










Newsletter No. 108 

FIRST FLIGHT 
by Chuck Borden 

Dear Richard I am writing this letter to infonn you 
and readers of the T -18 Newsletter that my new 
Thorp T-18, flew for the first time on May 23rd of 
this year. It is the third T -18 I have built. Since I was 
not current and had not flown a T -18 in many years 1 
had my good friend Mike Thomas of Pismo Beach 
Ca. do the honors. Many of vou know Mike. he is a 
fonner T -18 o\vner and -has the "Sun 100" race 
the last two years with his Questar Venture, N77T. 
The flight went well with no problems except that the 
airplane is right wing heavy. This seems to be a 
reoccurring problem that rYe had with my other 
Thorp T-18's. We got most of it out by massaging the 
trailing edge of the right aileron. But the problem has 
not completely gone away. I think that if I were to 
lovyer the rear spar. on the right wing 1i32 of an inch 
and ream the hole to J74 and use an AN6 bolt. the 
problem will be solved. For those that don't know 
about this problem, it is better to have the left wing 
heavy when flying solo so you can trim the airplane 
with the lateral trim. Then when you have a passenger 
the airplane will fly hands off with the trim backed 
off. 1 have been flying T -18s since 1972 when I 
flew my first one. It is still flying todav and is based 
at Centennial Airport in Denver. Jcrry Fernlan of 

Englewood now ovvns it. Jerry has owned it since 
1977. I had the pleasure of knowing John Thorp and I 
once gave John a ride in my T -18. Much to my 
surprise John told everyone at the time, that I had the 
best flying T -18 he had flovvn in. I don't think this set 
well with the guys who were building and flying prize 
winning T -18s. So let me explain. First of all John 
Thorp was a purist. He didn't like fiberglass. He 
didn't like people changing his plans. If you could 
make it out of aluminum he thought that was what it 
should be made out of That is whv John had those 
not so glamorous aluminum wheel pants on his 
airplane and the all metal cowling which is a piece of 
work. 1 am fortunate enough to have one of John's all 
metal cowling's on my new T-18. When John took the 
ride in m\ T -18, he liked that it was built exactly as 
he designed. Which was 97% to the prints and flew 
exactly like he wanted it to fly. It was powered by a 
GPU that John had built for me for the price of 
$1100. Boy, how times have changed. During the 
years that I knew John we, the local T -18 builders and 
close friends, would meet on Saturday mornings at 
Mr. Cs Coffee Shop. We were all guilty of asking 
John real stupid questions, to which John would give 
real intelligent answers. Once someone asked if aT-
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18 could fly put together \\ith clccos That question half \ cars of const:lnr work to complete what was 
John did not answer but instead gave that John Thorp going to be a six-month project But I am pleased. In 
look. The only thing I don't like about the T-18 is, it's closing [would like to sa\' that after reading this 
too f!3rrOW for two ..... people ft needs to be about 3 [;(:wstcttcr t~'r the bst two;. cars I can sec that nothing 
inches \\ ider m the cockpit area, especially since I'm has changed Ever: one lS still trY1l1g to change things 
not th;:H [55-pound \'oung man [ use to be. I build that do not need to be changed and trying to second-
standard T-ISs. I don-t know what you guys are guess John's deSign. As an cxarnplc I once read in this 
buildin!!, but I'm sure they do not flv like a standard newsletter th2t "evcr;one should be aware that 
T-18. Once a man told me his wide body folding wing countersinkmg the web on the main spar is dangerous 
T -18 weighed 1200 pounds empty and stalled at 80 and this should be dimpled." Please, there has never 
mph. That airplane can not be any fun to fly. I would been a structural failure of the main spar on aT -18. 
not even get in it Now, about my third T -18, my new Don't reinvent the wheel. Where does this stuff come 
standard T-18 has a 0320 in it and stalls at 56kms. I from') I would like to sa\' heilo to all the great people I 
fly owr the fence at 65knts and it makes perfect three have meet over the last 31 years involved with the T
poim landings. The serial number IS 160 and it was an 18. A special thanks to George and Barbara Leader 
uncompleted project that was started back in the late v\ho gave me help and encouragement, Mike Thomas 
1960's by a friend named George Momberg, a who has been trading favors with me for years, Tony 
Lockheed aerospace worker. It was never completed Ginn who took the time to give me a good refresher 
and nothing had been fitted together. The Project was course, Tom Hunter who helped me bring the project 
sold to Joe Pengilley and later sold to an old friend to Paso Robles, Joe Pengilley who always greets me 
that we all knew, Bill 'vVarwick. After the unfortunate with a smile and last of all Millie Warwick who sold 
death of Bill I met up with Millie Warwick, who I me the project and a special remembrance for Bill 
hadn', seen for years at a memorial that the iocals at Waf\vick who alwavs offered his assistance and once 
Torrance Airport were giving for Bill. After spending let me fly his famotis Tiger Plane. We are planning a 
the cia\' with ffIends [ hadn't seen in years, I had a Bar-B-Q at our hanger in Paso Robles, CA. on 
conversation with Millie. She said, "Chuck how wouid Febmary 20th 1999. RSVP Phone #805-438-5478 
\ou ilke to have another T-I8?" I was dumbfounded You can e-mail mc at cbbittI8@concentric.netorsnai1 
and \\ithout thinking bought it sight unseen. It took m\' mail me at. 9031 Tassajara Creek Rd, Santa 
\\ ik Linda, and [ two months to Q:et out to the Ari- Margarita, CA. 93453 Check out our web page 
zona desert to see the project, and-another two and a www.concentric.netl-cbbitt18 

