April 2005, No. 30, p.
18)
A Linograph for Terra Alta? (April 2005, No. 30, p. 19)
Machinery
Acquiring, Collecting, Owning and Disposing of
A Bit of Nostalgia from Paul Duensing, by Paul Duensing, (Jan. 1979, No. 2, p.
3)
Sophisticated Computer Stuff, (Jan. 1979, No. 2, p. 1)
On Shipping and Storing Typecasting Equipment, (March 1980, No. 4, p. 4)
Death Claims Pioneer Private Typecaster; Shop Virtually Lost!, (Feb. 1982,
No.7,p.6)
Collectors Face Good Guys & Bad Guys, (Feb. 1982, No. 7, p. 10)
Useful Tidbit for Persons Importing Matrices, (Feb. 1982, No. 7, p. 15)
Missing, Missing. There Always Seems to be One Mat Missing, (Feb. 1982,
No.7,p. 16)
Moving a Caster Isn't an Impossible Task, (Jan. 1983, No. 8, p. 13)
Mail-Order Mat Cases, (Jan. 1983, No. 8, p. 14)
Will Your Hobby Shop Outlast You?, (May 1984, No. 9, p. 4)
Seeking Equipment? Perhaps Here Are Some Leads, (May 1984, No. 9, p. 18)
True Confessions:, (April 1988, No. 12, p. 11)
When Discarded Equipment is Discovered We're Obliged to Go and ‘Check
It Out; (April 1990, No. 13, p. 19)
They've Offered Me A Machine ... Should | Take It?, (April 1990, No. 13, p. 20)
An ‘Orphan Annie’ Nearly ‘Did Me In; by Roger Frith, (Nov. 1991, No. 15, p. 19)
Three Unique Opportunities to Acquire Hot-Metal Equipment, (Nov. 1991,
No. 15, p. 20)
Lino Mats Saved from Scrapper, (May 1997, No. 21, p. 11)
11 Kustermann Casters Found In Storage, by Sky Sh|p|ey, (Dec. 2003, No. 28,
p.4)
Engineering, Maintenance and Repair
The Poor Man's Remelt Furnace, by Roy Rice, (Jan. 1979, No. 2, p. 2)
Phase Converter, (Jan. 1979, No. 2, p. 3)
How Do You Heat Old Bruce's Pot?, by Stan Nelson, (Jan. 1979, No. 2, p. 4)
On the Matter of Three-Phase, by Harry Wiedemann, (July 1979, No. 3, p. 8)
A Pro Will ‘Beat the Book' Every Time, (Jan. 1983, No. 8, p. 14)
Dave’s Fantastic Rust-Killing Remedy, (Nov. 1991, No. 15, p. 17)
Addendum No. 1 to this article, (April 1992, No. 16, p. 3)
Addendum No. 2 to this article, (July 1993, No. 17, p. 30)
A Self-Contained Cooling System, by Jim Walczak, (Jan. 1996, No. 19, p. 14)
A Commercial Phase Converter, (May 1997, No. 21, p. 12)
Both Commercial and Home-Made 3-Phase Power
Conversion Discussed, (March 1998, No. 22, p. 6)
Do Caster Pots Ever Explode?, (Nov. 1999, No. 24, p. 6)
Perhaps Here's a Better Way to Dross a Pot, (Nov. 2000, No. 26, p. 8)

Matrices

Got Authentic ‘Fat Face’ Mats?, (Jan. 1979, No. 2, p. 1)

On the Loaning of Matrices, (Jan. 1979, No. 2, p. 4)

Barney Rabin Cuts His Own Linotype Mats, (July, 1979, No. 3, p. 10)

All Matrices Aren’t the Same Depth, (March 1980, No. 4, p. 6)

Difference in)Making Own Lino Mats Explained, by Barney Rabin, (May 1984,
No.9,p. 15

Lanston’s Matrix Numbering Explained, by Mac F. McGrew, (May 1984, No. 9, p.
16

Addendum to this article, (Nov. 1984, No. 10, p. 9)

U. S. Comp Matrix Production Continues—Facilities Now in California at
Mackenzie-Harris, (May 1984, No. 9, p. 22)

Heartwarming Stories of Lost Matrices Found, (April 1990, No. 13, p. 32)

Bashed-In Matrices Can Be Repaired, (April 1992, No. 16, p. 3)

Casting A Fist, (July 1993, No. 17, p. 16)

On Mono Matrix ‘Drives; (July 1993, No. 17, p. 25)

The Barth Was One Reason for ATF's Quality But Matrices Also Played a Crucial
Role, (June 1994, No. 18, p. 20)

Addendum to this article, (Jan. 1996, No. 19, p. 13)
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Jim Rimmer Uses Lanston Punches To Strike ‘Goudy Bible’ Matrices, by Jim
Rimmer, (June 1994, No. 18, p. 38)

Addendum to this article, (Jan. 1996, No. 19, p. 12)

On Matrices and on Type Metal, (Nov. 2000, No. 26, p. 4)

To the Editor: Aligning Matrices, by Ray Swinfield and Rich Hopkins, (Nov.
2000, No. 26, p. 8)

Depth of Drive Big Problem in Revival of Old Matrices, (Nov. 2000, No. 26, p.
32)

How to Make Your Own Matrices, by Mike Anderson, (March 2002, No. 27, p.

9)

See also: Electro Mat Making Article Put to the Test, by Greg Walters, (Dec.
2003, No. 28, p. 23)

‘Dressed’ Ludlow Mats Can Be A Real Problem, (March 2002, No. 27, p. 18)

See also: Auction Acquisition Has Colorful History, (May 1997, No. 21, p. 3)

Specimen Reviews, (March 1998, No. 22, p. 11)

Matrices Engraved for Ancient Hebrew, by Mike Anderson (April 2005, No.
30, p. 31)

See also Reviewing Work from Five Foundries (April 2005, No. 30, p. 2-5)

MediaArticles, Announcements &Reviews

Printing News Tells of ATF, (Feb. 1982, No. 7, p. 5)

Richard E. Huss Proposes Book on ‘The Composition Matrix; (Feb. 1982, No. 7,
p. 18)

See also: Notice, (Jan. 1983, No. 8, p. 11)

Notice, (May 1984, No. 9, p. 6)

Press Operator Receives Grant, (May 1984, No. 9, p. 13)

Linotype is the Subject of Dissertation, (Nov. 1984, No. 10, p. 3)

Media Reports: ATF Meeting, Stan Nelson, (Nov. 1984, No. 10, p. 23)

Monotype Films Available, (April 1986, No. 11, p. 3)

'20th Century Types' A Winner!, by Paul Hayden Duensing, (April 1988, No.
12,p.5)

100-Year Old Puzzle About to Be Solved Book Documents Stempel Foundry,
(April 1988, No. 12, p. 7)

Early Thompson Manual Reprinted, (April 1988, No. 12, p. 15)

‘Origin of the American Point System of Type Measurement; (Nov. 1991, No.
*15,p.7)

Monumental Type ‘Bible’ Now Available, (June 1994, No. 18, p. 24

Long-Awaited Rehak Book is Published, (June 1994, No. 18, p. 26)

Mergenthaler Stamp To Be Issued (At Last!), (Jan. 1996, No. 19, p. 18)

‘The Elements of Typographic Style; (March 1998, No. 22, p. 16)

‘Gifts of the Leaves, (March 1998, No. 22, p. 16)

"100 Years of Making Type; (March 1998, No. 22, p. 16)

Four Books to Help You Keep Yesterday Alive!, (March 2002, No. 27, p. 48)

Monotype
Monotype Standard Screw Threads, (July 1979, No. 3, p. 6)

British Monotype Corporation

Hot Metal Typesetting Chill, (Jan. 1979, No. 2, p. 5)

Still Committed to Hot Metal, (July 1979, No. 3, p. 4)

Monotype Sells Mat Libraries, (May 1981, No. 6, p. 6)

A VIP Tour of Monotype International No Serious Typecaster Will Ever
Forget!, (May 1984, No. 9, p. 7)

Hot Metal Support Coming to End at Monotype, (April 1990, No. 13, p. 15)

British Monotype Hot-Metal Operations To Be Separated, Relocated, (Nov.
1991, No. 15, p. 15)

Making Mats for Euro Sign Accomplished by Monotype, (Nov. 1999, No. 24,
p. 11)

Composition Caster & Keyboard

When You're Through Casting, (July 1979, No. 3, p. 8)

Bits & Pieces About Comp Caster Operation, (March 1980, No. 4, p. 4)

Lubrication: The Key to Successful Typecaster Oper, by Abe Horowitz, (May
1981, No. 6, p. 18)

A Hidden Meaning?, (Jan. 1983, No. 8, p. 6)

Unnecessary Machine Adjustments, (Nov. 1984, No. 10, p. 21)

What Standards Are Standard?, (April 1990, No. 13, p. 29)

