FOUNDERY.

They fmoke theinfide of the fhell, by burning ftraw under
it, that helps to fmooth the furface of the bell. Then they
ﬁut the firell in the place, fo as to leave the fame interval
etween that and the coré; and before the hollows of the
rings. or the eap are put on again, theyadd two vents, that
are_united to the rings, and to each other, by a mafsof
baked cement. After which they put on this mafs of the
cap, the rings, and vents, over the fhell, and folder it with
thin cement, which is dried gradually by covering it with
burning coals. "Then they fill up the pit with earth, beat-
ing it (trongly all the time, round the mould.
_ The furnace has a place for the fire, and another for the
metal. The fire-place has a large chimney, with a {pacious
ath-hole : the furnace which contains the metal is vaulted,
whofe bottom is made of earth, rammed down ; the reft is
built with brick. It has four apertures; thefirft, through
which the flame reverberates ; the fecond is clofed with a
ftopple, that is opened for the metal to run; the others are
to feparate the drofs, or {coriz; of the metal by wooden
rakes; through thefe laft apertures pafles the thick fmoke.
The ground of the furnace is built floping, for the metal
to rundown, See Di&k. Commerc. Eng. edit. art. Foun-
DERY.

Founpery. Manner of cafling great guns, or pieces of
artillery.—The cafting of cannons, mortars, and other
pieces of artillery, is performed much like that of {tatues and
bells ; efpecially as to what regards the wax, fhell, and
furnaces. )

All pieces of artillery are now caft folid, and bored af-
terwards, by means of a machine invented at Strafburgh,
(fee Boring of Cannon,) and much improved by Mr. Ver.
bruggen, head founder at Woolwich. The gun to be bored
was at firlt placed in a perpendicular pofition ; but the
machines ufed for this purpofe have lately been made to bore
horizontally, and much more exa&ly than thofe that bore in
a vertical fituation. Whilft the infide is bored, the outfide is
turned and polifhed at the fame time.

As to the metal, it is fomewhat different from both ; as
having a mixture of tin, which is not in that of ftatues ;
and only having half the quantity of tin that is in bells,
i. e. at the rate of ten pound of tin to an hundred of copper.
‘The refpective quantities of different metals that fhould en-
ter into the compofition for brafs cannonis not abfelutely
decided ; the moft common proportions of ‘the ingredients
are the following : wiz. to 240lb. of metal fit for cafting,
they put 68lb. of copper, 25lb. of brafs, and 12lb. of tin.
To 4z00lb. of metal fit for cafting, the Germans put
3687331b. of copper, 20413}lb. of brafs, and 3073¢lb. of
tin. Others, again, ufe roolb. of copper, 6lb. of brafs,
~and glb. of tin ; and laftly, others make ufe of 1oolb. of

copper, 1olb. of brafs, and 15lb. of tin. See Cax-
NON.
A cannon is always fhaped a little conical, being thickeft

of metal at the breech, where the greateft effort of the gun-.

powder is made, and diminifhing thence to the muzzle ; fo
that if the mouth be two inches thick of metal, the breech
is fix. See CaNNON.

Itslength is meafured in calibers, i, ¢. in diametersof the
‘muzzle. - Six inches at the muzzle require twenty calibers,
or ten feet in length ; there is always about the fixth of an
inch allowed play for the ball. Forthe parts, and their re-
{pe&ive proportions of different forts of guns, fee Canion
and Gun. The methodof cafting iron cannon differs very
little from that of brafs, '

Fouxoery, Letter, or the method of cafling ‘printing
Letters.—The invention of printing letters we fhall {peak of
umder PrinTiNG and LerTER, I .