Chuck & Linda Borden 

Edilor's !Yale: Chuck sells some aircrajttools thar we could use in building Thorp's or other 
metal homebuilts, A Fan Rivet Spacerjor laying out hole spacing, 20 holes-S30, 10 holes-S25 
He also makes a set oj five difjerel1lthicJmess joggle jorks jor the comers oj bulkheads, S-I,99 
per set, Borden Industrial Tooling, 9031 Tassajara Creek Rd Santa lvlargarita, Ca 93453 
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Building the Wing Flaps 

\"nen it came time to build the flaps for my T -18 
project, I approached it the same way that I had every 
other assembly, I dug out all the newsletters and went 
to the index, found all the articles on flaps, and 
proceeded to read them all. What I found was that 
there were no construction articles at all in the entire 
stack of one hundred or so newsktters. I found this 
hard to believe since every other assembly problem on 
the T - i 8 is covered somewhere in those newsletters. I 
began calling some builders to gain there input on tlap 
construction. I didn't get much help, almost every 
builder that I spoke to said something like "you don't 
want to make them like I did ... mine are warped". It 
seemed that most everyone had problems building 
those dam things. The couple of builders that had 
good looking flaps on their airplane just could not [cll 
me a good way to do it. I even spoke to the legeadar
Jim Younkin at the Antique Flv-In in Bartlesville, Ok 
Jim can bend anything for an airplane out of sheet 
metaL He said "welll Just don't know ho\\ to tell vou 
to bend that flap skin ... but if I had it in mv shop I'm 
sure it wouldn't be a problem." Well that was great 
but it didn't help me any. So I took all the input I had 
from Jim and all the T -18 builders and set down to 
figure out a good way to build the flaps. It took me 
six months of experimenting, but I figured it out. The 
problem has always been the .44 radius bend on the 
lower leading edge. Most builders have simply folded 
the skin over in polliwog fashion, and pressed it 

~ Pipe HANDLE. 

by Roy Farris 

together with a two by six as they had done for the 
wing, stab, and fin skins. I found that by doing it this 
way I could not get a perfectly straight bend and it 
was difficult to get the correct radius. That aluminum 
is reallv tough to bend that sharply The following is 
what I came up with to do the job. All the dimensions 
on the accompanying drawmgs are for the T-18 flap 
skins. ThIS method would work equally as well on the 
S-18 flaps, but the fixtures would not need to be as 
wide, bemg that the S-18 flaps are shorter. You will 
however need to bend four skins. 

The bending tixture 

Basicaliv what I call the bending fixture is 
nothing more that a press brake. or nose brake as I 
Jose heard it call.;d. I start~d out \\'lth a piece of 3/4" 
piywood 5' long by 36" wide. Then i cut 2 pieces of.2 
xc 4 about 5" long I glued them on [he plywood at the 
back cd"e and about IS' from each end. I also ran 4 
dr-waJl'Screws up through the plywood from the 
bottom and into the 2 x 4's. Drill a 3i8" hole through 
the 2 x .. rs somewhere about their center and go 
completely through the plywood. I then counter bore 
from the bottom through the plywood with about a I" 
diameter wood bit. (NOTE: counter bore only' 
through the plywood). Insert a 14" length of3/8" all 
thread through these holes and secure with flat 
washers and nuts to hold them securely to the 2 x -I's. 