Proper Diagnosis is Key to Successful Operation, (April 1990, No. 13, p. 29)

Getting All the Lines to Justify, (Nov. 1991, No. 15, p. 12)

Surprisingly Interchangeable!, (Nov. 1991, No. 15, p. 4)

High Quads vs. Low Quads, (May 1997, No. 21, p. 5)

This Was Once A Keyboarding Exercise, (May 1997, No. 21, p. 6)

Joint Purchase of Mono Keyboard Paper Proposed, (March 1998, No. 22, p.
13)

Monotype Technical Corner, (March 1998, No. 22, p. 17)

Building and Adjusting and American Monotype Bridge, (Nov. 1999, No.
24, p. 10)

‘Mac-Mono’ Aids Newsletter Production, (Nov. 1999, No. 24, p. 34)

Doing Things the Right Way: Fixing a ‘Locked’ Caster, by Jim Walczak, (Nov.
1999, No. 24, p. 35)

More Than You Ever Wanted to Know About Monotype Keyboards, (Nov.
2000, No. 26, p. 14)

Explanation of Monotype Terms, (March 2002, No. 27, p. 34)

Fixing a Water Leak on a Composition Caster, (March 2002, No. 27, p. 49)

See also: Letter by Bill Riess, (March 1998, No. 22, p. 7)

A Conversation With My Mono Comp Caster, (Dec. 2003, No. 28, p. 30)

A Monotype Keyboard Solution for Set Widths Over 12, (May 2004, No. 29,
p. 24)

Probing the Mysteries of Pumping Metal on a Monotype (April 2005, No.
30,p.7)

Replacing Three-Phase on an English Comp Caster, by Dan Jones (April
2005, No. 30, p. 16)

Super Caster
Has Anyone Ever Considered Air-Cooling Thompson Mats?, (April 1990,
No.13,p.18)

Specimen Book

Halbert Proposes to Complete Lanston’s Type Specimen Book, (Nov. 1991,
No. 15, p. 16)

Mac McGrew Energizes Effort to Document Lanston Specimen Book,
(April 1992, No. 16, p. 1)

Monotype University
Study Program Proposed for Typecasting Aspirants, (June 1994, No. 18, p. 28)
MonotypeUniversityl(1995)
The First Monotype University, by Paul Hayden Duensing, (Jan. 1996, No.
19, p. 6)
Rich’s F;’ostscript, (Jan. 1996, No. 19, p. 9)
Student Reports
It Was of Mythical Proportions, by Lisa Beth Robinson, (Jan. 1996, No. 19, p.
%

)
It Took Me Five Seconds to Decide to Go, by C. Christopher Stern, (Jan.
1996, No. 19, p. 7)
The Epitome of Personalized Instruction, by Howard Bratter, (Jan. 1996,
No.19,p.8)
A Time of Focused Enthusiasm, by Dan Jones, (Jan. 1996, No. 19, p. 8)
MonotypeUniversityll(1997)
Course Descriptions for ‘Monotype U’ by Gregory Jackson Walters,
(March 1998, No. 22, p. 2)
See also: Letter by Terry Chouinard, (March 1998, No. 22, p. 11)
MonotypeUniversitylll(1999)
Mono U Ill Was Something | Had to Do, by Mike Anderson, (Nov. 1999, No.
24, p. 29)
Student Outlines a Typical Day at Monotype University, by Dan Waters,
(Nov. 1999, No. 24, p. 30)
A Seven-Year Dream of Type Fulfilled: Monotype U I, by Rob Buchert,
(Nov. 1999, No. 24, p. 33)
MonotypeUniversityIV(2001)
Students Give Insight Into Fourth Session of Monotype University
The Land of Oz, by Paul Aken, (March 2002, No. 27, p. 45)
A New Respect for the Talent Necessary to Cast a Font of Type, by Bob
Magill, (March 2002, No. 27, p. 46)
A Journey to Mount Olympus, by Dave Clinger, (March 2002, No. 27, p. 47)
MonotypeUniversityV(2003)
Monotype University Has Largest-Ever Class of Graduates, (Dec. 2003,
No. 28, p. 5)
A Student’s View of Monotype U 5, by Sky Shipley, (Dec. 2003, No. 28, p. 6)
| knew next to nothing .., by Scott King, (Dec. 2003, No. 28, p. 7)
Everything that inspired .., by Rebecca Gilbert, (Dec. 2003, No. 28, p. 8)
Now is the time to feel, smell and hear it, by lan Schaefer, (Dec. 2003, No.
28,p.9)
MonotypeUniversityVI(2005)
Monotype University VI Announced for June, 2005 (April 2005, No. 30, p.
15)

Museums & Organizations

19th Century Industrial Trade Museum Envisioned by Writer from Staten
Island, (April 1988, No. 12, p. 13)

Iron Age Machine Museum, (April 1990, No. 13, p. 14)

French Group Being Organized To Perpetuate Metal Typecasting, (Nov. 1991,
No.15,p.7)

A Visit to the Cabinet des Poingons At the Imprimerie Nationale in Paris,
(April 1992, No. 16, p. 4)

Paul Duensing Reports Typefounding Museum Progress in Germany, (April
1992, No. 16, p. 5)

English Preservation Efforts, (Jan. 1996, No. 19, p. 5)

An ATF ‘Twin’ Found in Holland, by Paul Hayden Duensing, (March 1998, No.
22,p.5)

Hot Metal Preservation in Germany, (Oct. 1998, No. 23, p. 1)

Darmstadt Museum's Fate Resolved ‘at Last Minute’ (Nov. 1999, No. 24, p. 1)

Components of Cherished Lino Turned into Museum Display, (Nov. 1999, No.
24,p.6)

Hermann Zapf Reports Status of German Museums, (Nov. 2000, No. 26, p. 43)

See also: Letter by Bob Richter, (July 1979, No. 3, p.7)

Obituaries (Indexed alphabetically)
Agner, Dwight, (Dec. 2003, No. 28, p. 41)
Annenberg, Maurice, (March 1980, No. 4, p. 8)
Cade, Phil, (March 2002, No. 27, p. 50)

Cutler, Edmund, (Dec. 2003, No. 28, p. 41)

Driscoll, Dan, (Nov. 1991, No. 15, p. 7)
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Obituaries (Continued)
DuBois, Tad, (Jan. 1996, No. 19, p. 12)

Frith, Roger, (Jan. 1996, No. 19, p. 4)

Hern, John, (Dec. 2003, No. 28, p. 41)
Howell, Ralph, (Jan. 1996, No. 19, p. 12)
Huss, Richard E., (Nov. 1999, No. 24, p. 2)
Jackson, Bill, (Dec. 2003, No. 28, p. 41)
Lawson, Alex, (Dec. 2003, No. 28 4" p. 41)
Levenson, Roger, (Jan. 1996, No. 19, p. 4)
Lewis, Blaine, (March 2002, No. 27, p. 51)
Lieberman, J. Ben, (Nov. 1984, No. 10, p. 16)
Lindner, Ernie, (March 2002, No. 27, p. 50)
Reyer, Dustin, (May 1997, No. 21, p. 5)
Sheldon, Gale, (March 2002, No. 27, p. 50)
Sizemore, Hyden, (Jan. 1983, No. 8, p. 8)
Stout, Owen, (Nov. 1991, No. 15, p. 7)
Thierbach, William, (Jan. 1996, No. 19, p. 12)
Turner, Bill, (March 1980, No. 4, p. 8)
Wearn, Harry, (Jan. 1996, No. 19, p. 4)
Wiedemann, Harry, (Feb. 1982, No. 7, p. 6)
Williams, Fred, (March 2002, No. 27, p. 51)
Worley, Lillian, (Dec. 2003, No. 28, p. 41)

Poetry

The Caster Op, by Leslie Wearn (April 2005, No. 30, p. 33)
Punchcutting

Cutting Punches for Regulus, by Dan Carr, (Jan. 1996, No. 19, p. 15)
Nelson Visits World’s Only Pro Punchcutters, (March 1998, No. 22, p. 18)
Specimens (SeeType Specimens)

ThompsonType Caster

Who Was Thompson?, (Jan. 1979, No. 2, p. 3)

Insulating Your Thompson, by Roy Rice, (Jan. 1979, No. 2, p. 5)

Rare Thompson Specimen Studied, (July 1979, No. 3, p. 1)

Useful Information on the Thompson Caster, (July 1979, No. 3, p. 2)

Followup to the Thompson Article, (March 1980, No. 4, p. 1)

A Thompson Operating Lever for Your Safety, (April 1986, No. 11, p. 4)

Advice on Operating a Thompson, (July 1993, No. 17, p. 24)

Fretting About a Thompson Choker Valve Gone Astray, by Phillip Driscoll,
(Nov. 1999, No. 24, p. 23)

My Thom)pson Pot Wouldn't Get Hot Enough, by John Hern, (May 1997, No.
21,p.9

Adder?dum to this article, by Bill Riess, (March 1998, No. 22, p. 7)

Installing a Metal Feeder on a Thompson, by Sky Shipley, (Dec. 2003, No. 28, p.
29)

See also: Letter by Arvind Patel, (Jan. 1996, No. 19, p. 13)

Letter by Roy Rice, (Sept. 1996, No. 20, p. 4)

The Choker Valve—A Different Set of Problems, by Sky Shipley (April 2005,
No. 30, p. 15)

How | Blew Up My Thompson, by Sky Shipley (April 2005, No. 30, p. 30)

Typecasting

Proper Alignment for Sorts, (from Lanston Monotype, 1939), (Jan. 1979, No.
2,p.2)

Recent History, Yet So Very Long Ago, (Nov. 1984, No. 10, p. 17)

Duensing Visits Hill & Dale Shop, (July, 1979, No. 3, p. 9)

Modern Hand-Mold Proposal Being Developed, by Stan Nelson, (March
1980, No. 4, p. 7)

Next Newsletter to Feature Typecasting from Your Shop, (May 1981, No. 6, p.