Fheir difference, kind, &c. have already been explained
under the articles CHarscrer, &c. ) :

In the bufinefs of cutting, cafting, &c. letters for prints
ing,, the letter-cutter muft be provided with a vice, hand«
vice, hammers and files of all forts for watch-makers’ ufe ;
as alfo gravers and fculpters of all forts, and an eil-Rone,
&c. fuitable and fizeable to the feveral letters to be cut : a
flat gauge made of box to hold d rod of feel,or the body
of amould, &ec. exa&lly perpendicular to the flat of the
ufing-file: a fliding gauge, whofe uleis to .meafure and fet
off diftances between the fhoulder and the tooth, and to*
mark it off from the end, or from the edge of the work; a
face-gauge, which is a fquare notch cut with a fileinto the
edge of a thin plate of fteel, iron, or brafs, of the thick
nefs of a piece of common tin, whofe ufe is to - proportion-
the face of each fort of letter, wiz. long letters, afcending
letters, and fhort letters. So there mult be three gauges,’
and the gauge for the long letters is the length of the whole
body fuppofed to be divided into forty-two equal parts. The
gauge for the afcending letters, Roman and Italic, are 3§, or
3o partsof 42, and 33 parts for the Englith face. The
gauge for the fhort letters is 3 or 18 parts of 42 of the whole
body for the Roman and Italic, and 22 parts for the Englith
face. -

The Italic and other ftanding gauges are to meafure the
fcope of the Italic ftems, by applying the top and bottom -
of the gauge to the top and bottom lines of the letters, and
the other fide of the gauge to the ftem ; for when the letter
complies with thefe three fides of the gauge, that letter has
its. true fhape. o ' :

The next care of the letter-cutter is to prepare good
fteel punches, wel-tempered, and quite free from all veins
of iron ; on the face of which he draws or marks the exa&
fhape of the letter, with pen and ink, if the letter be large ;
or with a fmooth blunted point of a needle, if it be fmall ;
and then with fizeable and proper fhaped and pointed gra-
vers and fculpters, digs or fculps out the fteel between the
ftrokes or marks he made on the face of the punch, and
leaves the marks ftanding on the face. Having well fhaped
the infide ftrokes of bis letter, he deepens the hollows with
the fame tools : for if aletter be not deep in proportion to
its width, it will, when ufed at prefs, print black, and be
good for nothing. This work is generally regulated by the’
depth of the counter-punch. Then he works the outfide
with proper files till it be fit for the matrice.

‘But before we proceed to the finking and jnftifying of
the matrices, we muft provide a mould to juftify them by,
of which you have a draught in Plate XV. Mifcellany, JSige
2, 3. :

Every mould is compofed of an upper and an under part.
The under part is delineated in fg. 2. 'The upper part is
marked fg. 3, and is in all refpeéts made like the under
part, excepting the ftool behind, and the bow, or fpring,
alfo behind 5 and excepting a {mall roundifh wire between
the body and carriage, near the break where the under
part hath a {mall rounding groove made in the bedy. This
wire, or rather half-wire, iu the upper part,-makes the nick
in the fhank of the letter, when part of it is received into
the groove in the under part. Thefe two parts are fo
exalily fitted and gauged into one another {(v:z. the male
gauge, marked ¢ in fig. 3. into the female marked g in fig.2.}
that when the upper part of the mould is properly placed
on, and in the under part of the mould, both togethery
make the entire mould, and may be flid backwards %or' ufe
fo far, till the edge of cither of the bodies 6n the middle
of either carriage comes juflt to the edge of the.female
gauges, cut in each carriage : and they may be flid for-
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wards fo far, till'the bodies .on ejthet carriage touch each
other ; and the {liding of thefe two parts of the mould
backwards makes the fhank of the letter thicker, becaufe
the bodies iu each part ftand wider afunder, and the {liding
them forwards makes the fhank of the letter thinner,
becaufe the bedies on each part of the mould {tand clofer
together, »

The parts of the mould are as follow ; viz.

a The carriage.
b The body.
- ¢ The male gauge.
d e The mouth-piece.
£ i The regifter.
g The female gauge,
h The hag. :
a a a ¢ The bottom plate.
4 & b The wood, on which the bottom plate lies.
¢ ¢ ¢ The mouth.
d d The throat.
e d d The pallet.
S The nick.
& & The ttool.
4 h The {pring or bow.

