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MONTHLY MEETING CALENDAR

*Tentative Schedule of Events for L975*

2 3 January, ?:00 prn Welding and repair of castings Bud Jolley

2 I February, ?:00 prn Ladie s Night, Hickory House Re etaurant,
Motion Picture Show by Gene George

l3 March, Attend Florence AACA rneeting and program

Pot luck supper. George & Betty Case and
Doc & Barbara Bec raft

24 April,

22 May, 7:00 prn Evaluation and design of various tf. S.
Engines - Gene George

26 June, Sunday

24 July, Sunday

28 August, Sunday

May

October

25 Septernber, 7:00 pm Serninar on cloth upholetery - Jim Varaer, Decatur

23 October, 7:00 pm ' Talk on the Hunteville -rnade Keller car - Gene
George and Torn Holley

20 Novcrnber, ?:00 pm Elections /Handling, treatrnent and preaervatio
of leather upholstery - Gene George

Decernber , Christrnas Party - George Fore and Al Parrott

* * * rl. *c * * * * >k tr * * * * * * * * t< * {c )F {< rk * * * * * * * * * *c *

'We ekend Activitie s

Auction Day - Don Pryor and Carl Berry

Ice Crearrr Freeze - Dave Marty

Garage Tour Jirn Fultz

Mystery Tolrr - tsernie Gier and Dan Shady

tr'all Picnic - CarL Berry and Ernie Cross

t



SHOWS

Divi sion Date s Spons o r Loc ation

Southeastern June 26-28 Southeaetern Callaw ay Gardens,
Pine Mountain, GA

E aste rn Oct. 9 - L? Hershey Region He rehey, Penn.

Southeastern Oct. 9-LZ Peach Blos sorn Spartanburg, S. C.

OTHER SHOWS

Feb. 23 Frontier Ford Rockford, Illinois
8 15 I zgZ-+367 'f Little Her ehey Swap

Meetrl

Feb. ?7-Mat. 2 AACA Ft. Lauderdale, Fla.
2647 It{E 27 Ave
33306

Feb. ?I-Mar. I Earl Nickerson Zolf.oSpringe, Fla.
Wauchu1a, 5'1a. Flea Market
33873

Mar. 22 Bob Allen Charlotte, N. C.
P, O. Box 3604



BUYER'S GUI Dtr: ARC WE LDERS

Flerers a nurnbcr of currently
availablc units, ancl how to rnake

t he rn pc rf o rrn.

Plan to buiid a car in the ensuing weeks, rnonths, or yc ars'l Then
chances are good that youtll have need for an electric arc welder. Now it
can be that this need has already arisen, and you took the easy way out by
farrning out what few arc welding jobs calTre up. Unless the fellow doing the
welding for you was indeed near by, think of all the hassle you went to in
hauling or towing that rnachine across town. The ironic part of aii this is
that f or the pric e of a few j obs you farrned out, you could have bought your -
self a cornplete arc welding outfit. New units cost just about 100 bucks,
and sorrre dealers noay even have good used welders for sale (po"sibly trade-
ins or repos se s sions) at a sorrl.ewhat lower price.

Another ironic fact is that arc welding is relatively sirnple to rnaster.
I n fact rnany people have learned to arc weld, whereas they never di d learn
to oxy-acetylene weld. All it takes is a little patience and a lot of practice,
but this is required in rnany areas, autornotive-related or not.

Generally speaking, rnost of the srnaller horne or shop arc welders are
nearly identical in size, cost, arnperage ranges, features, or whatever. Still,
there are sorne differences. To give you an idea of what to look for in an arc
welder, wetll cover sorne of their features and learn what werre getting for
our m.oney.

While these welders are not large industrial units, neither are they
cheaply rnade, like the little buzz-boxes one sees adwertised daily at prices
between $14.00 and $25.00. These latter units are not even worth consider-
ing, let alone rnention. The arc welders discussed herein are inexpensive
enough that any of us can afford to own one, yet are made well enough to give
trouble-free service for rnany years, and perforrn just about any task we rnay
dernand of the rn.

Most of thern corne cornplete, ready to be plugged into your 230-vo1t
(220-240-V) electrical outlet, and fired up. Included with the welder is a
ground cable and clarnp and an electrode holder (torch) and cable. Here is
where the difference lies in sorne out{its. Whereas some welders come with
heavy-duty (like 300 arnps) cables, electrode holder and ground clarnp, others
donrt. Generally, it has been found that the quality of the fact shields is sorne-
what lacking, evidently in an effort to keep the overall package cost down.
These shielde will suffice for awhiLe, but later on youtll probably want to pop



for a better quality helrnet, and onc that has a flip-front lens holder. A11
of these rvelders, with thc exception o{ the Trindl, rnust be operated on230-
vo1t, single phase, 60 cycle circuits. This is the only drawback to their
owne rship, but since rnany hornes are wired for 220 arrpay, itrs not all that
tough to get a line and outlct wired into the garage.

