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L.D. Sunderland, 5 Griffin Drive, Apalzchin, H.Y, 13732

EAA T~18 =~ Paul Poberezay just wrotc to me asking if the T-18 builders

would relp get the ELA heandguarters T-10 comp :u@d to help dnspire interest
in persons attending the Fly«In so they will get started on a T=18 or a
metal airplane. He wents our help and csn have the sirplane and much of the
material ready for actisn, The wing spers and othor w*?g material will be
ready. He needs comnisted ribs and alsc horizonial taal ribs, I'm sure any
donations of parts noecezsery for the completion of +d¢e Twl will be most
appraciated. If you can help with asseubly or donate wvarts; plcase contact

HE .

Material Source §Qor§‘ﬂe£pj P.0, Box 1394, Brunswick, Ga., 31520 has a new
guotatlon for materials sssenblod, It offers most materials for the aircraft
and takes into aczcount the "pasiages’ offered in the last Tewsletier., The

hand teol list has been prealbly expanded. ngjghﬁﬁzg is automatically mailing
to all old customers plus those wvho have written to enculre. If r7ou would
like a guotation and haven't written them, a postcard will get you on thel
mailing.

Sport Aerc reocently offered toolid to £it the Whitney punch which would
allow dimpling and 8quc°za ”*veﬁifg verilsing for this was first in
Trade~g~Plane and the aajority of the supply wes purcnascé by A&Ls, Sport
Acro is presently out of all except 1/2 100° dimplers, A resuppiv of ail
tooling is being made up and should by available in guantity by April 15..
Kent Hugus advises that zll present bachorders should be snroute by this
printing.

I tried one of the dinm pling tools for the Vhitney punch azrnd it does a
nice Job. This type of dimpler usually produces a dimple surrounded by a
slightly depressca area but he h 5 solved this problem with a small flange
on the die,
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Kent has done a good job rounding up the hard-to-get items for the T-18
and doesn't try o compsie with other established scurces, For inpsta ce, hz
hed a whole set of nrice lists mede up ready for nalling vhen he receivad

Hewsletter #15 listing the vericus Iits we had 1lined up. He immediately
revised his listing to advertise ocur kiits iustead, He will supply the
partial sheets to allow you to purchase a partial kit

-~ The kits listed in Fewslett #15 have received a surprising response.

rently a person from Ca¢1f01n1a can save crouszh money to Justify shipring

gn the first orders were Irom the ¥est. It appears that a savings .of

“’QO is possible, If this works out well, thz kits will be made

ble on & permanent basis. If you pilan to order g kit, let us know right
ri

away 50 we can get ithe quan tity prices. %We have 3 orders now, 50 need 2 nore,
There was a mistake in the.partial kit listing. There shouid be one
SCR5 20267 tubing in the partial kit, Since the trim drawings are out,

tial kit will bave added one 12 ft. pilece of 1L/4 x ,035 202
¢ kits inecliude tnsugh aluminun sheet and tublag to souplete the entire
It does not inciude itubing for fuel, hriraulics or }i%ut static and

ines Since 12 f£t, sheeis are mraiuqei it reguires a splice near
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or side skins, but you fon t find this obgectlo wable, Thor
£

(%

1z
3 £
S

Cn% ~sicn Prevention %iwysnb Hypus (8

T e e g s e, i 3 i 3
covrosicn asiined: The alsinte
action of its surfsces with other subsztances in iis eavironm—n s

YMetals vary in susceptibility to corrosicn. The least active metals are
termed (alnodic. An example ¢a gold which has a soluticn potential of 0,0 in
ot

the electiro~chomical series., Very cotive metals are termed acodic, such as
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magnesiur which laa ds the solution potenti
aluminun and steel ztznd =».58 and «.67 res

Whyv solutlion wohani 5
to be an electro-:
such as dirty water.
anodic to cathodic na
transformed into iars s i
and form corrosion produvois, THGJG Produsis are
WERH .
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A corrosion spoft on a single metal may resuliil

from a casual electrolyte.