SIDE VIEW 
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The counter bore on the bottom will allow the nut and 
washer to recess and allow the plywood to set flat. 
Next you will need 2 nice and straight pieces of 2 x 2 
that are 5' long. lr is important that at least one side of 
these 2 x 2's be perfectly straight. I ran mine through 
a good table saw and trued them up. Draw a line 
across the top side of the 3/4" plywood 25" from the 
center of the two 3/8" all thread rods. This will be the 
" center of bend line" . You want to position the 2 x 
2's parallel to this line. You want them spaced I 3/S" 
apart and centered on this line. I used drywall screws 
to attach the 2 x 2's to the plywood. Note: Because 
of the stiffuess of the aluminum I found that I could 
not apply enough pressure to bend the skin with the 2 
x 2 's set at the I 3/8" setting as described above. I 
first bent the skin with the 2 x 2' s set at 2 II2" and 
then moved them to I 3/S" and repeated the process. 
Tnis worked out really nice, but you do have to move 
the 2 x 2's. That's why I used drywall screws to 
attach them, it made it a sinch to'move them around. 
You then need to make 2 End Guide Plates. I made 
the end guide plates from 3/4" plvwood. Basically 
they need to be about 8" wide and 4" or so tall. Cut a 
3/4 "+ slot in it's center leaving 3/4" across the 
bottom to hold it together. The end guide plates then 
screw onto each end of the bending fixture using 
drywall screws, with the center of the 3/4" slot lined 
up with the" center of bend line" The Bending Blade 

IS now tashlOned .. I used a )' length of 374' dIameter 
aluminum tubing. I epoxied the tube to one side of a 
straight 5' long I x 8. Again I ran the I x 8 through a 
table saw and trued up the edge. Make sure you keep 
the bending blade straight while the epoxy is curing 
After the epoxy is cured, apply Duct tape to the tube 
to keep it from scratching the flap skin. Now make 2 
Handles. Make the handles out of3/4" black pipe, or 
something of equal strength. You will be amazed at 
how much force is required to make the initial bend. 
They will need to be 5' or so long. I think mine are 6'. 
Drill a sloppy 3/8"+ hole near one end of each 
handle. Place a nut and flat washer on each all thread, 
then slip the handles on, and then place another flat 
washer and nut on the top. Place the bending blade 
into the end guide plates, it should move freely, but 
not have to much slop, The center of the aluminum 
tube should run down the" center of bend line". Ifit 
doesn't you need to reposition the end guide plates. 
Raise the bending blade and slip a scrap piece of 
aluminum sheet across the 2 x 2' s and lower the 
bending blade so it rests on the sheet. Adjust the 
handles on the all threads until they rest on the top of 
the bending blade and are parallel to the plywood 
base. Drill a 114 hole through the handles so they hit 
the center of the top of the bending blade. Push a #S 
nail through the handle and tap it into the top of the 
bending blade. Do not drive the nail all the way down, 
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it needs to be a loose fit. Also be sure that the distance 
between the handles is wider that the flap skin. You 
now have a T-18 flap bending tixture. 

Flap Skin Layout 

Start with a sheet of .025 2024T3 aluminum 
48" wide by 40" long. Use Care and make sure the 
trimmed sheet is square. If it is not square, the flap 
will likely be warped. Reference the Flap Skin Flat 
Lavout drawing. Mark and draw a full length center 
line at 20". Mark one half as the bottom and the other 
half as the!Q2. Start on the top half, measure in I" 
from the sheet edge, layout and mark 9 even Iv spaced 
holes. Now go to the bottom half, layout and mark 9 
rows from the edge of the sheet towards the center, 
that are spaced exactly as the holes you laid out on the 
top half. (see the flap skin flat layout drawing) On 
each row vou layout on the bottom half, vou will 
measure and ma;k 8 hole locations. (see the hole 
layout chart on the drawing) Measure in I" from the 
edge of lhe shee'!, on all 9 rows, and mark the first set 
of holes. Thesc are labeled as hole # I. Using the 
dimensions given in the chart, measure in 9/l6" from 
the first set of holes and mark this location on all 9 
rows. label these as hole #2. Measure in I Iii 6" from 
"2. mark, and label this location as hole #3. Measure 
in 5/8" from hole #3. mark and label as hole #4. 
\leasure in 112" from hole #4, mark and label as hole 
#5. Measure in 5/8" from hole #5. mark and label as 
hole #6. Measure in 1/2" from hole #6, mark and label 
as hole #7. And the final set of holes, measure in li2" 
from hole #7, mark and label as hole #8. Now YOU 
should have 9 evenly spaced rows of 8 holes niarked 
on the bottom half These 9 rows should match the 9 
holes located on the top half Later in the bending 
process you will fold the sheet over polliwog style, as 
we have done on the wing, etc, so the spacing of the 
top and bottom holes must match. I hope this didn't 
confuse anyone .. Just look at the drawing .. I think it 
will explain. Do not layout any rivet hole locations at 
this time I Recheck all your measurements. \Vhen 
you are sure you got it right, drill all the hole loca
tions to #40. Layout both flap skins (4 skins for 5-18 
) before you begin the bending process. You are now 
readY to bend the flap skins. 

