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C A R D  PUNCHES 
T y p e  24, 2 6  

THIS reference manual revises and Noisy Machine 
condenses Type 24 and 26  adjust- 
ments previously published. Preven- 
tive servicing hints are included 
with each machine unit subdivision. 
In combining the pertinent C.E.I's 
with the current material from the 
24-26 C. E. Manual of Instruction, 
new emphasis is established on ser- 
vicing requirements. 

Safety and Appearance 
Clean machines command the 

mast respect from those who use 
them. Card chips should be cleaned 
off reading boards and out of the 
tables. Keep the wiring diagram in- 
side the left leg where oil cannot 
soil it. 

Eroken or chipped plastic guides 
should be either rounded off to a 
1/8" radius or replaced. The es- 
cape gearing cover should remain 
installed at all times when the 
machine is running. Be sure the 
belt guard is in place. Although the 
belts are covered from the front, 
one who follows dangerous prac- 
tices can still place his fingers be- 
tween the belts and pulleys from 
the rear. It is a safe practice to 
turn off the power when tilting the 
base. The escapement adjustment 
procedure using a meter is preferred 
to holding the escape wheel by 
hand, because some friction drives 
may develop exceedingly high tor- 
que. 

Preventive Maintenance 
Included in preventive main- 

tenance is all of the work performed 
that will increase the usefulness of 
IBM equipment to our customers. 
Items falling into this category are : 
reduced calls, improved appearance, 
and increased machine life. 

Pressed metal gears are being 
used on machines utilizing the Type 
24 base. These parts, which are 
made from powdered iron with a 
bronze binder or from powdered 
bronze, are impregnated with lubri- 
cant. They can be identified by 
their dull finish and should not be 
stored in paper containers. With 
few exceptions under normal usage, 
they should not require additional 
lubricant for four years. 

. 
1. I f  the punch clutch is not 

lubricated according to schedule, it 
generates a metallic noise. 

2. Nipping punch clutches can 
be determined by visual inspection. 
During auto-duplication, i f  the 
numbers on the punch index can be 
read, the clutch is nipping. A pos- 
sible cause is excessive torque on 
the friction drive. I f  the escapement 
armature takes too long to pull 
out, the clutch is not impulsed 
early enough and will latch up. Dry 
punch clutches may produce a shrill 
squeal. 

3. Relay cover rattles can be 
reduced by slightly curving the 
panel out at the center. 

4. The belt guard becomes noisy 
if not properly installed. A loose 
drive belt may slap against the 
guard. Plastic guards cannot be 
formed. File away material above 
the mounting holes to bring the 
bottom out. 

5. Excessive punch penetration 
or punches in need of oil may pro- 
duce noise. See lubrication sche- 
dule. 

6. Improper adjustment of the 
stacker bumpers may contribute to 
the noise level being high. 

7. On the Type 26, excessive 
printing pressure is noise producing. 
With the phenolic platen there is 
very little embossing to indicate 
excessive pressure. 

8. Old style friction drives may 
chatter and should be replaced with 
the new style drive with dry gra- 
phite alloy discs. 

9. Loose program drums or 
loose screws in the forked arm 
should be eliminated. 
10. On the Type 26, insufficient 

clearance (minimum .003 ") between 
the washer in the end of the punch 
shaft and the eccentric drive link 
will cause the eccentric bearing to 
turn and throw out the suppres- 
sion adjustment. 

Polarity Trap Selenium Rectifiers 
The rectifiers used have a cut- 

rent rating of only 5 ma. The meter 
should be used in place of the test 
light because the light draws up- 
wards of 70 ma. In case the light 
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spring and separate the ribbon feed 
and printing mechanism. Four 
screws hold these units together. 

7. Remove the two vertical shift 
plate pivot screws and move the 
plate out of engagement with the 
code plate. Unhook the code plate 
return spring. 

8. Withdraw the upper aligning 
tool while inserting a piece of IBM 
card between the code plate and 
the wires to protect the wires. Pull 
out the lower aligning tool and re- 
move the two pressure plungers and 
springs to prevent losing them. The 
code plate is then free to be drawn 
out of the bottom of the printing 
unit. 