The érop of electrolyte may vary in strength throughout iis mess, creaiing a

differential in potential from one avea to anothner, ILikewisec the meotal itsell
i i alloying eicuents 1n cone area than

nay vnr; in its composition with more I
i rou again hisve a potential differential.
ba done aghout it7
it ciesn, Dust ig condensation nuclei Tor molsture and moisiure

nfiylglﬁnyﬂep your nmetals coversd, 4 vlastic drop cloth is fine
provided it is propped up to allow soms alr CmTP&thﬁGnv Finpger ermts nay las
forever 1f allowed to "set up',. VWorl sheould be wipsd with solvent after
handling to remove prints., I use alcohol, 5Steoel Uool and crosus cloth voth
leave corrosive residus so don't use then on aluminum. Substitubte good qualifi;
wet or dry #400 paper and aluminum vool., Mild corrosion may be removed with
any of the good aluminum polishes available or with nonechlorinated "Bon~Ami®,
2, Follow the drawiugs., The use of zincechromate for- fuy:qg (contacting,
surfaces and closed acscrsiies such &3 rod ends serves as an insulstion. It
also supplies a constant supply of chromate lons, the "good guys' in the
corrosion battle, The th&%/Lag calledwout for certaian parts provides an Ode!
film which inhibits corzosion
3. Protest Foun T.‘,rozsifg}

AR T oy

)~ Protective finish for alumizum should
conprise the following, iov from inner to outer layer: s, Chemical filnm
such as Alodine. : c. Zincechromate,. 4., Lacquer or enamel,
If you are located in a corrosive aimosphere, 1t may be well to invest in an
Alodine 1200 kit for treatment of heavier, bare parts. This is a two part
c:eaument which usges an acid c¢leaner followed with a protective film. To use
’ plasiic buelket, nylon bristle brush, rubber gloves and plenty of
roguirsed
is & rlef treatment of a very wide field, An excellent manual is
co the subject, 4sk for Issue 49 from ILockheed Scrviece Digest,
California 91503,

] a‘a

1 You have no doubt recently rseceived the drawings for the trim
Wy Tirst impression was that it was quite complex, but now that I
Ieted mine, L can't sgy that it was too bad., John says he went

long prosess reducing it to an sbsoluie aipimum. Of course, it isn':
25 a spring hooked to the stick like the first few ships, but it is
satisfactery, Mot only will it be better functionally, but will alse
As one of the FAA publications recently stated, the lengitudinal

sm showld previde a back-up in case of a failure in the conirol linke

into several problems in asking the trim system which might be of
It is absolutely necessary that there be no aparec’fble sion in ths
crew jack to tihe surface, First, 1 had trouble cuiving good
ads and thenr the jack screw bezring had a large auount of
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3e tapped threads were no problem but I had a few rejects on the Jack
gorew. Tho screw can be made from an ordinary wmechine . holf but don't try

to wse any of the coriginal threads because there will be a necked down seatlon
netvicen the new and old threads usking a sloppy fit, The originsl bolt should
wava an unthreaded pnrtlcﬂ longer tnan cne flnlsﬂed threaded por+loa. To
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make the screw fit well I had to ovpen up the die and make successive passes,
each time tighitening it a small amcunt, The die helder wouldn't allow the
die to be opened far eacugh, so I had %0 hold the diec in a lathe chuck, Then
the threads were cleaned up and polisied, The screw was then plated.

The bearing problem has been sclved by John Thorp as described in the
following letter:

"Yes, we ran into the bearing end play problem on Dick Hanscn's T-18, I
haven't yet found a more suitable bearing, so made the following Tiz:

1. Ground a .25 radius on a small vortion of the head of the #704 jack
BCIrewW,

2, Made a plug 3/4" dia., and approx. 06" thick which is inserted between
the head of 704 and the A«=582 doubler.

The thickness of the bare 2024T-3 plug should be sufficient to take out
all but a couple thousandths slop.