5)
The Private Press and Typefoundry of Paul Hayden Duensing, (Feb. 1982, No.

LD

Somg Laughs & Some Serious Concern, (Feb. 1982, No. 7, p. 4)

Type Designs Cast by ATF Members, (Feb. 1982, No. 7, p. 19)

Various Private and Commercial Typecasting Projects Reported, (May 1984,
No.9, p.32)

Original Font Cut in Lead, Matrices Are Electroformed, by Jim Rimmer, (May
1984, No. 9, p. 27)

Complete Alphabet Showings Of Two Original Metal Designs Are Revealed
by Jim Rimmer, (Nov. 1984, No. 10, p. 3)

Harold Berliner’s Typefoundry Issues Excellent Type Specimen Study, (Nov.
1984, No. 10, p. 8)

Duensing Engraves Zapf's Civilite, (Nov. 1984, No. 10, p. 8)

Rice Electroforms His Own Matrices, (Nov. 1984, No. 10, p. 8)

English Member Acquires a Typograph Caster, (Nov. 1984, No. 10, p. 20)

Can We Perpetuate Hot Metal?, (April 1986, No. 11, p. 6)

... Or Were They That Special?, (April 1988, No. 12, p. 10)

An Extraterrestrial Typecasting Proposal, (April 1988, No. 12, p. 13)

Newspaper Features Berliner & Foundry, (April 1988, No. 12, p. 14)

What Makes Us Tick, Anyway?, (April 1988, No. 12, p. 14)

Correction to this article, (April 1992, No. 16, p. 6)

Taylor Downscales His Out of Sorts Typefoundry, (April 1990, No. 13, p. 2)

Sycamore Type Foundry Gets a New Home, (April 1990, No. 13, p. 28)

Each Typecasting Effort ‘Jinxed; by Vance Gerry, (April 1990, No. 13, p. 30)

How Harry Wearn Helped at Sycamore, by Jim Walczak, (Nov. 1991, No. 15, p. 15)

Theo Rehak, (Nov. 1991, No. 15, p. 5)

English Op Reveals Lengthy Monotype Love Affair, (April 1992, No. 16, p. 5)

Bob Ferguson Acquires Several Monotype Casters, (July 1993, No. 17, p. 28)

Typecasters Stage a Mini-Summit, (July 1993, No. 17, p. 4)

How a Collection Came to Be, (June 1994, No. 18, p. 28)

On Reviving Cincinnati Initials, by Howard Bratter, (Jan. 1996, No. 19, p. 10)

The Joy of Taming a Thompson, by John A.Hern, Jr., (Jan. 1996, No. 19, p. 16)

The Pinmark Re-Emerges, (Jan. 1996, No. 19, p. 17)

The Placing of Pivotal Casters from ATF, (Sept. 1996, No. 20, p. 4)

Auction Acquisition Has Colorful History, (May 1997, No. 21, p. 3)

Mini-Conference Held in W. Va., (May 1997, No. 21, p. 7)

Quotation Quads—Can't Do Without ‘Em!, (May 1997, No. 21, p. 8)

Recent ATF Revival Castings, (May 1997, No. 21, p. 8)

Mats for Old Keystone Initials Discovered, by John Hern, (May 1997, No. 21, p.
10)

Dan Carr Revives ATF DeRoos, (May 1997, No. 21, p. 12)

Typecasting Wood Engravings, (May 1997, No. 21, p. 12)

Dan Jones Finds a New Use for Ludlow Supersurfacer, (Nov. 1999, No. 24, p. 9)

A Typecaster’s Log, by David Bolton, (Nov. 1999, No. 24, p. 24)

Diary of Two Madmen, by Theo Rehak, (Nov. 2000, No. 26, p. 24)

About the Baskerville Design Used Herein, (Nov. 2000, No. 26, p. 40)

Typographical Experiment in Blackletter—Our Special Type-Making
Procedure, by Jim Walczak, (Nov. 2000, No. 26, p. 41)

Mold Making at the Atelier Press & Typefoundry, by Stan Nelson, (March 2002,
No.27,p.3)

Mold & Matrix Making at Pratt Pressworks, by Steve Pratt, (March 2002, No. 27, p.

5)
Neil Giroux Is Also Working With Hand Mold (March 2002, No. 27, p. 7)
Golgonooza Foundry Acquires Two Kustermanns, (March 2002, No. 27, p. 18)
Early Sanspareil Mat Font Cast by Nelson, (Dec. 2003, No. 28, p. 17)
Four Typecasting Projects of Note, (Dec. 2003, No. 28, p. 30)
Walczak Casts Font for Smithsonian Seminar, (Dec. 2003, No. 28, p. 40)
Matrices Engraved for Ancient Hebrew, by Mike Anderson (April 2005, No. 30,
p.31)

Health &Safety

A Guy Who Wasn't Careful, (Nov. 1991, No. 15, p. 3)

Lead Poisoning: Some Practical Observations, (Nov. 1991, No. 15, p. 3)

An Ounce of Prevention?, (July 1993, No. 17, p. 28)

U.S. Bureau of Labor Statistics 1925 Report: Lead Poisoning is Statistically
Remote, (June 1994, No. 18, p. 36)

Treating Metal Burns, (Jan. 1996, No. 19, p. 13)

The Perils of Lead Just Not an Issue If Facts Are Known, by Stanley Nelson, (Nov.
1999, No. 24, p. 36)

See also: Some Laughs & Some Serious Concern, (Feb. 1982, No. 7, p. 4)

History

This Was Best in Typesetting 100 Years Ago, (May 1980, No. 5, p. 3)

Reviewing Bruce’s First Patent, (Feb. 1982, No. 7, p. 11)

On Keeping Old Machines Alive, (Jan. 1983, No. 8, p. 10)

Historic Matrices, Early Literature, Traditional Process Demonstrated, (May
1984, No. 9, p. 24)

The Bruce Legacy to Typefounding, by Steve Saxe, (Nov. 1984, No. 10, p. 4)

A Brief History of Lanston Monotype, (Nov. 1984, No. 10, p. 24)

A Plea for the Tramp Printer, (from The Inland Printer, 1890, (July 1990, No. 14, p.

4)

A Plea for Printers, (from The Inland Printer, 1890, (July 1990, No. 14, p. 6)

Typesetting Contest, (from The Inland Printer, 1890, (July 1990, No. 14, p. 8)

Purely An Inventor’s Dream, (from Paper and Press, 1890, (July 1990, No. 14, p.
11)

The ‘Blower’ Linotype, (from The Inland Printer, 1890, (July 1990, No. 14, p. 15)

The New Form of Mergenthaler, (from American Bookmaker, 1890, (July 1990,
No. 14, p. 16)

The Mergenthaler Linotype Printing-Machine, (from Paper and Press, 1890,
(July 1990, No. 14, p. 18)

The Rogers Typograph, (from Paper and Press, 1890, (July 1990, No. 14, p. 23)

The ‘Triangle’ Monotype Machine, (July 1990, No. 14, p. 26)

Related Activity in the Industry in 1890, (July 1990, No. 14, p. 29)

A 1914 Contest: Linotype vs. Monotype, (Nov. 1991, No. 15, p. 2)

Pondering Lanston’s Shrouded History, (Nov. 1991, No. 15, p. 8)

Addendum to this article, (April 1992, N(“o. 16, p. 6)

Old Wartime Mementos from a Typefoundry, (Nov. 1991, No. 15, p. 20)

History of Machine Type Casting, (July 1990, No. 14, p. 1)

Correction to this article, (April 1992, No. 16, p. 6)

Earliest Lanston Patent Books Saved, (June 1994, No. 18, p. 21)

Dating Things Typographic, (Jan. 1996, No. 19, p. 5)

Extremely Rare Lanston Matrix Case, (Jan. 1996, No. 19, p. 18)