Then the mould muft be juftified : and firft the founder
juftifies the body, by cafting about twenty proofs or
famples of letters, which .are fet in a compofing ftick,
with all their nicks towardsthe right hand'; and then by
comparing thefe with the pattern: letters, fet up in the
fame manner, he finds the exa@ mieafure of the body to
be caft. He alfo tries if the two fides of the body are
parallel, or that the body be ma bigger at the head than
at the foot ; by taking half the number of his proofs, and
turning them with their heads to the feet of the other
half ; .and if then the heads and the feet be found exaétly
even upon each sther, and neither to drive out nor get
in, the two fides may be pronounced parallel. He farther
tries whether the two fides of the thicknefs of the letter
be parallel by firft fetting his proofs in the compofing
ftick with their nicks upwards ; and then turning one-half
with their heads to' the feet of the other half: and if
the heads and feet lie exaétly upon each other, and neither
drive out nor get in, the two {ides of the. thicknefs are
parallel. . )

The mould thus juftified : the next bufinefs is to pre-
pare the matrices, - A matrice is a piece of brafs or copper
of -about an inch and a half long, and of a thicknefs in pro-
portion to the fize of the letter it is to contain. In this
metal is funk the face of the letter intended to be cait,
by ftriking the letter punch about the depth of an n.
After this the fides and face of the matrice muft be juitified
and cleared, with files, of all bunchings made by finking
the punch, . . , : .

Every thing thus prepared, it is brought to the furnace,
which is built of brick upright, with four fquare fides, and
a ftone on the top, in which ftone is a wide round hole for
the pan to ftand in. A foundery of any confequence has
{everal of thefe furnaces in it. .

As to the metal of which the types are to be caft, this,
in extenfive founderies, . is always prepared in large quan-
tities ; but caft into {fmall bars of  about twenty pounds
weight to be delivered out to the workmen as occafion
requires, - In the letter foundery which has been long.

carried .on with reputation, under- the direétion of Dr.

Alexander Wilfon, and fons, at Glafgow, we are in-
formed, that a ftock of metal is made up attwo different
times of the .year, fufficient to ferve tlie cafters at the
furnace for fix months each time. For this purpofe a

large furnace is built. under a fhade, furnifhed with 2
wheel vent, in order the more equally to heat the fides
of a firong pot of caft iron, which holds, when {full, fifteen
hundred weight of the metal. The fire being kindled
below; the bars of lead are let foftly down into the pot,
and their fufion promoted by thirowing in fome pitch and
tallow, which foon inflame. An outer chimney, which
is built fo as to proje@ about a foot over the firtheft
lip of the pot, catches hold of the flame by a ftrong
draught, and makes it a& very powerfully in melting
lead ; whillt it ferves at the fame time to convey away
all the fumes, &c. from the workmen, to whom this
laborious part of the bufinefs is committed. When the
lead is thoroughly melted, a due proportion-of the regulus
of antimony and: other ingredients are put in, and {ome

. more tallow is inflamed, to make the whole incorporate

fooner. The workmen now having mixed the contents
of the pot very thoroughly, by ftirring long with a
large iron ladle, next proceed to draw the metal off
into the fmall troughs of caft iron which are ranged, to
the number of fourfcore, upon a level platform, faced
with ftone, built towards the right hand. In the courfe
of a day fifteen hundred weight of metal can be eafily
prepared in this manner; and the operation is continued
for as many days as are neceffary to prepare a flock -
of metal, of all the various degrees of hardnefs. A.fter