The 1/4 x .035 2024T3 bent to route shaft was used and works good. The
#701 system works good with the plug. The plug should be lubricated with
lubriplate before assembly. The flex shafts have been found in machine tool
surplus. VWhen it a8ll settles down, I will put out some revised drawings.

At long last I have an acceptable way of hooking up the flap control
system. It shouldn't take too long now to finish the drawings,

There doesn'!t seem to be any new T-Ll8!'s close to flight. In about a year
there should be a half dozen or sc, It is a blg job to bulld an airplane, I
will have a tough time to get the new Skooter ready for Rockford.”

Floor Boards =~ In Newsletter #9 we stated that the clearance slets for the
exhaust stacks should be welded in place to seal up the cracks, dJohn says

that they need not be welded in place but the duvcts themselves should have

any cut-outs in the flanges welded up. I made mine from stainless instead

of 6061 aluminum, I silver~soldered the cut=outs in the flange since this is
much easier than welding stainless, Jobkn says that the slots arentt absolutely
necessary, but they bring the exhaust stacks out at a much more efficient

angle and every little bit helps when it comes to reducing drag. Hever hriang
the stacks out at 90° to the slipstrean.

iIP Cedes ~ The post office peoople give me dirty looks when the Fewsletters

ionft have ZIP codes, so if your ZIP is missing from the front of this issue,

please send it to me. But please fellows, try to keep it simple since I donft
have time to answer 400 letters, If you have any helpful hints, by all means

send them to me, but if you have questions, try to make them general enough

0 be answered in the Hewsletter.,

{35%&lﬁ§y§33£3 ~ I try to file a&ll correspondence by your plans scrial number,
hen you fall to refer to your number, if takes me an awful lot of time
Looking it up. Also ineclude return addresses on letters - not just on

avelopes.

)Jlﬁd?ﬁg;InSt?uctiagi ~ Reprints-of the Sport Aviation Building Instructions
rm tvasiable from me for $2. I just discovered that the printer omitted
wage nine from some sets, so 1f you are missing a page, let me know., Whoever

imkad abeut this, plsase re-order, if you haven!t received yours,

Tonzer - Last month I visited some of the builders in the Los Angeles

: ”mkilgrvked up some interesting tid bits. John Tonzer, has about every-~
Jitrg coupleted but the wings, He is a VW mechanic, having learned his trade
A Lis navive Austria, and has included some VW features in his T-18, He
UGoeevered that a Carmen Ghia fusl gauge works perfectly, (It is mechanical

i reguires no electric power.) The only modification needed is the length~
5 ni the fleat arm rods, They are simply replaced with louger ones made
rom welding rod. A flexible shaft leads from the float assembly to the panel
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Assemui ing tl the spinner hy Bew Baerzasrd - T have been asked to describe how
— T T Y %Y%!‘Wﬁt&w.zr: 32“’17&{ ,&!mﬂﬂk'!&'htic.u -~ r“}
T assurpied the 51 thes L bought from Joha Tonzer so here goes w-

First, I made a hole tempiate by layiag a piece of scrap 040" sheet aluminum
under drawing #640 and pin~punching the seven hole centers right from the
drawing., These punch marks were csrefully drilled with a #30 &rill bit. The
large hole in the canter was cut using & {1y cutter in a drill vress dublicnis
ing the hole already in the #659 rear bulirhecad, A word of cautbion about using
the fly cutter ~~ keep your haods awey frow the pizee you are cutting! Clamp
the pilece you are working on te the drill press table over a plece of wood,
Gtherwise, 1f the euitter sheould "grab’ the worl, this piece becomes a "finger
slicer™ of the first magnilude ~~ I know!