Kastenbein's Typesetter, by Bo Berndal, (Nov. 1999, No. 24, p. 25)

Addendum to this article, by Carl Schlesinger, (Nov. 2000, No. 26, p. 46)

The Survival of 16th Century Fell Types, by Martyn Ould, (Nov. 2000, No. 26, p. 6)

Two Trivial Bits of History Regarding The American Lanston Monotype
Company, (Nov. 2000, No. 26, p. 11)
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Living in the Monotype Factory, by Tara Benson, Esg., (Nov. 2000, No. 26, p. 16)

The Once-Thriving Typefounding Industry of St. Louis, by Robert Mullen,
(November, 2000, No. 26, p. 18)

William Bright: A Rags to Riches Story, by Robert Mullen, (Nov. 2000, No. 26, p.
23)

A First-Hand View of the Paige Compositor, (Nov. 2000, No. 26, p. 33)

Obituaries As They Used to be Written: A True ‘Prince’ of a Typefounder, (from
The Typographic Messenger, 1866, (Nov. 2000, No. 26, p. 44)

Addendum to this article, (March 2002, No. 27, p. 16)

Intertype Slams Competition in Rare Ad, (Nov. 2000, No. 26, p. 48)

What Did Gutenberg Invent?, by John S. Thompson (Reprint), (March 2002,
No. 27, p. 35)

Addendum to this article: Things Relevant to Gutenberg Simply Out of Hand!,
(March 2002, No. 27, p. 40)

The Amazing Speed of Linotype ‘Swifts, by Pat Leary, (Dec. 2003, No. 28, p. 16)

The Last of the Old English Typefounders, (Dec. 2003, No. 28, p. 22)

The Effect of Composing Machines Upon the Typefounding Industry, (from
The Inland Printer, 1924, (May 2004, No. 29, p. 17)

Tools
ATF Tools & Implements Preserved, (June 1994, No. 18, p. 19)

Typecasting-Related Businesses

European Hand Type Still Available, by Guy Botterill, (May 1984, No. 9, p. 2)

Type Being Imported from Hong Kong, (Nov. 1984, No. 10, p. 8)

Typefounding in Vancouver’s Chinatown, by Jim Rimmer, (April 1990, No. 13,
p.7)

Foundry in India Sells Off Its Automated Casting Machines, (Nov. 1991, No. 15,
p.7)

Klensch Provides View of Asian Casting Machines, (March 1998, No. 22, p. 6)

Two Philippine Typefoundries Visited, by Stan Nelson, (March 1998, No. 22, p.
14)

Pittsburgh Newspaper Bids Farewell to the Composing Room, (Nov. 1999,
No. 24, p. 28)

Chicago Monotype Operation Being Sold, (Aug. 1978, No. 1, p. 2)

AmericanTypeFounders

American Typefounders (sic) Listing of Old Typefaces, (Aug. 1978, No. 1, p. 8)

The Living Legend, (May 1981, No. 6, p. 7)

The ‘Other’ ATF, (May 1981, No. 6, p. 15)

Postscript to ATF Article in Last Issue, (Feb. 1982, No. 7, p. 2)

California Firm Buys ATF Foundry Facility, (April 1986, No. 11, p. 1)

Final Chapter Now Being Written For American Type Founders Co., (July
1993, No. 17, p. 29)

A Painful Tale to Recount, (June 1994, No. 18, p. 0)

American Type Founders Company: A Troubled Report On Its Demise, (June
1994, No. 18, p. 2)

Addendum to this article, (Jan. 1996, No. 19, p. 14)

0dds 'n Ends Tell of ATF's Far-Flung History, (June 1994, No. 18, p. 18)

Intercepted Message from ATF (March 1998, No. 22, p. 18)

See also: A Most Memorable Conference, (May 1981, No. 6, p. 1)

Letter of David M. Norton, (Jan. 1983, No. 8, p. 7)

Morris Benton’s Design Work from Another Perspective (April 2005, No. 30,
p.17)

Baltotype

It Was the Last Type Balto Ever Made, by Jim Kapplin (April 2005, No. 30, p. 29)
Black,Don

Canadian Dealer Sells Mono Mats, (May 1997, No. 21, p. 8)

Closing Out Monotype Holdings, (Dec. 2003, No. 28, p. 30)

Dale GuildTypefoundry

Visit Two American Type Foundries in One Day? In 1996, (Sept. 1996, No. 20, p.

EdwinH.Stuart, Inc.

An Appreciation for Old-Time Craftsmanship, (April 1988, No. 12, p. 10)
ExpertolIndustrial EngraversPvt., Ltd.

Was It Difficult Dealing With an Overseas Company, (April 1990, No. 13, p. 31)
GovernmentPrinting Office

A Giant of a Hot-Metal Shop Slowly Fades Into Silent Oblivion, (Feb. 1982, No. 7,

p. 17)
Thirty 15x17 Monotypes to be Auctioned by GPO March 1, 1982, (Feb. 1982,
No.7,p. 20)
See also: Letter of Alex Lawson, (March 2002, No. 27, p. 17)
GujaratiType Foundry
Indian Foundry is ‘Discovered; (Jan. 1983, No. 8, p. 3)
Typefounder from India Visits U.S.A, (May 1984, No. 9, p. 14)
Specimen Books Arrive; ‘Wish List’ Being Compiled, (Nov. 1984, No. 10, p. 28)
HaasTypefoundryLtd.
The Haas Typefoundry, (Feb. 1982, No. 7, p. 5)

Hartzell MachineWorks

Monotype Equipment Supplier, (March 1980, No. 4, p. 4)

Hartzell to Have Warehouse Sellout, (May 1980, No. 5, p. 4)

Hartzell, (Feb. 1982, No. 7, p. 20)

Hartzell Will No Longer Make Matrices, (Jan. 1983, No. 8, p. 15)

ImperialType Metal Company

Type Metal Firm Quits, (April 1986, No. 11, p. 7)

Kayenay Graphics

Here’s a New U.S. Source for Custom-Engraved Matrices, (April 1990, No. 13,
p. 32)

Kelsey

Kelsey Company Bids Farewell, (July 1993, No. 17, p. 12)

Linotypeand Machinery,Ltd.

English Linotype Supplier ‘Thriving, by F. Bryant, (Jan. 1983, No. 8, p. 9)

English Linotype Organization Still Offering Matrices for Sale, (May 1984, No.
9,p. 15)

LosAngelesType Founders

(Jan. 1996, No. 19, p. 11)

History of Los Angeles Type Foundry, (July, 1979, No. 3, p. 8)

LA and F&S to Merge in Bensenville, Ill., (March 1998, No. 22, p. 7)

LowTech Enterprises

(July 1993, No. 17, p. 30)

M&HType

(July 1993, No. 17, p. 30), (Nov. 1999, No. 24, p. 2)

Talking About an Unholy Mess!, (Sept. 1996, No. 20, p. 12)

Job Opening Announced At M&H in San Francisco, (Nov. 1999, No. 24, p. 37)
M&H Type Finally ‘On the Move; (Nov. 2000, No. 26, p. 1)

The Saga is Ended: M&H Type is Relocated!, (March 2002, No. 27, p. 8)

Marlboro Mats

From New York to Idaho, (April 1990, No. 13, p. 18)

NA Graphics

NA Graphics Fosters Support for Typefounding, (Dec. 2003, No. 28, p. 15)
National MatrixCo.

Former Thompson Mat Source, (Feb. 1982, No. 7, p. 15)

Nebiolo
Nebiolo Foundry Gets Revived by Employees, (May 1981, No. 6, p. 18)

Pratt Wagon Works

Firm Deeply Involved in Press Building, Making Hand Molds, (Nov. 1999, No.
24,p. 15)

Quaker CityType Foundry

Visit Two American Type Foundries in One Day? In 1966, (Sept. 1996, No. 20,
p. 6)

Simoncelli

Linotype Matrices Made by Italian Firm, (Nov. 1991, No. 15, p. 7)

SterlingType Foundry

Need Some Typecast Logos?, (March 1980, No. 4, p. 5)

Sterling Type Foundry Prop Dies; STF to Close, (Jan. 1983, No. 8, p. 9)

Sterling Type Foundry Tradition to Be Continued—Dave Churchman Buys
Plant, Moves It to Indianapolis, (May 1984, No. 9, p. 26)

VolkerBrothers

Czarnowski (sic) Opens Again, (Jan. 1979, No. 2, p. 3)

An Address on Herb Czarnowsky, (July 1979, No. 3, p. 7)

TypeMetal

On the Hardness of Type Metal, by David W. Peat, (June 1994, No. 18, p. 22)

Product for Preventing Type Rust, (Jan. 1996, No. 19, p. 13)

Wintertime Uses for Old Type, (Feb. 1982, No. 7, p. 17)

The ‘Myth' About Metal Hardness, (Nov. 1984, No. 10, p. 11)

The Why of Lead, Tin & Antimony, (Nov. 1984, No. 10, p. 13)

See also: Letter of Phil Driscoll, (Jan. 1996, No. 19, p. 13)

Type Mortiser (Rouse)

(March 2002, No. 27, p. 16)

Typography

Goudy'’s ‘Companion; (Jan. 1979, No. 2, p. 3)

Yes, Virginia), Once There Was Hand-Set Type for Doing Music, (March 1980,
No.4,p. 7,

Misplaced Priorities, (March 1980, No. 4, p. 5)

Two Reflections on Today’s Type Technology, (May 1981, No. 6, p. 6)

Computer Aids Hand Composition, (Nov. 1984, No. 10, p. 18)

Who Designed Helvetica? Gertraude Knows, (from The Typographer, 1984,
(Nov. 1984, No. 10, p. 19)

Reviving Updike’s Montallegro Design of 1904, (April 1986, No. 11, p. 3)

Re-Composing Silent Movie Title Screens, (April 1988, No. 12, p. 15)
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AYoung Newcomer’s View of An ATF Conference

Chris Chen, who at the time was an apprentice in M&GH Type
Apprentice Program at San Francisco, attended his first ATF
Conference last fall. He was among several younger participants
and I asked for his reactions to the whole affair. This is his report.