this the whole is difpofed into prefles, according to

its quality, to be delivered out occafionally to the work-

men,

The founder muft be now provided with a ladle, which'
differs nothing from other iron ladles, but in its fize. And.
he is provided alwdys with ladles of feveral fizes, which he -
ufes according to the fize of the letter he is tp ‘caft.
Before the cafter begins to caft, he muft kindle his fire.
in the furnace to melt the metal in the pan. Theiefore he
takes the pan out of the hole in the ftone, and there lays
in coalsand kindles them ; and, when they are well kindled,
he fcts the pan in again and puts in metal into. it to.
melt ; if it ‘be a fmall bodied letter he cafts, or a. thin
letter of great bodies, his metal muft be very hot; nay -
fometimes red-hot, to make the letter come. - ‘Then having
chofen a ludle that will hold abeut fo much as the letter and'
break is, he lays it at the ftoking hole, where the fame -
burfts out, to heat. Then he ties a thin leather, cut with
its narrow end againft the face to.the leagher groove of
the matrice, by whipping a brown thread twice about the
leather-groove, and faftening the thread with a knot. Then
he puts both halves of the mould together, and puts the
matrice into the matrice-cheek, and places the foot of the
matrice on the ftool of the mould, and the broad end of
the leather upon the v-oed of the upper half of the mould,
but not tight up, left it might hinder the foot of the matrice
from finking clofe down upon the ftool in a train of work.
Then laying a little rofin on the upper-wood of the
mould, and having his cafting-ladle - hot, he with the -
bolling fide of it melts the rofin : and, when it is yet melted, .
prefles the broad end of the ledther hard down on the-
wood, and fo faftens it to the wood-: all this is the -pre-
paration. ’ ) _ )

" Now he comes to cafting. Wherefore placing the undgt -
half of the mould in his left hand with the hook or hag
forward; he clutches the- ends- of-its -wood between the
lower - part of the ball-of his thumb and his three hind
fingers ; then he lays the upper half of the mould upon
the under half, fo that the mzle ganges may fall into the
female: gauges,'and at the fame time the foot’ of the ma~’
trice -pl.aeel»iﬁﬁytlf'upbn she fidel; and, clafping hishle'fé
B an
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band thumb ftrong over the upper half of the mould he
-nimbly catches hold of the bew or fpring with his right
hand fingers at .the top of it, and his thumb. under it,
and places the point ofP it againft the middle of the notch
in the backfide of the matrice, prefling it as well forwards
towards the mould; as downwards, by the fhoulder, of
the notch clofe upon the ftool, while at the fame time
“with_his hinder fingers, as aforefaid, he draws the under
half of the mould towards the ball of his thumb, and
thrufts by the ball of his. thumb.the upper part to-
wards his fingers, that both the regifters of the mould
may prefs againft -both fides of the matrive, and his
thumb and fingers prefs both halves of the mould clofe
together, : ‘
Then he takes the handle of his ladle in his right hand,
and with the boll of it gives a ftroke, two or three, out-
wards upon the furface of the melted metal, to fcum or
clear it from the film or duit that may f{wim upon it;
then takes up the ladle full of metal, and having his mould,
as aforefaid, in his left hand, he a little twifts the left fide
of his body from the furnace, and brings the geat of his
ladle (full ‘of metal) to the mouth of the mould, and
twilts the upper part of. his right hand towards him to
turn the metal into it, while at the fame moment of time
he jilte the mould in his left hand forwards, to receive the
metal with a firong fhake (as it is called) ; not only iuto
the bodies of the mould, but while the metal is yet hot
running, {wiftly and ftrongly, into the very face of the ma-
trice, to receive its perfet form there, as well as in the
fhank. SN
Then he takes the upper half of the mould off the under
half, by placing his right hand thumb on the end of the
wood next his left hand thumb, and his two middle-fingers
at the other end of the wood; and finding the letter and
break lie in the under half of the mould, (as moit commonly
by reafon of its weight it does,) -he throws or tofes the let-
ter, break and all; upen a fheet of wafte paper laid for that
purpofe on the bench, juftalittle beyond his left hand, and
. 13 then ready tq calt another letter as before ; and alfo, the
whole number that is to be caft with that matrice.
A workman will ordinarily caft about three thoufand of
thele letters in a day: :
When the cafters at the furnace have got a fufficient
number of types upon the tables, a fet of boys come, and
nimbly break away the jets from them : the jets are thrown
into the pots, and the types are carried away in parcels to
other boys, who pafs them {wiftly under their fingers, de-
fended by leather, upon fmooth flat ftones, in order to po-
lith their broad-fides. 'Thisis a very dextrous operation,
and is a remarkable inftance of. what may be effeted by the
power of habit and long pradtice; for thefe boys, in turn:

ing up the other fide of the type, do it:fo quickly by a

meve touch of the fingers of the left hand, asnot to require
e leaft perceptible intermiffion in the motien- of the right
hand upon the ftone. The types, thus finely fmoothed and
flattened on the broad-fides, are next carried to another fet
of boys, who fitat a {quare table, two on each fide, and
there are ranged up on long rulers, or fticks, fitted with a
fmall proje&tion, to hinder them from {liding off backwards.
‘When thefe fticks are {o filled, they are placed, two and
two, upon a fet ‘of wooden pins fixed -into’ the wall, near
the dreffer, fometimesto the.amount of a hundred, in order
to undergo the finithing operations. This workman, who
is always the moft expert and fkilful in all the different
branches carried on at the foundery, begins by taking. one
of thefe fticks, and, with a peculiar addrefs, flides the whole
column of typesoff upon‘the dg‘eﬂi,;lg-ﬁick: ‘this is made of

well-feafoned mahogany, and furnifhed with two end-pieces
of fteel, a little lower than the body of the types, one of
which is moveable, {o as to approach the other by means of
a long fcrew-pin, inferted in the end of the ftick. The
types are put into this ftick with their faces next to the back
or proje@ion ; and after they are adjufted to oie another fo
as to ftand even when they are bound uvp, by ferewing home
the moveable end.piece. It is here where the great and
réquifite accuracy of the moulds comes to be perceived ; for
in this cale the whole column, fo bound up, lies flat and
true upon the ftick, the two extremg types being quite pa-
rallel, and the whole has the appearae)lce of one folid con-
tinuous plate of metal. The leaft ihaccuracy in the exaét
parailelifm of the individual type, when multiplied {fo many
times, would render it impofiible to bind them up in this
manner, by difpofing them to rife or fpring from the flick
by the {fmalleft preflure from the fcrew. - Now, when lying
fo conveniently with the narvow edges wppermoft, which
cannot poflibly be fmoothed in the manrer before mentioned
by the ftones, the workman does this more effe€tually by
{craping the furface of the column with a-thick-edged but
fharp razor, which at every ftroke brings on a very fine
fmooth fkin, like to polifhed filver; and thus he proceeds
till in about half a minute he comes to the farther end of the
ftick., The other edges of the types are next turned up-
wards, and polifhed in the fame maoner. It is whillt the
types thus lie in the dreffing-flick that the operation of
bearding or barbing is performed, which is effeéted by run-
ning a plane, faced with fleel, along the fhoulder of the
body next to the face, which takes more or lefs off the
corner, as occafion, may require. Whilft in the drefling-
ftick they are alfo grooved, which’is a very material opera-
tion. In order to underftand this, it muft be remembered, .
that when the types are firft broken off from the jets, fome
fuperfluous metal always remains; which would make them
bear very unequally againft the paper whilit under the
printing-prefs, and effeGtually mar the impreffion. That all
thefe inequalities may, therefore, be taken away, and that
the bearings of every type may be regulated by the fhoulders
imparted to them all alike from the mould, the workman or
drefler proceeds in the following manner. "The types being
ferewed up in the ftick, as before mentioned, with the jet-
end outermoft, and projeéting beyond the wood .about one
eighth of an inch, the ftick is put into an open prefs, fo as
to prefent the jet-end uppermoft, and- then every thing is
made faft by driving a long wedge, which bears upon a flip
of wood, which lies clofe to the types the whale length :