Bending The Skin 

Step I. After all this preparation, bending 
the skins is fairly simple. Start by placing the bending 
tixture on a flat work area. I placed mine on top of 
my 4' x 8' work bench. Fasten the fixture down solidly 
to your work table, or whatever YOU are using. 1 used 
se~'eral drvwall screws and secured it to mv ~·ood 
work bench top, just make sure it is solid. As I said 
earlier, 1 made the first bend with the bending fixture 
2 x 2' s spaced 2 1I2" apart. I would recommend this. 
but you can trv it at the final I 3/8" spacing if you ate 
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your \Vheatics. Ok now you have the bending fixture 
set up and ready .... now take one of your prepared 
flap skins. measure I III 6" and 3/4" from both sides 
of the center line and place a mark. These will be 
your indc" marks, with the bending blade down on 
the skin vou cannot sec the cenkr linc. Place tl,e skin 
on top oCthe bending fixture 2 x 2' s and under the 
bending blade. Align the index marks on each end of 
the skin with the insides of the 2 " 2', ( 3/4" index 
marks for 2 II2" 2 x2 spacing and I III 6" for the I 3/ 
8" 2 x 2 spacing) this will place the bending blade 
directly on the skin center line. Check one more time 
that everything is straight and the index marks are 
aligned properlY'. When evel)thing is correct, apply 
equal dovmward pressure on both handles until the 
skin folds and the bending blade bottoms out along the 
entire length of the bending fixture. This will take a 
lot of pressure. 1 Duct taped a piece of I" pipe across 
the handles so 1 could hang on it. 1 actually' had to get 
my girlfriend Comelia to jump up and dO\\TI on top of 
the bending blade while 1 bounced on the handles. 
Remove the bent skin from the fixture, set it aside and 
do the next one the same way. ( do :Ill four if vou arc 
building an S-lS) If you managed to use the i 3/8!! 2 
x 2 spacing then vou arc finished with the bending 
fixture. If you used the 2 112" spacing VOli now need 
to move one of the 2" 2's to get the final I 3/8" 
spacing. You will also need to reposition the end 
guide plates. Place the previouslY~ bent skins back in 
the fixture and repeat the process. \Vhen vou remove 
them from the bending fixture this time they should 
have a nice tight radius. be perfectly straight, and 
have a bend angle of somewhere around 110 degrees. 

Step 2. You have made the tough bend on the 
leading edge. Now \Ve must fonn the larger radius 
sweepmg bend over the top part of the leading edge. 
\'lie will revert back to John Thorp' s polliwog method 
to accomplish this task. Set the bent skin all your 
work bench with the bottom dOWll. Pull the top half of 
the skin doym on top of the bottom half and place 
cleco's in the 9 holes on the top and into the nine # I 
holes on the bottom half. Place the folded skin on the 
floor on a large clean sheet of paper, or whatever you 
usc to kcep from scratching the skin. Using a 2 x 6 
about 5' long, also wrapped in paper, starting from the 
back edge (cleeo' ed edge), move the 2 " 6 toward the 
leading edge applying dovYTIvvard pressure. I call this 
Squishing. Be sure to keep the material behind the 2 
x 6 flat. (the top half should be flat against the bottom 
half) Be careful here and do not apply to much 
pressure and overbend the skin. This part of the 
bending process doesn't require nearly as much 
pressure as Part 1. Apply some pressure, then remove 
the 2 x 6 and check to sec what is happening. With the 
folded skin still on the floor and the 2 x 6 removed, 
measure the polliwog at its widest point. (example # I) 
Refer to the chart on the Flap Skin Flat Layout for 
the Squish To measurement. For the Hole #1 position 
the measurement is 3 1/2 ., So measure the polliwog 
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at this time, on both ends. You want it to be 3 il2'·. 
Bv checking both sides vou will keep the bend even 
Cleross the ibn Repeat the "squish" until you get the 
.3 1/2" measurement on both ends. By angling the 2 x 
6 you can work one end marc th,m the other to keep 
th;ngs even. I found that plus or minus about 11l6" is 
sufficient I used one of the flap ribs to check the 
radius after each squish, that Way' you can refine the 
process as you need to. Remove the cIeco's and let the 
skin relax, then place the flap rib into the radius to 
check it \\ihen you get 3 il2 ", move the top half of 
the skin forward and install the cIeco's into bottom 
hole #2. Refer to the chart to find the squish to 
measurement. We want 2 19/32" for the #2 hole 
position. Place the 2 x 2 along the back edge and 
again work It torward applying dO\\l1ward pressure. 
Keep the skin pressed flat behind the 2 x 6. ApplY a 
little pressure, then remove the 2 x 6 and check the 
measurement tor 2 19132" Repeat the process at 
position ::;:2 until you have the correct measurement. 
'iow move the top half forward and install cleco's 
into hole d3 on the bottom half Refer to the chart for 
tb: (,OfT'>:ct squish measurement and then squish the 
skin until you get it. Keep rcpeating this process for 
bottom hole #'5 4.5.6,7 and 8. After making the 
SQulsh bcr:d at bottom hole location #8, use one of 
Jlc fhp nbs to check the progress on the leading edg~ 
bend. I found that the area close to the original tight 
bend became slight!v deformed when making the last 
coupk of squish bends. I needed to move the top half 
back to the bottom half hole location's ,,4, and 5 and 
slighth' resquish. This worked out realJy well. On 
these last three or so t"caking squish bends be careful 
not to oyer do it. Just use the flap rib as a guide and 
do \\hat is necessary. it \\on't take much. ~1\' skins 
tanned perfectly around the flap ribs with no pressure 
at alL Now do the remaining skin or skins. 