Sunday afternoon, right after the barbeque on the
shores of Alpine Lake, Kenny Howard, Monroe Post-
man, and I drove off for the Pittsburgh Airport, and Mon-
roe, leaning back in his seat, noted dryly, “It’s fun to spend
time with a bunch of crazy people.”

And fun it was. And crazy too. I imagine it’s interest-
ing to see such a concentration of hot-metal nuts (no pun
intended), in any one place, but compared to the relative
distance between all of us, this semi-annual gathering
puts that concentration to great contrast. For myself, the
last few years have been a story of growing awareness—
from the realization that letterpress was not yet dead (it’s
just sleeping, as the Monty Python skit goes), to the real-
ization that types are still being cast, to the joy that types
are still being drawn, cut, and cast by such characters as
Jim Rimmer and Mike Anderson, to which I can only say,
“fantastic.”

It’s easy to sit at your keyboard, or Linotype, or
caster, and feel this acute sense that maybe, worldwide, at

thatmoment, you’re the only keyboard operator, Linotype
operator, or caster man working. And you might be right.
Before coming to the 2004 ATF Conference, I felt that
feeling a lot. But now I'm happy to say that feeling hardly
hits me anymore. I’'m also happy to say that I don’t fear a
tragic loss of skills in the future, because there exists a
sizable group of young Monotype University graduates
slugging along around the country trying to wrangle their
very own sorts casters. I'm glad to report that I’'ve devel-
opedanew concern: people gunkingup Vandercooks with
Crisco.

Iwon’t forget Dave Peat in front of his propane-fired
Indian pivotal caster, or the innumerable wheel-weight
jokes that came along with it, or Jim Rimmer’s impro-
vised “name tag,” or Mike Anderson’s “mat-growing tank
to go.” I also won’t forget that if I ever need to throw
anything out, I should call Jim Walczak, who might need
my broken toaster for his nextrocketengine. I alsolearned
never, never, to transport a Composition Caster by com-
mon carrier.

Rich was a perfect host, and his basement is the best
place to hang out east of the Mississippi and south of the
Mason-Dixon line. But for now, I'll stay in San Francisco.

Index of Furst 30 Issues of ATF Newsletter, Concluded |

Viewing Monotype Bembo Along Side Monotype Bembo, (Nov. 1991, No. 15,

p. 16)

The Scope and Excellence of Typography Available Today on the Personal
Computer, (April 1992, No. 16, p. 8

Addendum to this article, (Jan. 1996, No. 19, p. 12)

Recalling Type Design In the Era Before ‘Pictures of Printing; by Warren
Chappell, (July 1993, No. 17, p. 17)

Dispelling Caslon Myths, (Jan. 1996, No. 19, p. 19)

Who Designed Times New Roman? It May Not Be Stanley Morison, (May 1997,
No.21,p. 11)

Bulmer, by Paul Hayden Duensing, (March 1998, No. 22, p. 8)

My Life with Type, by Mac McGrew, (Nov. 1999, No. 24, p. 12)

Historic Scotch Roman, (Nov. 1999, No. 24, p. 17)

Addendum to this article, (Nov. 2000, No. 26, p. 28)

Original Caledonia Drawings Surface in Glessner Collection, (Nov. 1999, No.
24,p. 33)

A Typographical Experiment in Blackletter, by Chris Manson, (Nov. 2000, No.
26, p. 35)

Notes on the Conventions of Early English Typographic Usage, by Chris
Manson, (Nov. 2000, No. 26, p. 38)

Correction to this article, (March 2002, No. 27, p. 8)

Goudy's Californian, (March 2002, No. 27, p. 19)

100-Year-Old Century Design Still Thrives, (Dec. 2003, No. 28, p. 11)

Reinventing the Types of the 1457 Psalter, by Mike Anderson, (Dec. 2003, No.
28,p. 24)

Mats Discovered for Early Private Design, by Rick von Holdt, (Dec. 2003, No. 28,
p.2)

American TypeFounders'Immeasurable Contributionto Modern Typography, (May
2004,N0.29,p.7)

Type Specimens (Indexed alphabetically)
Bulmer, Monotype 462 (Rich Hopkins), (March 1998, No. 22, p. 8)
Card Gothic (Dave Peat), (Jan. 1996, No. 19, p. 11)

Caslon 471, ATF (Rich Hopkins), (Jan. 1996, No. 19, p. 24)

Caslon No. 128, Monotype (Rich Hopkins), (Jan. 1996, No. 19, p. 27)
Caslon No. 137, Monotype (Rich Hopkins), (Jan. 1996, No. 19, p. 21)
Caslon No. 337, Monotype (Rich Hopkins), (Jan. 1996, No. 19, p. 22)
Caslon No. 37, Monotype (Rich Hopkins), (Jan. 1996, No. 19, p. 20)
Caslon Old Face, Linotype (Rich Hopkins), (Jan. 1996, No. 19, p. 25)
Caslon Old Face, Stephenson-Blake (Rich Hopkins), (Jan. 1996, No. 19, p. 23)
Caslon Openface (Rich Hopkins et al.), (July 1993, No. 17, p. 4)

Caslon, Adobe, (Jan. 1996, No. 19, p. 28)

Cason 4371 (Rich Hopkins), (April 1990, No. 13, p. 16)
Century Family (Rich Hopkins), (Dec. 2003, No. 28, p. 13)
Cincinnati Initials (Howard Bratter), (Jan. 1996, No. 19, p. 10)

Cloister Black (Jim Walczak and Chris Manson), (Nov. 2000, No. 26, p. 39),
(Nov. 2000, No. 26, p. 49)

Concave (Monotype University students), (Nov. 1999, No. 24, p. 9)

Cooper Oldstyle & Italic (Rich Hopkins), (April 1986, No. 11, p. 8)

Corinthian (Rich Hopkins), (Jan. 1996, No. 19, p. 11)

Duensing Titling (Jim Rimmer) (April 2005, No. 30, p. 4)

Fouriner (April 2005, No. 30, p. 3)

Goudy Bible (Jim Rimmer), (June 1994, No. 18, p. 37)

Goudy Modern (April 2005, No. 30, p. 6)

Goudy Text (Rich Hopkins), (Nov. 1991, No. 15, p. 10)

Guild Samson (Theo Rehak), (Jan. 1996, No. 19, p. 10)

Hadriano (Rich Hopkins), (May 2004, No. 29, p. 21)

Italian Oldstyle (Scott King), (April 2005, No. 30, p. 2)

Juliana Oldstyle (Jim Rimmer), (Nov. 1984, No. 10, p. 3)

Kennerley (Jim Walczak), (April 1986, No. 11, p. 4)

Latin Open Face Roman (John Eickhoff), (June 1994, No. 18, p. 27)

Littleworth (John Eickhoff), (June 1994, No. 18, p. 27)

Lombardic Capitals (Rich Hopkins), (Nov. 1991, No. 15, p. 10)

Menhart (Scott King), (April 2005, No. 30, p. 2)

Othello and Othello Inline (Sky Shipley), (April 2005, No. 30, p. 3)

Paris Flash (Greg Walters), (April 2005, No. 30, p. 4)

Parad)iso, Fragements of Design Rescued (Steve Saxe), (April 2005, No. 30, p.
28

Ray Shade (Roy Rice/Rich Hopkins), (May 1997, No. 21, p. 3)

Regulus (Dan Carr), (Jan. 1996, No. 19, p. 15)

Saunders Condensed (Dan Jones), (March 1998, No. 22, p. 12)

Sct3)t3c;1 Roman (Rich Hopkins), (Nov. 1999, No. 24, p. 18), (Nov. 1999, No. 24, p.