“then a plough or plane is applied, which is fo conftructed

as to embrace the projeéting part of the types betwixt its
long fides, which are made of polifhed iron. . When the
plane is thus applied, the fteel cutter bearing upon that part
between the thoulders of the types, where the inequalitics
lie, the dreffer dextroufly.glides it along, and by this means
ftrips off every irregular part that comes in the way, and {o
makes an uniform groove the whole length, and leaves the
two fhoulders ftanding; by which means every type be-
comes precifely like to another, as to the height againft
paper. The types being now finithed, the ftick is taken
out of the prefs, and the whole column replaced upon the
other ftick ; and after the whole are fo drefled, he proceeds
to pick out the bad letters, previoufly to putting them up
into pages and papers.. In doing this he takes the ftick in-
to his left hand, and turning the faces near to the-light, he
examines them carefully, and whenever an imperfe&t or
damaged letter occurs, -he nimbly plucks it out witha tharp
bodkin, which he holds in the nght hand{or that purpofe.

Thefe letters which, from their form, project over the bady

of



FOU

.of the type; and which cannot on this account be rubbed
on the ftones, are fcraped on the broad-fides with a knife or
file, and fome of the metal next the.face pared away with a
pen-kaife, in order to allow the type to come clofe to any
other. This operation is called kerning.

T'he excellence of printing types confilts not only i the
due performance of all the operations above defcribed, but
allo in the hardnefs of the metal, form, and fine proportion
of the charader, and in the exa& bearing and ranging of
the letters in relation to one another. )

Founpery, Military. Under the feveral appropriate
heads, we have furnithed information regarding the feveral
kinds of foundery neceffary to the eftablifbment of that va-

riety of profeflions, wherein caftings of different kinds, -

whether in metal, wax, plafter, &c. are defiderata: we now
have to offer a few remarks on fuch as appertain more par-
ticularly to the fupply of our arfenals.

The cafting of cannon, fhot, &c. was, until about half
a century ago, confidered an arduous undertaking; and
fo little were.the fundamental principles of the art under-
ftood, that we are aflured not one in three of the fhells caft
for the mortar fervice could be admitted into the ftores.
Such have been the improvements made, that thoufands of
articles, which ufed to be from neceflity made of wrought
iron, are now to be had from the founderies at lefs than
one-fifth of their former prices ; while the material itfelf has
been {o highly perfeéted, that inftances have been known of
calt-iron being fufficiently foft to bear the file, and fuffi-
ciently duélile to undergo the hammer. Such, indeed,
could not be done but at confiderable expence ; nor does it
appear that much good could refult in general. With re-
fpe& to military apparatus, it is found expedient to have
the whole of our cannon, mortars, carronades, fhot, fhells,
and garrifon gun-carriages, caft at the feveral founderies
eftablifhed in the vicinity of coal and iron mines ; whereby
the work is dene at comparatively a low expence, and the
articles can be conveyed by water to the warren at Wool-
wich mach under the prices at which they could be caft at
the place, to which both the iron and the coals muft be
tranfported. - .

The French have, fince the commencement of the re-
volution, fhewn what may be effeéted in this branch of
military economy, by a people determined to overcome
every difficulty,” and te apply their refources, whether. pub-
lic or private, towards national purpofes. It is a well
afcertained faét, that in feveral of the departments of France,
from which the trains of artillery, together with the {everal
{lores appertaining to them, had been withdrawn, the people
fupplied their national guards with field-pieces caft in fmall
temporary founderies, where the furnaces were rarely equal
to heatiig more than from twenty to thirty pounds of bell.
metal, &c¢. of which the facred edifices, &c. throughout
the country had been ftripped. By a due combination of
the whole, very ferviceable cannon, and efpecially howitzers,
which féem to be a favourite {pecies of artillery-among the
French, were thus fupplied. _