An accornpanying chart lists the rninirnurn and maximurn available
arnperage figures for all the welders discussed. It also lists a Duby Cycle
for each, but this rnay need explaining, so here goes. Duty cycle is the
length of time you can weld without overheating or damaging your welder.
A 20fo duty cycle rneans one can weld for two rninute s out of ten, or Zoo/s of
that ten minute period. A I00% duty cycle rneans you can weld ten rninute s

out of ten. The srnaller, or lighter the welder the hotter it gets and the
shorter its life expectancy. So, naturally, one would be wise tobuy a welder
with as great a duty cycle as possible. A welder that is rated at a 2OTo d,wE
cycle at gII arnperage setting would be one to give double thoughts to as you
rnay end up spending rnore tirne waiting for it to cooi. down than you would
welding. There are rnany welders available today with a maxirnurn of say
I80 arnps, or even I00 arnps, that are good units. But rno6t iikely these
would be in lhe 20fo duty cycle range. There are also a nurnber available
offering amperages higher than say 235 that are still in the shop-type categoty,
and within our price range, that will probably prove more suitable where you
expect to do a li:t of welding.

While rnost of these welders offer a rnaxirnurn afirperage figure of
ZZ5-235 arnps, Lt is seldorn that you would ever have to rely on so rnuch
heat in building your car.

While sorne of these welders offer fixed arnperage settings, between
12 and 2I individual choices, others offer an infinite nurnbe r via a sliding
lever or control wheel. Sorne pieces o{ literature extoll the virtue of being
able to f ldial intr eay 132-7/Z arnps, but I seriously doubt whether the welding
electrode and the rnaterials being bonded together can really feel the diJference
between that setting and one 2-1/2 arnps rnore or 1ess.

So what werre really looking for is an arc welder that will perrnit us
to weld just about any gauge of steel up to and including l/Z-inch stctck, let
us weld for a reasonable arnount of tirne without overheating, and corne equip-
ped with heavy duty cables, ground clarnp, and electrode holder. Thesq latter
iterns are irnportant, as light duty rnodels tend to get hot after a bit of use.
Check with your locaL welding supply dealer or other store for additional infor-
rnation on any of these units you rnay be interested in. These people can be
of considerable help when cal.led upon. *

*Rus sell W-elding Cornpany, 2204 Hoknes Avenu.e N. W. , Hr:ntsville, Alabarna,
205 / 539 -3433, Bud Jolley
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STRIKE AN ARC !

If yourre serious about building your
own chassis, then get an Arc Welder and . ..

If you havenrt operated an arc welder before, just keep the {aith, a
lot of other people havenrt either, nor had any acc orrrplished arc welder be-
fore he tried it that first tirne. Therers nothing mysterious about it, and ae
Iong as one selects the right rod, or electrode, for the rnaterial he intends
to weld, and adjusts the welder for the heat a specific gauge of rnetal requires.
Practice will teach you how fast to rnove the electrode, how high to hold it
above the work, which angle is best, and so forth. The intention in present-
ing this how-to article on arc welding is not to give you the illusion you can
becorne an overnight sensation in the welding arts, but to erase any rnysteries
about arc welding that rnay be present in your rnind. So, without further ado,
Letrs go to it.

Before plugging the power cord into the 22O VoIt receptacle, first turn
of{ the rnain switch in the light rneter box, then check the receptacle to rnake
sure its ground is connected to the welderts ground. Make sure the fuse, or
circuit breaker, on that particular line is sufficient to handle your welder.
If it is too light, the breaker will jurnp, or the fuse will blow, when you do
very rnuch welding. This can be nerve wracking.

After your welder is connected, you'lI probably want to try it out, so
the next step involves connecting the ground clarnp to the work to be welded.
Make sure tJ:e connection is super-good, as you donrt want to waste power
and heat up the ground clarnp. Use clean, dry welding rod (electrodes), and
be sure of a positive grip on the rod in the electrode holder.

The thickness of the rnetal to be welded will deterrnine the'arnount of
heat required to weld it. I:r general, the heavier and thicker a piece of rnetal
is, the rnore heat (arnps) it requires. Many welders colne with guides that
give you an idea as to what diarneter of electrode to use for specific rnetal
thicknesses as well as alnperage required. But because conditions vary in
line voltage, rod fluxes, speed of the operator, type and condition of rnetal,
no hard and fast rule will tell you the exact arrrperage to use. Your own ex-
perience after following these initial guide lines will quickly tell you whether
you have too rnuch heat, or too little.

If you use too rnuch heat, you will burn holes in light rnetals, or tJre
bead will be {lat and porous. The bead will also likely "undercut'r the work,
caused by rapid rnovernent along the work (due to the high heat), and not
allowing sufficient tirne for the crater to be {illed.