True-Cut Caslon, Ludlow (Rich Hopkins), (Jan. 1996, No. 19, p. 26)
Unidentified Italic (Rich Hopkins), (March 1998, No. 22, p. 12)
University of California Oldstyle (Rich Hopkins), (Nov. 2000, No. 26, p. 9)
Vanity Fair (Mike Anderson), (April 2005, No. 30, p. 3)

Zephyr (Phil Driscoll), (April 2005, No. 30, p. 28)
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Fragments of Private ‘Paradiso Design Rescued

STeve SAXE of White
Plains, N. Y., found him-
self rummaging through
remnants of the Fairleigh
Dickinson University
printing workshop as it
was being disbanded in
the early 1990s when he
came across two standing
forms in a type he did not
recognize. Naturally he
had to take them home
for further study.

He tells a most inter-
esting story of how this
obscure, forgotten type
came about. The design
was done as a recutting of
Johnann Neumeister’s
type, FoLrigNO, used in
the 1470 first edition of
Dante’s Divine Comedy,
cut in England by Eng-
lish Monotype around
1934 as a private face for
the famed Greynog Press
in England. (Neumeister
was a native of Mainz
and was possibly one of
Gutenberg’s workmen
who carried the art of
printing across the Alps.)

The font was brought to Fairleigh Dickinson
University by Dr. Loyd Haberly, who served
there as dean of students. Haberly had proposed
the type when he was controller of the Greynog
Press in 1934. He called upon calligrapher Graily
Hewitt to do the interpretation. Hewitt is cred-
ited as designer of the type, though the original
choice and much of the aesthetics of the recutting
are Dr. Haberly’s.

Steve explains that “To eyes accustomed to the
fine proportions and regularity of the types of
Nicholas Jenson, Neumeister’s type looks ragged
and relatively crude, but that was probably
exactly what Dr. Haberly wanted.”

Haberly was presented with a large font of the
type as a gift by Gwendolin Davies, one of the
patronesses of the press, when he left Gregynog in
1936. He brought that font to the U. S. and used

And in their straw the dreamers stirred
With stealtby jungle fears
That took ber by the throat and wrists
With tingling cold and clencbed ber fists
On studded strap and silvered born
In ancient treetop instinct, born
Of Sabre-tooth and Dinosaur
And fanged deathb on the forest floor.
UT Mercy, that is old as pain
And migbtier than dread,
Towards that strange summons drew berer
And turned ber Shetland’s bead.
Thoughb like the pattering of bail
His fleet booves beat the ground
And, flasbing, cleared brake, brook & rail,

it at Harvard, at St. Louis, and finally at Fair-
leigh Dickinson. The type was cast using English
Monotype equipment on a rare 21-point body.

PARADISO is sometimes known as GREGYNOG,
and sometimes as GWENDOLIN, after Gwendolin
Davies. It is listed by that name in The Encyclo-
paedia of Type Faces, 1953.

Steve recounted the story of the face more
extensively in the Spring, 1996, issue of the APHA
Newsletter No. 124. About a year ago, he sent the
two standing forms he rescued from the FDU
shop to Ye Ed saying “ this type may very well be
the only portion of the font in existence, although
I know the punches and matrices for the type are
in the Welsh National Library in Aberystwyth.”
Perhaps the font should be revived? Now this is a
project for someone to undertake!
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Harold Berliner Reminisces After Sale

By HArROLD BERLINER
Nevada City, California

I started letterpress printing when I occupied
my family’s basement in San Francisco in 1939.
This continued through the end of high school
through law school at Notre Dame University.
In my San Francisco days, I bought Monotype
composition from George Harris (the Harris of
McKenzie & Harris), who was very patient and
kind and I determined one day I would have a
Monotype shop. After college, where I had a
printing shop, I came to Nevada City, where I
have been printing since 1945. :

For about 20 years, I had my hands full with
printing only. Then I saw an ad and went to Los
Angeles, where I bought a feeble old Monotype
Caster and Keyboard and some dreadful matri-
ces. Trying to make the Caster work resulted in
the machine falling over on top of me. Miracu-
lously, no harm to me, but the machine was dam-
aged. A friendly mechanical neighbor fixed the
broken parts and together we got it running.

From then on, I knew I needed more and bet-
ter matrices, molds and British machinery. My
law practice took me to England frequently, and I
searched for used equipment of all kinds—mostly
in the North Country—and met Duncan Avery

at the British Monotype works in Salford. He
gave me many tips on where I could buy nearly
new mats and other machinery.

After some years, I bought the Out of Sorts
Foundery from Pat Taylor and I was surprised to
find I had the largest privately owned Monotype
facility in the world, apart from certain museums.
With it I printed a number of books, ephemera,
broadsides, etc.

The most important thing Monotype ever did
for me was to make friends. Here I can not name
them all, but prominent were founders of ATF,
which were Rich Hopkins, Pat Taylor, Stan Nel-
son and Paul Duensing. We met for the first time
at Terra Alta in 1978, which was just the first of a
great number of successful, happy meetings. In
England I followed up with John Dreyfus, Dun-
can Avery and many others, as well as a few in
Holland, France and Germany. Unfortunately I
have started to outlive some, but not all of these
people who did so much to make life pleasant.

In 2004, I could see no successor to carry on in
Nevada City, and earlier this year sold the entire
foundry to Hans-Ulrich Frey who lives in Vattis,
Switzerland, and condus a business in Mono-
type and fine printing under the name ““ Offizin
Parnassia.”’ He has my colle¢tion now, but I have
been sad ever since seeing it leave.

Sometimes we assume resources no longer are
available and we don’t even look. Phil Driscoll of
Clinton, Mich., found it’s worth making the effort,
especially with Internet resources so readily avail-
able. He was intrigued by the Ludlow face called
Zepuyr. He had Ludlow mats for both 24 and 36
point and he has cast the specimen seen above.

Phil says: “I was looking on the web for a True-
Type version of the face. I came across a site in Eng-
land which did not have it, but the site did mention
Michael Harvey, which Mac McGrew’s book listed
as the designer. I sent off an e-mail inquiry and got
this fascinating e-mail reply.”

ABCDEFCHIJKLMNOPOR
STUVWXY Z&
1234567890

EOOU?Q:GQ

©c9 ©90 O

“I thought ZepuYR had sunk without trace, but
you have mats! As far as I know this font hasn’t been
digitized, but Andy Benedek, my parter in Fine
Fonts, has thoughts of doing this. . . . Perhaps you
could supply good proofs we could work from? I be-
lieve it was around 1966 that I drew up ZEPHYR,
named after the car I drove at the time. I have Lud-
low’s specimen sheet, but no longer the drawings. I
saw it used a couple of times on paperback covers,
but nowhere else. It was such a surprise to receive
your message this evening!”

The e-mail was signed by Michael Harvey, the
designer himself'!
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A FATEFUL VISIT AS PLANT WAS CLOSING

"It Was the Last Type Balto Fover Made

By JiM KAPPLIN
T he Ethnic Press, Baltimore, Md.

How excited I was when Herb Czarnowski
said, “We can cast those for you.” It was 1977. I
was looking through an old 1955 Baltotype Type &
Rule Catalog, No. 12 and there I saw on page 124
or 125 a large selection of foreign accents for 10
and 12 point MopERN RomaN No. 8, my so-called
“house’ face.

Baltotype was a couple of blocks from my office
in Baltimore city’s Municipal Building. I walked
over to the plant on my lunch hour with my tat-
tered 1955 catalog in hand. ““ You wouldn’t still
have these, would you?”” I asked Herb.

Well, yes, he did and, yes, he would cast what-
ever he had in both 10 and 12 point. Wow ! There
was every accent I needed to set Polish. Every
accent for French, Spanish, Portuguese, Italian,
Swedish, German, Norwegian and Danish. In-
cluded were almost all the accents for Czech and
Slovak, two languages using the Latin alphabet
that require the most accented charadters.

A week or so went by. It was July 22, 1977, the
day I was to pick up my newly cast accented char-
acters. I walked over to Baltotype. But something
was wrong. The machines weren’t running. The
shop was quiet. Workers were walking around
with heads hung low. Eyes were sad. Who died?
No person. But Baltotype had died. Herb explained
that Baltotype was going out of business and
would be liquidated.  Yours is the last order we
cast,” he said as he handed me type.

Herb Czarnowski was vice president of Balto-
type, which was launched in the early 1920s as a
family business complete with sons, brothers,
cousins and Uncle Vernon F. Czarnowsky as
president. In the beginning they were commer-
cial printers. To speed up the operation, they
bought Monotypes and mats and started to cast
type needed for special printing orders. In time,
they began to cast type for other printers. They
developed the Baltotype Handy Boxes for those
special characters not normally found in fonts.
They claimed to be the first to come out with
Handy Boxes, soon be copied by other foundries.

