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HOW TC GET STARTED - Seversl persors have askod how they should get started
onn the T-18 if they have never before built a metal airplane, Uell, I can't
say that it makes much ¢iffervnce having scen projcocts started in various
vays,., One of the first things you should do, rogerdless of the part that
you choosc to build flrst ig obtain a few nocessary teols and sguipmont.
First, you will need & nico smooth work tablc. For this I built a simples
framework with six 38" legs and bought & 4' x 127 piece of 3/h" thick chip-
board for loss than $10. to form a poerfcet table top. Don't cxpect good
results with matched holo tooling if you do your transferring on a picce of
vent cardboard on the uncvenr worksacp floor.

The next thing is fto start accumulating toscls. Here iz a list of
essential ftocls, thoeir cest and sourcoes:

Whitney Junicr Punch $12.50 Whitney Tool & Dic Co.
1 cxtra #30 punch .50 Rockford, Illinois
Pop Rivoeter 550 Scars
Hand drill Bverywhera
Sheet HMotal shears
{straight and right or left-handcd) Byorywhore

Scriber EBverywhore
Decinal scale (at least 157 long)
6 foot tapc

hors

Several C clamps WAGT ¢
Sheet metal clamps Jho
{look like clothespins)

Bucking bars Junk yard
Eivet sct Junk yard
Dimpling tools Make

Hacksaw, files, cte. Bvorywhore
Stanley Sureform raspplarc Bverywhore
Visc Everyvhere

In addition, these tools should be ailable at least on a loan basis,

or arce optional for convenlence.

Band saw Alr conpressor Milling wmachine

Sabre saw Drill press Reanecrs, sceveral sizes
Welder Lathe Lelt sander

Rivet gun Tubc dender {hydraulic Bufding whecel

Spray gun hickoy)

DIMPLING - After much experimentaltion with varicus dimpling tools and
technigques, we have discovered how to nelo dimples which give a nice smooth
finighed dJob. Comnmon dimpling problems arve: (lj the arca surrounding the
dimple becomes roecesseds; (2) the diopler scers the moetal surrcunding the
fmple, or (%) the depth of the dimple is incorrecit. The first two problous
can be golvaed with proper shaping of the dimpiing tools. The face of the
female part should boe dome shaped so the flange on the male tool cannot
ninch the meial and cavse an indented ring. It is nocoessary to have a
generous flangs on the wmale tool to force the surrounding motal down
perfectly flat. 8Sinece there is somc variation frowm onc batch of rivets
to the next, the best way to malte surc the dimplc has the proper depth for
a flush fit is to make 2 test sample.
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i is nocessary bo obtain the usse of a lathe to make & dinmplig 07,
It is preferable to use & steel which can be hardened, but I have nade sonme
from only mild steel and thoey secnm to be holding up well, The male part is
made frow bar stock at lcast 7/07 @irsmctor Ly 27 long or longer. O“b &
is simply turned down to the exasct dinocunsions of the rivet which will be
uscd. The face of the flange should be perfectly flat with the outcr coruer

rounded. Polish to prevent merling the meatoerial belns diwmploed. The only

way we have been able to completely prevent usariking tie eluminum with the
flaenge on the male tool is to cover it with a good grads
Adhesive tape will work well. At least a 1727 hole shou
center of the tape so it does not affoct the !
the tool is not made with a flange extonding well boyond
the arca suvrounding the dimslicz will be deforned a
will be disapp0¢hu1“gq If & lathe ds not availaplo,
and a rivet can be used as o substituts for The oale

I the dimple. If
the rivet head die,

and the surfzsoe sunothness
& tapo=-Ccovel cﬁ heamer

The femals part of the dle can be wmade by deil ‘

piloce of stesl and countoersinking until the rivet to be

flush in the hole. To prevont meriing the alusminvi witi

male die, it is asbsclutely unecessary to male the Tace
=

dome—~skhaped. ALupreximately a 5/&“ redius ceems to do the j
able to make dimplcs that arce almost as swooth as countersiniss with EL*
tool.

L very convenient vay to save material con the female part if dics for
rivets with several differvent arngled heads are to be uscd (100° for AK rivets
and 120° for Pops), is to meake removasle insceris 2s shown in Figure 1.