Print Wire Assembly 
Print Wires. Wires do not require ad- 
ditional oiling. 
Chip Tube Position. The housing helps 
position the wire guide closures. 
Exchanging or repositioning the 
chip tube may affect printing. 
Replacement of Wires. Single wires 
can be replaced. Be sure the collar 
portion of the wire which extends 
through the guide plate is the same 
size as the one being replaced. 
Replacement of Wire Guide Assembly. 
A precut set of 35 wires is not 
available because the wires are 
ground in a tool jig after assembly. 
If the units become troublesome or 
worn, replace the wire guide as- 
sembly. 
Character Patterns. Figure 3 2  is sup- 
plied as a guide to the wires used 
for printing each character. It can 
be used to determine when extra 
wires are being picked up in print- 
ing. 
Removal of the Wire Guide Assembly 

Remove the code plate and pro- 
ceed as follows: 

1. Remove three horseshoe clips 
from one side of the unit (the two 
smallest clips and the one holding 
the print drive rod shaft). Pull 
out the three shafts that are freed 
(see Figure 36). 

2. Remove the four screws hold- 
ing the adjusting screw plate and 
pull the units apart. 

Platen, Smudging, Printing 
Pressure 

Figure 32. Character Impression 
Patterns 

the card path than normal and cause 
smudging. Replace thin platens and 
check the platen and printing pres- 
sure adjustments. Remove any burrs 
from the platen. 

3. A worn or undersize print 
cam will result in smudging cards. 
Replace defective cams. 

4. Insufficient clearance between 
the eccentric drive link and the 
washer on the end of the shaft will 
place an extra load on the punch 
drive unit. It sometimes shows up 
by causing clutch latching failures. 

Removal of a Punch, Type 26 
The quickest method is to re- 

move the print interposer assembly. 
1. Remove the nuts and springs 

from the 12  punch extensions. The 
springs are interchangeable. 

2. Transfer the vertical shift 
spring from the shift plate to the 
eye in the bellcrank to keep the 
vertical shift interposers compres- 
sed. 

3. Remove the horizontal shift 
spring. Compression must be held 
on the horizontal interposers by 

1. Avoid adjusting for printing hand when shifting the unit. 
pressure with a dry or worn ribbon. 4. Remove the three screws 

2. A thin platen will require the from the comers of the rectangular 
print wires to extend farther into punch extension guide which is 
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I I Punch Arm 

Figure 3$. Pzzrlch Drive and Yoke Adjustment 

off the drive unit. 
2. Remove the cover from the 

punch extensions and remove the 
1 2  nuts and springs to reduce the 
load on the punch extensions. 

3. Remove the two screws from 
the pin bail drive link. 

4. In the drive unit anchor bar, 
loosen the adjusting screw lock nut, 
the holding screw, and the two sup- 
port screws. Unhook the print 
spring. 

5. With the punch clutch 
latched, rotate the drive unit coun- 
terclockwise until the yokes can be 
felt to bottom on their inner guides. 
Turn the adjusting screw in until 
it touches the casting, then back off 
one full turn and tighten the lock 
nut. Tighten the holding screw. The 
two support screws should be turned 
in until they rest against the side 
frames. Reassemble the machine 
and test the punch penetration with 
standard codes. 

6. Readjust the printing pres- 
sure. 

Punch Penetration Type 26 

Additional Punch Penetration 
(.012" to .015" Throat Gap) 

After loosening the pin bail drive 
link and the two support screws in 
the anchor bar, back out the drive 
unit adjusting screw 1/6 turn to 
a step. Turn in on the support 
screws and connect the bail link 
after each step and test the machine 
with standard codes. Each step will 
result in .004" more penetration. 
Do not exceed 1 /2  turn over the 
yoke adjustment because the yokes 
will strike the extension guide 
plates. 

--,010 

Starting 

+.oio 
+.oa Satisfactory punching should re- 

sult from the preceding print yoke 
adjustment. If more penetration is 
required on machines with .012" to 
.015" throat gap, the yoke adjust- 
ment will have to be altered and 
the printing pressure adjustment re- 
made. On machines with .02OW to 
.026" throat gap, the penetration 
can be changed by its adjustable 
punches without affecting the yoke 

printing pressure adjustments. Figure 35. Adjust able Penef ration - 
See the following two items. TYP 26 