It wasn’t long before the typecasting business
outstripped the printing business. The company
was reorganized under the name Baltimore Type

and Composition Corporation and moved into a
large downtown building adjacent to Baltimore’s
“naughty” area known as “The Block,” where
natives and tourists could see strippers and pay a
fortune for watered-down drinks.

Mine was the last casting. 1 stood outside the
plant holding my precious package, glad to get
the accents but terribly sad that the life of Balto-
type had ended.

I learned that much of the casting equipment
went to the California Board of Education. Herb
acquired some equipment (at an auction forced
by the Internal Revenue Service) and helped
his nephews Tom and Bob Volker set up in type-
casting under the name “Volker Brothers.” I
would go to Herb’s home in Baltimore to pick up
type from him that the nephews had cast for me.

After that fateful last purchase from Baltotype,
I later discovered I still lacked some essential
accents. This time I was saved by Jim Walczak of
Oxon Hill, Md., who has been a long-time ATF
associate.

Editor’s postscript: Herb’s father founded the
company with his brother, Vernon, as partner.
When Herb, Sr., died unexpectedly, his full share
went to his brother Vernon. Thus, though Herb,
Jr., had worked for the firm since childhood, he
ended up with no ownership. Therefore, he was
unaware the firm was badly delinquent on IRS
and other tax payments and forced liquidation of
the firm came as a complete surprise to him. The
Volker Brothers got tired of their part-time type-
casting business two or three years later and asked
Herb to dispose of the shop. I had met Herb at the
first ATF Conference and became the ‘‘lucky”
guy to make the “deal” with him and over the
course of two months was able to haul out every-
thing I considered of value—all rescued from an
out-building 40 yards downhill from the street
and inaccessible by vehicle because someone had
made the bad decision to build a concrete carport
between the building and the street. Many of the
proprietary engraved Baltotype matrices had
been junked for their scrap value as nickel by un-
caring family members before Herb got hold of
thessituation. But the bulk of the Baltotype matrix
colle¢tion still is intact, now housed at my Hill &
Dale Private Press and Typefoundry.
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How I Blew Up My Thompson

By Sky SHIPLEY
Chief Engineer, Skyline Type Foundry

An article in ATF Newsletter 24 (1999) posed
the question, ““Do Caster Pots Ever Explode?”” In
it, Rich Hopkins noted that his fear of such a dan-
ger was dispelled by literally thousands of success-
ful heat ups over the years. Yet he also alluded to
a letter from a reader telling of Linotype opera-
tors who had experienced cracked pots. To avoid
this, when turning off the heat, these guys would
drop in a dibble-like metal cone, which would
float up and allow pressure to be relieved as the
metal wasre-heated.

I have owned a number of Linotypes myself,
and worked as an operator, and never heard of
any problem, although a little dripping is normal
during heat-up from metal being forced through
the mouthpiece while the surface is still frozen.

In setting up my type foundry, I acquired four
Thompsons which had once been operated by
Perfection Type in St. Paul, Minn. I’m not sure
how long they had been in storage, but it was
somewhere between 15 and 3o years. The excit-
ing day finally came; everything was in place and
it was time to light the fire on the first machine. I
felt like an expectant father, and fussed over the
machine while the pot was heating up.

About 30 minutes in, I heard an unfamiliar,
soft rustling sound. I looked around and noticed
the wall opposite the caster was turning from
white to silver. I then realized there were several
microscopically thin lines of molten metal con-
necting the nozzle on the caster with this growing
silver blotch. They must have been under enor-
mous pressure, for there was no apparent drop
over the eight or ten foot distance. I rushed to
grab a ladle and cover the nozzle, and then slip-
ped an ingot mold under it to catch the metal.

The pot continued to squirt out its contents for
a long time—another 15 minutes, anyway. By
then there was a good pint of metal in the ingot
mold, and I was quite puzzled over what was
happening, and why. The surface of the pot was
still frozen and I realize now there had to be a
void between the surface and the liquid metal
underneath. Eventually I was able to poke a hole
through the top, and there was a release of gas-
eous pressure. I fed more metal through the hole
to bring the liquid level up, and succeeded in
getting the pot entirely melted.

I then noticed avery odd thing—a tiny stream
of bubbles coming to the surface! (Are type lice
learning to scuba dive now?) I went on to drain
the pot and disassemble it for cleaning, and deter-
mined that the bubbles had been issuing from the
thermometer well, which was entirely plugged up
with slag and had to be drilled to clean it out.

After due reflection and some consultation
with other typecasters, I concluded that evidently
the pot and /or the metal somehow had absorbed
moisture over the long period in storage. This
dampness was turning to steam and pressurizing
the pot as it melted from the bottom up. Could it
have been enough to potentially bust the cast iron
pot? Who knows? But it obviously was a lot.

Armed with this knowledge, I decided to use
the “dibble” trick on the second machine. Big
mistake. I drilled a couple of 38” holes down as far
as I could into the metal so the pressure would be
relieved early in the meltdown. I hung a ladle
over the nozzle for good measure, lit the fire, and
stood back smugly, confident I had outsmarted it.

Twenty minutes later, just as I stepped away
from the machine for a second, ske blew. Twin
silver geysers blasted an enormous amount of
molten lead all over the machines, the walls, and
the floor. (It didn’t make the ceiling, but that’s 12
feet up,) I’m still cleaning up that mess, and will
be for a long time to come.

But I’'m casting type now!

So, what about the two unused casters? Well,
I’ve got a plan; I know I’ve outsmarted it this
time. Definitely no more drilling. I’m going to try
laying it into the melting pot of an old mat caster
I got for remelting metal. This way the pot will
melt sideways instead of from the bottom up and
provide its own pressure relief. Great idea? What
could possibly go wrong?

Just the same, I think I’ll do it outside.

Paul Duensing’s
‘Italic Thompson’

It was harmless enough. Paul

asked Dan Carr to cast a matrix
he had engraved just before the
the Rindge Conference. But the first cast
showed pantograph problems. Oh, well.
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Matrices Engraved for Ancient Hebrew

By MIKE ANDERSON

When I started studying
Hebrew type faces, I con-
cluded there wasn’t much
that you could do with the
characters and that cut-
ting a font of mats would
be a snap. Wrong.

I thought the 27 letters
were pretty standard and
would be easy to make pat-
terns and engrave. Since I
knew nothing of the He-
brew alphabet (nor any-
thing about Hebrew text),
I decided to call on a fel-
low amateur printer and
friend, Jim Kapplin, of
Ethnic Press fame.

During our first conver-
sations, Jim told me he
was not fluent in Hebrew
and most of his readings
were done in Yiddish. Yiddish! Another thing
I knew nothing about. After more conversa-
tions with Jim, I was starting to get the idea,
but also was starting to question my sanity.

My goal was to produce a font of Hebrew
type to do a page of the Old Testament which
is part of a journey I have begun. This journey
will take me back §,000 years and through the
history of the Bible.

My plan is to do chapter books on the evolu-
tion of the Bible from early manuscripts to the
King James Version of 1611. The trip should
begin with the Hebrew Bible set in Hebrew
type and travel through the Greek, Old Latin,
Jerome’s Latin version, Wyclif’s English ver-
sion—all in a distin& typeface which will re-
fle& the written hand of the period, such as
Rustica, Uncial, Half Uncial, early English
handwriting, etc. When I get to the printing
era, versions represented will be an early edi-
tion by Schoeffer and Faust, Martin Luther’s
Bible, then William Tyndale’s. I will end with
the King James Version of 1611. My types for

13on9yI3'LoNNINTIAN

oS FINRNIDIPTYIOYD

AW OHIVINIMIARKD
0987654321,,"";:-",.

GENESIS1:1-2

AW DR TR 873 PRI
WP T YA YN PN
M S 239 S Twom

o'0r 239 5y nantn o

these printing-era versions will be Textura,
Fra&ur/Schwabacher and Old English.

Of course, I doubt I’'ll finish my trip before
my equipment is sold off or given away, but it
is something to work on in my spare time. As
of now I have finished three of the faces I must
design and engrave, and I have mats for most
of the others. I will need to add special charac-
ters to some of the existing fonts, but these will
be done when the need arises.

Jim became very interested in the project
and proceeded to research the Hebrew alpha-
bet to find a face he felt would be “ideal” for
the project. He shared his findings with me
through correspondence and telephone con-
versations. We spent many hours going over
the choices he made, finally settling on a font
cut and used by Daniel Bomberg in 1548.
Bomberg was a Christian printer in Venice,
Italy, who produced some of the finest printed
Hebrew Bibles of the period. It is interesting
to note that the first book printed in America,
the Bay Psalm Book, 1640, used Hebrew type.
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After studying Bomberg’s font, I agreed this
would be the one to attempt. I started making
patterns from the samples Jim had sent. In
addition to the 27 Hebrew letters, I agreed to
cut the 14 Yiddish letters to go along with the
font (little did I know the problems these guys
were going to cause). I added the five elongat-
ed letters used to extend lines without using
hyphens (something not allowed in Hebrew
Bibles) and the punctuation marks.