Flap Asscmblv 

Start out by roughly trimming some of the 
excess material from the trailing edge of the skins. 
Don't do the final trim yet, just get it to within an inch 
or so. You now need to build the Assemblv Jig. Refer 
to the Assembly Jig drawing. Take a couple of 2 x 
10's about 5' long. Run both edges on a table saw to 
gct them straight and both 2 x 10's exactly the sanle 
height Cut -1 square holes in each 2 x 10 as shown on 
the draw mg. Set one edge of each 2 x lOon your 
workbench so that they are parallel with each other 
and measure 10 1/2" between the outside edges. Cut 2 
pieces of 2 x 4, 7 1/2" long, and fasten them between 
the 2x 10' s as shoY\TI on the drawing. Using 4, 2" 
angle brackets, fasten the jig solidly to your work
bench Anin I used dr\\yalJ screws for this purpose. 
Use a k'el and makc sure the tops of the 2 x lO's arc 
level and paralJc1 with each other. Use shims where 
needed to get them level. Double check that the 
outside m';asurcment at each end remains at 10 il2". 
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Layout the rivet holes on the flap ribs and the 
flap spar on both top and bottom. Make sure that they 
are corrcct, then go ahead and dril1 al1 the holes with a 
#40 drill. Assemble the inboard and outboard ribs to 
the spar with cleco's. \Vrap the skin around the spar! 
rib assembly and place it on the assembly jig with thc 
bottom side dOY\11. Start on one end rib, measure 
from the edge of the skin to the rib flange. Refer to the 
flap drawings here, but set the rib into the skin the 
anlOunt needed, plus a little extra, you wil1 trim it off 
later. Double check your measurements and be sure 
the rib is square with the sheet edge. Clamp the rib 
into this position with c-clamps or whatever you use. 
Now go to the opposite end and repeat this procedure. 
When finished vou should have both end ribs posi
troned where YOU want them and thev should be 
square. Using a reverse strap tvpe hole locator, locate 
the rivet hole location from the ribs onto the top and 
bottom of the skin. Keep a slight dO\Y11\vard pressure 
across the entire flap assembly to insure the flap 
remains flat against the jig. I used a I x 3 board laid 
across the flap to help. There may be a few holes that 
you cannot locate because the jig is in the way. Don't 
worrY, vou can locate them later. Center punch the 
hole iaeations and dril1 them to #-10, and insert 
cleco's. Take the assembly off the jig, locate and dril1 
the remaining holes that you couldn't get to. Remove 
the skin from the sparlrib assembly. Use a couple of 
smal1 wood blocks cut squarely, and clamp at the 
spar/rib joints to hold the ribs square to the spar. 
Make a strip template of the top and bottom spar rivet 
hole locations. I used a 4" wide strip, as I found out 
that a narrow one would bow a little and cause 
inaccurate hole transfer. Cleco it to the spar, then on 
each end of the spar, pick up 2 or 3 rivet holes in the 
rib thev wil1 be used to index the template when the 
ski~ is placed back on the spar/rib assembly. Mark 
which ribs holes vou use. Once vou have both 
templates made, ~eplace the skin'on the assembly, and 
place it back on the assembly jig with the bottom side 
dov\11. Place the top strip template on the top skin and 
cleco it dO\\11 on each end, using the previously 
marked rib holes. Make sure vou hold the assemblv 
dovvl1 flat on the jig, and mark the spar hole locations 
across the skin. Remove the skin and dril1 the holes to 
#40. Replace the skin again on the sparlrib assembly 
and insert cleco' s in some of the top spar and end rib 
holes. Place the skin back on the assembly jig, this 
time with the top side dov\11. Cleco the bottom strip 
template to the bottom side of the skin, again using 
the previously marked end rib holes. Hold the assem
bly flat on the jig and mark al1 the bottom spar hole 
locations. Remove the skin and dril1 them to #40. 
Replace the skin on the spar/rib assembly, and place it 
on the assembly jig with the bottom side dOY\11. Use a 
board or something to keep the flap flat, then locate, 
mark and dril1 the rivet holes across the trailing edge 
to #40. Remember that at this time the skin is stil1 
oversize, I measured from the spar rivet line to get the 
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tr:tiling edge rivet line. Once you h:tve drIlled the 
trailing edge rivet holes you can final trim the tr:tiling 
edge. Remove the skin again. This time install the 
short nose rib on the spar, using one of the square 
wood blocks to hold it square. M:tke a strip template 
of the rib using a piece of .032 material. Wrap it from 
the top spar all the way· around to the bottom. Leave it 
in place and then make another one over the top of it. 
The first one sets the skin thickness, this makes the 
second one more accurate. Throw the first one aside 
and use the second one. Pick up 3 spar rivet holes on 
both the top and bottom and mark the ones you use. 
remove the short nose rib and reassemble the skin to 
the sparlrib assembly. Place the nose rib template on 
the skin and insert cicco's into the previously marked 
spar holes on both top and bottom. Mark and drill the 
holes to #40. Disassemble the entire flao assembly. 
Refer to the flap drawings as needed, an'd assemble 
the tlap hinge, and torque tube parts to the end, and 
short nose ribs. Once the hinge parts are installed on 
the ribs, make templates that will tit over the hinges 
and set on the rib tlange. You need to make one for 
each end of each flap With the tempiate in piace over 
the hinge, locate and drill 3 holes that correspond with 
3 in the rib flange. Now place the correct template on 
the bottom of the flap skin and insert cleco' s in the 
corresponding rivet holes. Make sure you use the 
correct holes. Double check. then mark the hinge 
cutout through the template. remove the template and 
cut the slot. Once ail the slots are cut. you need to 
reassemble the flap assembly, and place it back on the 
assembly jig, bottom side dO\\TI. Install the torque 
tube. it should slide right in, if not find out whv and 
remed\" [he problem at this point. Now, take 4. 1" 
\,"ide nylon ratchet straps, insert them through the -+ 
square holes in the assembly Jig, up and over the top 
of the flap. Using the ratchet, snug each strap. The 
l11nges wiil hit the assemblv jig on the bottom and hoid 
,[ square. I also c-clamped a small wood block at each 
end on the bottom up against the rear of the assemble 
jig This keeps the flap from sliding rearward. The 
tlap is now held flat against the jig, Remove all of [he 
cleeo's on both the top and bottom of the flap. This 
will allow the assemblv to relax at1d will show anv 
hole mismatch. If a hole shows much mismatch ~sc a 
round jewelers file and iile the holes to a better match. 
Begin drilling the holes to I/S" and inserting cicco's 
as you go. Continue this process until all the top holes 
are drilled to 1/8". Remove the straps, and tum the 
flap over on the jig so the top side is dO\\TI. You will 
need to remove a few cleco's to do this. Insert a few 
#40 cleco' s in the bottom, reinstall the straps and 
wood blocks as needed. Remove all the cleco's on the 
bottom and repeat the hole drilling process until all 
the holes are drilled to 1/S" and eleco's inserted. 