Next, the hole templats was clamped to the #6359 bulkhead carefully
alignirg the two lauvge holes. Then the six #30 holes in the template were
drilied ilnto the bullbhead, I didn?t have the proper size drill so rather
than buy cne, I first enlargedthe six T}O holes wit . then
using a tenered pipe reamer in a carpenters brace, I carefully enirrged each
Lole steppiag jusﬁ a wrt of the fyb %ﬁmh diometer, The holes werc finished
tn size by uﬁing a fine tooth hali-round file snd constantly che ng for a
nice savg it on ihe drivimy luszs iv the crankshaft flange, This may seen
1t i uh

tke a i@t of unnecoessary werk, but b
ban tep of the sntire thiug fo
nar will bop s it rotases,
cutecats in the #6431 shell were made using a template I made first of
ofile, DProbably ne two props will be 2lile in this respeect
have to satisfy himself as o the fit, I ended up with
and the sheils (It is imporitant that the shell
will wear o dengerous grocve.) With the cuit-ouls
canten hcle *aeation for the sight Pu+ wlates at the
hi ho were nade with a #30 drill. Laying
dowa on my table saw, (you should use a
reld nver it, SBlipping my left hand thru one of
Ied thry ans of the #30
¢ ghell, The idea here
11 as perfectly as possible.

to me this part of the job is the most
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With the first hole dwilied and clecced, we repeated this process 180° awey
and so on for the rest of the eight holes., At this point I though it would
be a good idea to mark the parts suv that they will always go together the
same way. A little dab of finger nail polish on the inside of each part did
the job nicely.

The #6482 front bulkhead prop bolt holes were drilled using the same hole
template as before on the rear bulkhead and then the holes were drilled to
finished size, Both bulkheads and ithe prop were bolted to the engine and the
shell was slipped over this assembly and clecoed to the rezr bulkhead., I then
merked off the location of the eight screw holes for the front bulkhead and
drilled the holes using a #30 bit. It would be wise before drilling to be
sure that the holes will be in the proper place in the froat bulkhead flange.
If the thiclkoess ¢f your prop hub is more or less than the 3~1/2" shown on
the spinnsy aszembiy drawing, this variation must be considered; otherwise,
the front bulighead will aot £it the shell properly.

Now come Glzzssembly and the 32 #30 holes were drilled to size using a
#17 bit. To driil the mut plate rivet holes, place a nut plate over a hole
and on the outside of the bulkhead flange,and run a short screw into the piate
from the inside, A short screw will not marlk the elastic stop material and is
quicker to install and remove, With the nut plate thus held securely in
position, I used a #40 bit and drilled the two rivet holes using the plate as
a hole pattern., Countersinking and riveting completed the installation of the
sixteen nut plates.

The shell can be dimpled by using a 509 screw as the male die and making
a female diec from a piece of scrap aluminum plate stock that has been properiy
countersunk, It takes a little experimenting to get the countersunk hole Jjust
right in order to get the proper dimple. I was in a big sweat to get my T~1i8
in the air last yeazr so I took the easy way out by just using the oval head
AN 526 screws, FPerhaps I'11 "elean up" the assembly and go to the AN 509 flat
head screws Thorp calls for at sowme later date, For looks I buffed the shell
on a cloth wheel 'til it shone aluost like chrome, This was the slowest and
for me, the hardest part of the whole job, but it pays off every iime someone
remarks about that "beauty of a spinner"! Soooo-owo, that's about it, Good
luck, and I hope that this will help a little,

For Sale ~ Don Waters, 4200 Hatton Ct,, Alexandria, Va,, has a complete main
gear, heat treated, bullt exuctly to the plans for sale for $200,

Tailwind Type Ceer -~ Ron Zimmerman, 1915 McKinley 3t,,NE, Minneapolis, Minn.
55418 designed taiiwind type gear legs for his T-18 and got Thorp's approval
before building the gear. He sent some photos but I can't reproduce thenm,
Here iz what he has to say about it ~"The main gear has a short "AY" frame in
which Tailwind type springs piug in, It stands 3" higher than the "siock"
gear and wéighs 3 1bs less (including axles) than the "stock!" gear (without
axles), My guess is the spring action should be ebout halfway between the
stock T-18 and a Tailwind (due to the difference in angle of sweepback between
the two planes).