Ingerts can alsc be pade to it round and brazer head riveits for use in hend
driving rivets withoul a gun,

Remember thet it is luporiant to pelish all dimpling tools and rivet
sets to prevent putting stress-risirg scratches on rivets or the nerts being
joined,

The ideally iﬂstallcd flush rivet should be perfectly flush with the
outer surfacc. Since it is ro+ possible o be perfeet in all cascs, from the
drag standpoint, it is betl to be a 1ittle low than high, That is, it is

better to over~dinple rather ﬁhan under~dicple, Also, it is zasier to fill
in a recess with puity thasn to sand dovn o high rivet.

g you will probably want
o drive thom by hand on
, it 1s much cheaper to
of hand driving rivets
heetnetal businsces, yvou

DEIVING RIVETS - Iven if you plan to use Pop ri
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v
to use AN rivets in areas whers it is convenient
the bench. The maiu spar is a good examplu, Llszo
use AN rivets. Well, I've never scen the subjec
covered in a text booﬁ, s0 if you arc ancw at the
arce probably wondering how to go sbout itl,

The seecret is to use a good heavy backup bLleock ~ the heavisr the better.
I use a two~foot long plece of railroad rail an which I have a spot polished
where I place the head of the flat-head rivets for driving. To drive round
end brazer head rivets, I place the previecusly described 2"x2"x3%Y steel
block on top of the rail with the approvpriaic insert to fit the particular
rivat being driven.

The recess in the insert is made by grinding a drill with a radius on
the end to gpproximately mabtch The shape of the rivet head. Polishing is
accomplished with a plcce of emery cloth forced inte the recess with a
rounded wooden stick while ths inserti or stick is spun. It is preferable
to make the radius of the recess slightly larger than the radius of the
rivet hoead or the edge of the tool will mark the rivet head and deform the
head in the wroug dmres€10ﬂc



celfn
Hi SHEAR RIVETS - Since the last newsletiter I have discoversd ifvo soure ss"

I

for Wi Shear Rivet kiis, Hudy AﬂL Ty Z’L;”'SCJ""2 Chelterhan Dr., Shermven (sks
- b 3

Calif., and Sport Acro, P.0. Brunsuick, Ga, Toth &4 3 ng vhs

Hi Shears so T wz? not o K menticnad

in the last newslsiiter. wlease

contact one of ilhe SOLYCES,

MATERIAL BQURCES iy day I receolve dinguiric source

for exztrusicns or cther _ AL least oneg = Bl

for everything from exirusions o cowplete T-18 nmateris is

Sport Acro, FP.0, Box 1354 Bruns "1a¢f Ge, He is also wi i

landing gear assemblies 17 there is Ghot“h interest, Goorgs shitlier, 736
i i o

Christianson Ave., ials
surplus vrices and Herrill
of extrusions,

hes some of the exitrusicuns

Eal s &
Horber Cilty, Calif, has a cowplete line

T-186 MANUAL ~ D

T 21l on

It will dnclude neared

Avistion as well Sino C
prHnCUu have a _ r0 to start'cmlidiug
and don't have the buildisg instruchions ¢Tf. 1, 1711 send

a sel of reprints for ¥2.00, This is the fotual reproduciicn cost quoted

by a local shop.

NEWSLETTERS -~ Ve have run off some cxtra coplies of the Hewsletter so if you
do not have all the issues and desize them, please send me a letter listing
the ones you do have and we'll i1l the orders while they last. To pay for
publishing costs we have asked each bullder ¢ sond us a couple of dollars.

CORRESFONDENCE - I am very happy to answer your loetters regardiang the T~18.
However, due to the large volume of nall, I would apprecizte receiving
stamped, self~addrozssed cnv =e with eash letter reguiring answers,

o Insert for AN
N ANG2€ riverts. S S— ]
LANDING GEAR - Since very few hoat treat facilities are able to handls the
gear in one plece, I am making mine in 2 plsces., Bimply replace the 1.5Y
tube with a 1.25 x .082 cross tube, Cut this tube at the fuselage ceniterm
line and dnsert a 5" picce of 1,125 x 120 tjbe turned down to fit dinside.
Bolt *he splice together with four 5/16 bolts. Instead of welding cne leg
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at the apsx of the trisngle, weld in a 4% pizee of 1.5 x ,120, inscrt the
gear lopg and sccure with 2 bolts., To make the gear softer, cuv a taver from
the cross pigec down To the axlc orn cach lege. Taper the 1.5 tube down fo
020 wall ond the 1,25 tube from the cnd of tho 1,5 tube down to 190 wall.
John has spproved this modificaotion for publication, A0

_ GET EM FLYING]