Deburr all of the holes and dimple. The flap 
is now ready to riYet together by whatever means you 
choose to use. You can use solid rivets or the pop 
variety. I built my flaps with a folded type trailing 
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edge, which made bucking the solid rivet nearly 
impossible. so I chose to use Cherry Max pop rivets. 
strapped the flap assemblv back on the assembly jig 
and used a pneumatic rivet puller. With the tlap 
strapped tlat on the jig, there was no wav I could 
induce a twist in it while I riveted. The Cherrv Max 
rivet is close to a solid flush driven rivet in appear
ance, and I wanted a straight flap. If you build the 
standard flap, you would probably want to use 
AN470AD rivets on the trailing edge, but you could 
pop rivct the rest of it. Once vou have completed the 
riveting vou need to trim the flap ends to the correct 
length. Your Finished [ I I am realiy pleased with the 
way my flaps turned out. 

I hope this article helps someone out there 
build a set ofT-18 flaps. Tne article got quite lengthy. 
and I hope I didn't loose anvone. I will be more that 
happy to answcr any questions, please feel free to give 
me a call at (618)723-2594 

Roy Farris 

FOR SALE ITEMS: 

For Sale S-18 Project, structually complete, with 

all controls and tlberglass parts to tlnish, canopy 

mounted, fuel tank, aux tank, engine mount, 

Clevelands. All Ken Knowles componets. 59500 

tinn ,,!att Null 734-975-23 17 before 9pm 

EDST 

For Saie. Wright Srorher's Award Winner T-18 0 

150 hp with IFR equipment Pat Rokus 541-672-

8575 

For Sale Thorp T-18 Standard Body, Folding 

wing. Extra fuel in wing tanks. 0-360 engine 

180hp. 164 hours since overhauL O'berg oil 

filter, John Thorp design airbox, Prop 

Hendrickson Wood 68/80 Static and Dynamic 

Balanced. Cleveland wheels and Chrome brake 

rotors. 