The tail spring is5 a round tapered spring (like Cessna 180) that moves
the tailwheel back 7-3/8' from stock position, The tailspring attach points
in the fuselage have been Lbeefed up to take care of the leverage of the longer
spring. The tailwheel and spring is the same weight as the "stock" spring
and Scott TW assy. It should have less drag and a sofler spring action,

The cost of material for both main and tail gear was §74,74. The total
cost for main and tail gear less wheels and brakes (machinery, welding, heat
treating, magnaflux, and material) was $234.24, The main gear was designed to
be 100% interchangeable with the "stock'" gear, I am sorry to say that it
looks like there won't be any flight or taxi tests of this gear until after
'66 Rockford. (Ron is still making prop extensions.)
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Hinge Stock - John Foy, 299 Edith Dr,, West St, Paul, Minn. 55118 has
purchased 400 picces of hinge steck so if you are in a hurry, write to hinm.
As soon as he figurces out the packing costs, we will publish the price, but
it will be reasonable.

Visit with John Thorp~ We asked John how much the tail spring could be
softened and he said '"so it doesn't bend the rudder.'! Some people feel that
it is too stiff, but I doun't think it is anything to worry about since it can
always be whittled down if you doa't like it,

‘John has a supply of gas caps per dravings for #5. each, He found that
You can get more horsepower from an 0-290-G by replacing the valve seats with
the 0~290~D2 type. The alr filter and heat box could be madcirom fiberglas.
John has z molded fiberglas seat from & new Air Coupe which he says would
work fine on a T=18. The rcar canopy rails can be shoriencd and moved inward
and aft to make room for a cut-out in the aft deck for a jump scat. The flap
handle will be mounted on the forword tunnel, The pitot and static tubes
mounted on the fin of Thenhavs'! and Hansen's ships whip around a bit but they
provide accurate airspecd data. John doesn't have a bettfer suggested arrangee
ment., The pitot extends 16~1/2" and the static 1&~1/2" above the fin, The
two aluminum tubes are taclk welded togcethor for added strength.

More Riveting Tips « 178 AN rivets, the ones with a dimple in the head,
normally can be driven without being annealed., They do grow harder with age
and after some period are too hard to usc. Driving a rivetvuvhich is too hard
causes four problems., 1l. It is difficult to drive it straight. It wants to
bend and results in a lop-sided shop hezd,. 2, It must be driven harder and
the extra energy in the gun nay cause deformation in the parts being riveted.
3. The shop head may crack giving an unsafe wivet, The crack will show up
along a diagonal shear line, All rivets should be carefully inspected for this
4, The hard rivet will put a higher expanding force on the material being
joined and cause it to crack. This is particularly true with dimpled sheets.

If you have been having auny of the above problems, you can very eceasilyth
solve them. Take all your rivets to a heat itreat shop and have them annealed.
Then bring them home and store them in the freezer. You have & real surprise
coming if you haven't tried this, Riveting really boecomes effortless with
soft rivets., It makes driving AN's almost as much fun as using pops!

If you are a person who can't admit a mistake you shouldn't use AN rivets,
Remember, if a rivet doesn't look guite right, drill it out., Don't even try
to rivet without a hand drill by your side or you may tend to let some bad
ones goa.

Dimpling can easily start cracks. Carefully debur before dimpling and
inspect cvery hole afterward.

When driving a flush rivet located close to a heavy fitting or extrusion,
it is nearly impossitle to keep from deforming the metal at the edge of the
heavy member. As an example, the rivets in the fusélage just above the 3/4"
extrusion at WL42 are very hard to drive. . This can be solved by driving-these-
rivets irnside out whers possible.

The rivets in the side skins which attach the 601 frame are rearly
impossible to buck after the wing fitting is riveted in place. Eithér rivet
the fitting cn later or machine down the flange on the fitting to azllow
bucking clearance, Bill Warwick sald scome of his rivets woriked loose in this
area and he attributed it to poor riveiting due to the tight bucking space.