Though it muft be admitted that a foundery fuited to
cafting cannon, of any defcription, could not be attached
to the ordnance department of armies ferving out of the
kingdom, we are inclined to hazard the opinion, that fmall
laboratory furnaces, adequate to. the cafting of fhot and
grape, but elpecially of mufket balls, might be annexed
thereto. In fome inftances, when the ﬁoc%c of grape-fhot
‘has been expended, it 'has become neceflary to make cafe-
fhot of mufket balls, whereby the infantry have been very
ill fupplied with ammunition. If, in fuch inftances, portable

furnaces, and crucibles, together with proper moulds, have.
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been at hand, (for the whole might be conveyed in a wag-
gon, or perhaps in a cart,) abundance of refufe iron could
have been” formed into grape-fhot ; and there would have
been no fcarcity of mufket ammunition,

Nor can we fee any obje@ion to the fupply of proper
materials for eftablithing founderies, fuited to cafting field.
pieces, being fhipped with extenfive armaments proceeding.
on foreign fervice ; fince the fpace they would occupy muft
be far lefs than is required for that immenfe quantity of
ftores neceffarily fent to places where no foundery exilts.
Hence tonnage, time, and treafure, are often lavithly ex-
pended. . The cafting of fhot and fhells, in fuch fituations,
would generally prove ealy, and liberate many a tranfport’
from the conveyance of fuch dead-weight, as not only pre-
cludes the fupply of other equally neceflary ftores, but, in
many inftances, rifks, or even caufes, a total lofs.

FOUNDLING Hosritar. See Foundling Hos-
PITAL.

FOUN-HING, in Geography, a town of China, of the
fecond rank, in the province of Fo-kien ; 175 miles E.S.E.
of Peking. N. lat. 26” 54'. E. long. 119° 49'.

FOUN-IM, a town of China, of the third rank, in the
province of Pe.tche-li; zo miles E. of Young-ping.

FOUNT, or Font, among Printers, &c. a fet, or
quantity, of charaters, or letters, of each kind, caft by a
letter-founder, and forted. : .

We fay, a founder has caft a fount of pica, of Englifh,
of pearl, &c, meaning that he has caft a fet of charaters of
thefe kinds. .

A complete fount does not only include the running
letter, but al{o majufcules, or large and fmall capitals, fingle
letters, double letters, poiuts, commas, lines,  borders,
head-pieces, tail-pieces, and numeral chara&ers. .

Founts are large or {mall, according to the demand of the
printer, who orders them by the hundred weight, .or by
fheets. When the printer orders a fount of five hundred,
he means that the fount fhould weigh five hundred pounds.
‘When he demands a fount of .ten theets, it is .underftood,
that with that fount he fhall be able to compofe ten fheets,
or twenty forms, without being obliged to diftribute. The
founder takes his meafures accordingly : he reckons a hun-
dred and twenty pounds for a fheet, including the quadrates,
&c. or fixty pounds for a form, which is half a fheet: not
that the fheet always weighs a hundred and twenty pounds,
or the form fixty pounds; on the contrary, it varies ac-
cording to the fize of the form ; befides, it is always fup-
pofed that there are letters left in the cafes. .

The letter-founders have a kind of lift, or tariff, whereby
they regulate their founts: the occafion of which is, that
fome letters being in much more ufe, and oftener repeated,
than others, their celis, or cafes, fhould be better filled and
ftored, than thofe of the letters which do not return {o fre-
quently, ) . oL

Thus the o, and 7, for inftance, are always in greater
quantity than the £, or z. .

This difference will be beft perceived from a proportional
comparifon of thofe letters with themfelves, or fome others.
Suppofe a fount .of a hundred thoufand chara&ers, whick' -
is a common fount : here the 4 fhould have five thoufand 3
the ¢, three thoufand; .the ¢, eleven thoufand; the i, fix
thoufand ; the m, three thoufand ; the £, only thitty: and
the x, y, and 2, not many more. But this is only to be
underftood of the letters of ‘the lower cafe’; thofe'of the -
upper cafe having other proportions, which it swould ‘be
here too long to infift on. ) .

_ FOUNTAIN, Fons, in Philofophy, a fpring, or fource,
of water, rifing out of the ground. . . . :
: oy
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