Stall strips, Whelen double flash strobe, 170 RST 

Comm. Garmin 55 GPS with mounting bracket. 

Antenna connection for handheld. Mode C. 
Transponder, EL T Price $24,950 Frank 

Snedeker 425-392-0124 or email 

snedeker@nwlink.com 
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Jerry Denham's red and gray trimed in gold T-18 1 Voted "prettiest" ThO/p at Placerville 

PLACERVILLE 1998 

Thorps Galore lill 

From the hot 107 degree days to cool ones, the 
temperature dropped as did the number of 
Thorps. Weather closed out the opportunity for 
10-20 Thorp designed planes from attending the 
7th Placerville Thorp Fly-in even though 24 
enjoyed the nice weather we had at the Fly-in. 
At the previous fly-ins we have had as many as 
34 planes. 

A hurricane in Baja California sent warm moist 
air Northern up the Sierra mountain range allow
ing for evening showers that came first as the 
raffle for prizes ended and the last bit of dessert 
was eaten. Southern California was much more 
severely impacted as well as the coastal range 
when fog set in there. 

Many of the previously attending pilots and 
passengers enjoyed the camaraderie that has 
developed within the group. People have be
come great friends and Thorp planes have be
come better examples of the design due to the 

sharing of information that has taken place over 
the years. 

Jerry Denham and wife April ofM! Shasta own 
NI18DT which was voted as the "prettiest" 
Thorp by the ladies of the Fly-in. A carefully 
detailed new Thorp (less than 50 hours total 
time) with a bright red base color and gold trim 
that caught the artistic eye and drew the most 
votes. Placerville was the first fly-in for the plane 
and its owners were ecstatic to have been chosen 
the winners. 

Joe Pengilley, after having been coached by Gus 
Gordon won the 1 st prize for the Champagne 
Cork Flying Contest with the longest shot over 
15 other contestants. A # 1 pilot coffee mug will 
keep the memory of his achievement alive. 

Jim Critchfield was master chef with the beef tri
tip. Those who preferred steak burned their own 
to their personal pleasure. 
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Harvey Mickelsen won the grand prize raille 
drawing by presenting the matching ticket pulled 
from the can for the Critchfield Thorp T -18 
clock which all participants wanted badly. 

Planes for sale this year included Art Trask's 
continental powered T-18, Jim Critchfield's 
newly flown T-18, David Hamilton's 0-290 
powered older T -18, John Hendericken's project 
as well as Chuck Patton's ground looped T-18's 
remaining parts. Several people, who attended, 
expressed interest in becoming Thorp owners. 
ClassicSport Aircraft and Ekland Engineering 
discussed progress they have made this toward 
the support of the Thorp design. Even a tri-gear 
version is in the offering. 

The Thorp T -18 Mutual Aid Society surprised 
the Placerville organizers with a check to cover 
the costs of using the Chapter 512 facility and the 
portable toilet required by the airport. With that, 
due to the lesser attendance than expanded the 
budget balanced. 

John Evens and Dean Cochran of Denver Colo
rado announced a Thorp gathering in Colorado 
next summer, either in June or September - date 
to be firmed up later. The location may be in the 
Pueblo, Colorado area. 

A sad note is that Lyle Trusty, of Lancaster, was 
unable to attend the fly-in due to a medical 
procedure done in late August Lyle has con-

Newsletter No. \08 

vened the Thorp Forum for the past several years 
and built up a strong following of Thorp owners, 
Anne, Lyle's wife, has helped with the food 
preparation. We missed them both. Hopefully he 
is doing well with the changes and soon regain his 
airman's medical certificate. 

Mac and Rena Booth - now both pilots- own a 
beverage business and as in the past years do
nated cases upon cases of soft drinks and snack 
foods. It was appreciated by all as only a few diet 
sodas remained in the ice chest when the last of 
the Thorps flew out. 

Some of the attendees were Brad and Sonya 
Chapman, David Hamilton, Dean Cochran, Jerry 
and April Denham, Norm Hibbard, Bill Cardoza, 
Frankie and Mike Archer, Phylis Ward, Phillip 
Key, David Neustel, John and Vicki Evens, Les 
and Merry Bunker, Harvey Mickelsen, Amos 
Ranck, Art Trask, Steve Dillard, Steve and Holly 
Irving, Tony and Starr Ginn, Gus Gordon, Chuck 
George, Joe If. and Sr. Pengilley, Larry, 
Roselynn, and Gina Cresse, Brian Haynes, Jack 
Haynes, Carl and Sue Daughters, Bob Taylor, 
Steve Taylor, John Mallon and Larry Mitchell, 
Mac and Rena Booth, Jim and Lil Critchfield and 
Hal and Nancy Stephens. 