Theinitial cutting of my mats was done and
sample type was cast and sent to Jim for com-
ments and corre¢tions.When the first proofs
came back, they looked as if someone had
spilled a bottle of red ink on them. I began to
fully understand that there was much more to
the Hebrew font than 27 simple characters.
Although most of the letters were correct, my
casting had been done as you would cast an
English font, i.e., aligned with the bottom as
the baseline. Wrong! The Hebrew font must
be, as I termed it, “hung from a clothesline by
its ears,” (ears being the upturned swing at
the end or beginning of the letter which was
originally made by the nib of the ink pen).
Also, one of the charaéters—the “snake” as I
dubbed it, which goes by the real name of
Lamed—was prone to break off because it
kerns high above the type body.

I redesigned the Lamed and cut about half
the letters of the Hebrew type a second time.
Most of it was adding a little length of a de-
scending leg or moving a ‘““pen stroke’ slightly
to the left or right. The Yiddish, however,
required a complete redesign and cutting—
centering the dots, positioning the hanging
“T” and aligning the bars in the corre¢t loca-
tion. Little did I know at first that there are
over 150 laws concerning how the Hebrew
alphabet must be written by a scribe. It ap-
pears that most of these laws also apply to the
creation of a Hebrew font of type.

All-in-all, there were four or five sessions of
modifying, correcting and redesigning letters
until we concluded I had messed it up about
as much as I could. A job expected to take a
month to cut and cast ended up taking nearly
ayear to achieve the desired finished product.

I would have quit about the fourth week
if it hadn’t been for Jim’s enthusiasm, exper-
tise at spotting problems and willingness to
help me understand the problems with the
design and make acceptable modifications.

You see at the beginning of this piece the
46 letters, plus punc¢tuation marks which we
came up with. The numbers, although not
used in Hebrew, are cast from a font of 24
point Century. Genesis 1: 1-2, set in the new
type, is also provided.

The foregoing article was written by Mike Anderson of Port Re-
public, Md., who operates the AT Ranpom PrEss AND TyPE-
FOUNDRY. Mike is intensely involved in matrix making, both via
engraving and by electrodepositing, in addition to his almost obsessive
interest in historic aspecls of the Bible. We extend special thanks to
him both for this article and for his special keepsake offering to the
2004 ATF Conference—a 42-point typecast ATF logo, which Mike
engraved and cast in preparation for the Conference.

King PoNDERS CASTING MACHINE MYSTERIES

“You’ll be happy to know that I have spent much of my
time this year working with my two casters. The Thomp-
son is working very well and better as I grow more and more
familiar with the machine and its habits. The sorts caster is
also holding its own, though it is a bit more temperamental.
It has, over the last few months, been very reliable. It was
stiff and gunked up with 50-year-old oil, but all that has
begun to loosen, I believe.

“Currently, I am casting 14 pt. SUBURBAN FRENCH from
mats I recently acquired from Sky Shipley. McGrew’s book
suggests the face was modeled after a Didot face, but it ob-
viously looks to be modeled after Louis XIV’s commissioned
face, the famous RomaiN pE Rur. Can’t find much or any
information on these mats, perhaps you have some knowl-
edge of them or can suggest some sources. Also I am seeking
the Ttalic of this face.

A few mysteries from my holdings to share. All my .043"
mold blades and the mold itself have no nick—how do you
cast with these, in particular how is the type held in the re-
ceiving shoe to be trimmed? Finally, I discovered a 26-pt.
mold for the Orphan Annie. Why this size? Would it have
been used for casting 24 Didot perhaps?”

Scott King , RED DRAGONFLY PRESS
307 Oxford Street, Northfield, Minn. 55057

MEeL ARNDTH ACQUIRES ENGRAVING MACHINE

“I have picked up a Deckel pantograph, the thought be-
ing I could add X and Y axis CNC ability to it for much less
than buying a CNC milling machine. I have assembled most
of the components and should start fabrication in the next
month or so. Essentially all I am doing is making an XY
table to bolt to the Deckel and let it move the stylus.

I will keep you informed. I also have been in contact
with Stan Nelson and am fabricating a hand mold to allow
me to cast type from Ludlow mats. I sure am glad I was able
to retire this past July. I am not sure where I would find the
time otherwise.”

Mel Arndt, CocKADOODLEDOO PREsS
2735 Powhatten Parkway, Toledo. Ohio 43606
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The Caster Op

A LAMENT By LESLIE WEARN

Poked in a corner, out of the way

You sweated it out, day after day

Covered in splashes, splattered in oil

One third of your life condemned to this toil.

Assaulted by noise, cooked by the heat

You coped with the troubles, you cured
“bleeding feet”

The comps kept you busy, a might hungry
bunch

With a pie on the pot warming for lunch.

No back-up machines, no bonus for you

You cured all your troubles by turning a screw
But fret not my friend, you had with your skills
Patience and cunning cured all of your ills.

Without VDUs, with no flashing light

You churned out the galleys with all of your
might

Scores of lead soldiers shining and true

A sign of your skills—a credit to you.

With the passing of lead you are thin on the
ground
But take not to heart as you look around
“Old Hat” they cry, it gives you some pain
But keep well old friend, they might need
you again.

Duncan Avery, of Monotype Hot-Metal in London,
passed this poem to me for ATF and gives this back-
ground on the author. * Les joined Monotype in 1944 as
a shopboy at the warehouse in Roseberry Avenue, Lon-
don, where the service engineers were trained. He had
learnt his engineering skills whilst in the army. He
became a Monotype Inspector in 1955 and continued in
this role until 1974, including installations in the Carib-
bean. Les moved on to Monophoto service and installa-
tions in Brazil, Belgium and other countries until he
left the Corporation to set up his own service company.
He is retired and lives in Reigate, Surrey, England.”
Duncan says Les is a brother to the late Harry Wearn,
who graced a couple of our earlier ATF Conferences and
also was a master Monotype technician.

Issue 30 Production Noles
And Acknowledgements

Produétion notes regarding Issue g0 of ATF
Newsletter: First the cover, which is my effort to
effedtively display the wonderful new hot metal
font DueNnsING T1TLING, designed and cast by Jim
Rimmer at his Pie Tree Type Foundry, 328 11th
St., New Westminster, BC Canada. Phone (604)
522-3321, e-mail rimmertype@shaw.ca.

The quotation used was stolen from the ATF
1923 Specimen Book Catalogue. Find it hidden in a
larger quote on page 70. Ornaments are Lanston
Monotype ornaments 18 pt. No. 1674 and 1675.
The single line at the bottom is 30 pt. BERNHARD
TANGO, a font of engraved matrices now in my
collection, made by Monsen Typographic Ser-
vice in Chicago many years ago. Of course the cover
was printed letterpress on my Vandercook No. 4.

The cover and twelve pages of this issue are cast
Monotype & letterpress printed. The nameplate
is American Type Founders? 48-pt. BASKERVILLE.
The border around it is 18-pt. English Mono bor-
der No. 1038 & 1039.

All hot-metal composition is a mixture of BAsk-
ERVILLE 353 (the American version) for g, 10 &
12 pt. English BASKERVILLE 169 was used for 11
and 8 pt. sizes. Now you can do your own visual
comparison of these two designs. All headlines
in metal were done in BeLr & BeLL ITavic. The
American number is 402, but the design origi-
nated with English Monotype.

Printing of the inside pages was done on my
10x15 Heidelberg Windmill. Everything letter-
press was printed dire¢t from type—no photoen-
gravings or photopolymer plates were used.

The most significant article in this issue, found
starting on page 7, answers questions I’ve had
nagging me for 30 years. I had a lot of help, as
you see noted in the box at the end of the article.

My apologies for inserting that 6o-pt. BEmBo
initial letter on page 27. It’s an awful match for
PARADISO, but it was all T could muster quickly
in the absence of the original initial, which was a
larger size of PARADISO itself.

With the exception of the table of contents
(which was Monotype keyboarded) all metal
composition was done on my American Comp
Caster utilizing a Mac-Mono computer interface
built by Monroe Postman of Los Altos, Calif.

The 20-page offset section was printed at my
commercial shop, Pioneer Press of W. Va., Inc.,
using direét-to-plate technology. I did all the
computer setup using Pagemaker 7.0 on a PC.
The digital font is MONOTYPE BASKERVILLE.

A special note of recognition is extended to
my wife, Lynda, who has sacrificed her time to
be my number-one proofreader. Tim Trower
of Springfield, Mo., also did a great job of find-
ing errors too—checking e-mailed proofs.

Without the help of those who submitted ar-
ticles, there would have been no Newsletter, so
special thanks to them also.

—Rich Hopkins
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