P. S. Hal purchased the parts of Charlie Patton's 
ground looped plane and hopefully with other T-
18 parts will try to be in the air for Oshkosh '99 
or '00. 
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\Iy Subanl X T6 is now on my T-IS with a Warp Drive 3 blade propeller. Tied to our garage at 
Hidden \'aUey -l\W of Dallas- The T-18 put a goodly amount of tension on the rope connected to the 
tail wheel. The Subaru engine is rated @145 HP with 5200 rpm The 2,17 gear reduction by Ross 
Aero of course allows the power to be developed by the Sabaru. The initial aim of this aircraft is to 
quiet it down compared to other small planes. The insulation used on the Diesel Olds some years 
back is what I intend to try. The three blade prop is ground adjustable and will be set for 2300 rpm 
or so at full throttle. Best Regards Bob Yeakey 

17 



Newsletter No. 108 

COLORADO 1999 T-18 FLY-IN 

Where: Fremont County Airport (IV6), Canon City Colorado 

When: June 11-13,1999 

Accommodations: Canon City Inn 719-275-8676 (Fax 719-269-1033) 
Special rate $60/night including tax. 
Cancellation 11 :OOam Friday June 11. 
Ask for the Giffin T -18 party. 

Details: The Tigers will rendezvous at Walt and Bev Giffin's hangar 129. The Inn is located five miles 
from the airport so transportation is being planned. However, if you would like to rent a car, reason
able rates are available at Practical Car Rental (719-276-1425) in Canon City. Perhaps you would 
like to extend your Colorado trip with white water rafting on the nearby Arkansas River, Rocky 
Mountain sight seeing or gambling at the restored mining town of Cripple Creek. The airport also 
boasts a glider school and parachute school for those seeking more aviation adventures. 

A banquet will be hold Saturday June 12 at the Canon City Inn with cocktails at 6:00pm and dinner at 
7:00pm. The menu will feature a complete prime rib dinner for $18.65 per person including tax and 
gratuity. We will be taking reservations and money up to Friday evening June 11. 

During the day Saturday Vicki Evens and Bev will plan off-site sight-seeing or shopping excursions 
for anyone who is interested. 

Dean Cochran and John and Vicki Evens will be helping to make this get-together enjoyable for 
everyone. Come join us in beautiful Colorado. Call any of those folks or Bev and Walt Giffin at 719-
547-2906 it you have any questions. 

***EAA Chapter 808 Sanctioned Event*-* 
This is an informal get-together. If anything unfortunate should happen to you or your air
plane., it shall not be the responsibility or liability of the above mentioned persons, EAA Chap
ter 808, or the Fremont County Colorado Airport. 
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Paso Robles Municipal Airport 
Second Thorp 1'18 Fly-In and Bar-B~Que 

Saturday February 20? 1999 

. Fly-In Sponsored By Chuck Borden 
" Our nrstFly-InBar"B .. qllewasF ebru

ary 1996. Sortyittook so]ongto 
have #2. 

.. A ircrafi J udgin~ : Best T ,.18, Oldest 
Tw 18,FutthestQistance. 

..NoCharge for Bar ... B"Que: SmallDo-
natiQns accepted. ,~ 

"AiiiveearlyfortoUroflijc~dwineries ) .. 

. ;~!~::~~~~~test on arrival. I'D 
Look for line on runway ~~ . 

RSVP Cbucl\: l;}qf\l<m 
!l0343l1> 3418 ill~. clJblU18@1iX#~~ltric,.ll<'t 
SlIlliI maillXUI T~t'.I. Creekfut 
~ Ml!f~ C,$, %.m 
Cllect 0Il!'. our wW· J?lIl:Il 
_,~,J:I?tf~jl( 
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T -ISIS-IS Thorp Newsletter 
Richard Snelson 
Route 3, Box 295 
Clinton, IL 61727 
Phone (217) 935-4215 
email: rsnelson@dave-world.net 
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FLASH! California Fly-In Feb 20 at 
Paso Robles Municipal Airport 

1999 Dues by the end of Feb 
Help me out and get your dues in by the end of Feb. So I can plan mv printing 
and mailing requirements. For those 25 guys that haven't paid for 98 what are 

you waiting for? 

r-------------------------------------~ ~HORP T-18/S-18 MUTUAL AID SOCIETY 1999 DUES 
~lease continue your support of this valuable exchange of ideas, building tips and safety information 
fovering John Thorp's great design. Make checks payable to Richard Snelson, Route 3 Box 295, 
(:linton, IL 61727 $25.00 US, $3000 other. 

I 
~ame: ______________________________ ___ 
IAddress --------------------------------
i::ity: State Zip Code: _____ _ 
"hone: 
IAircraft:-:------------------------Hours on Aircraft: ____ _ 

~mail address: ---:c-:::c:-:-------,----,----c----------
~otes: (Building?, Flying?, Thinking about it?etc.) __________________________ ___ 
L _____________________________________ d 

20 