Usirrs t<;o 1ittlc hcat r,vilI rcsult in bcarls that arrc tcio hifth, as though
tlr,cy 1a1' on top o{ thc u,orl<. T}rc bcad will also bc: irrcgular bccause of the
Cifficr"rlty yo\1r11 have in holcling an arc. With the ary]perage too 7ow, you'11
lta'u'c tror.rblc striking an arc, and the electrode will tend to stick to the work,
and it rvill f requcntly rrgo out. rr

But whe rc you us e the I'rigl-rtil heat, the bead wili luy srnoothly over
the work rvithout ragged eclges. The t'pudcile" will be at least as deep in the
base rnetal as the rod is thicl<. The sound of the welding operation will
rrcracklerr as tlr.e sound of eggs fryitrg.

GAUGE & DECIMAL
METAL IJ. S.

Gauge Thickne s s

3 . Z50tr 11 I 4rt1
1 . Z34tt
5 .218il
6 . z03n
7 . 187il
B .I71"
9 . 156rr

THICKNESS OT'
Standa r d

Gauge Thickne s s

13 .093"
L4 .078"
15 .070'r
16 .o6zn (LlL6,,)
L7 .056"
1B .050''
19 .044n
20 .037r'
zL .034t1
zz .03lil (L132't)

i0
l1
LZ

14 1"
IZ5" ( i /8")
l0g"

Your rate of travel over the work affects the weld as rrruch as the
heat setiing. Move the arc slowly to insure proper penetration, and enough
deposit of rod. R.od rnovernent rnust be at a constant speed, too. But first
let's delve into the act of rrstriking an arc.rt

The purpose of the arc is to create an intense heat between the end of
the electrode and the surface of the rnetal to be welded (called the work or
base rnetal). The heat ener gy generated by the arc is so great that the base
rnetal airnost irnrnediately is heated to a liquid state at the point where the
arc is directed. This creates a rnolten pool (puddle) of rnetaL which is always
present on the base rnetal during the welding process.

This sarrre heat also rnelts down the electrode. As it rnelts, the rnetal
frorn the electrode falls through the arc into the rnolten pool, or puddle. This
acids adCitj.onal rnolten rnetal which rnixes thoroughly in the puddle, r€sulting
in cornplcte fusion of the two rnetals. As rrrore rnetal frorn the electrode is
ad.ded and the electrode is rnoved forward, the rnaterial added f rorn the elec -
trode forrns a uniforrn pile of rnetal along the base rnetal. This is known as
rfthe bead. II



Nos, tl.rat you havc a gcncral iclca of what happcns when you are arc
rvclding, lct's f i.nd out how you actually start t o wcld. The f irst thing
to do is to I'strikc an arc.'r This .i.s accornplished by scratching the end
of the electrode across the surface to bc weldcd. With a short stroke,
scratch the rod end across the base rnetal, close to where you want to weld.
You will soon hear a sputter and see an arc. You MUST be wearing a he1-
rnet anytime you strihe an arc. There is no way you can see what is going
on rvithout one, and you'll burn your eyes severely trying to trplay the role.rl
A1so, use the darkest lens possible in your helrnet, as extra protection.
Protective glove s wi.ll keep yorr hands frorn being burned, too.

As soon as an arc begins burning between the electrode end and the
base metal, raise the electrode about I/8-inch above the work. If you do
not, it rvill stick to the work. When this happens, rock the electrode back
and forth and it wili break loose. Keep practicing in the art of striking an
arc before considering trying to lay a bead, Use different gauges of rnetal
and different arrrperages, too, practicing until you can do it right on the
first or second at ternpt.

Now werre ready to lay a bead. Strike an arc, lift the electrode slightly
off the base rnetal. lf you lift it too high, the arc will break. After striking
the arc, hold it at the starting point for a short tirne before rnoving the elec-
trode forward to insure good {usion and to allow the bead to build up slightly.
Bear in rnind that the electrode continues to rnelt o{f as you rrrove across
the work, so you rnust rnove the electrode down into the puddle as well as
along the path you are following. The electrode should be held at an angle,
with the end held at a rnaintai.ned height above the work surface. To insure
proper penetration and evenness of the weld, Iearn to watch the rnolten pool of
rnetal forrning just behind the arc.

The easiest bead to lay is called a string bead. It is rnade by rnaking
one continuous pass over the work rnetal, without trying any weaving or oscil-
lating rnovernents. If you are right-handed, lrrove frorn left to right when
you start practicing. If left-handed, reverse the process. With the electrode
tipped back towards the direction of travel ( about 15 degrees), the arc will
throw the rnolten rnetal of the puddle away frorn itself, insuring good penetra-
tion. The average bead, when using a I/8-inch electrode, will be about I/8-
inch high. Practice the stringer bead until you are able to rnake a srnooth
weld of consistent width and height, with r:niforrn riPples.

Another bead that is c ornrnonly used is known as a weave bead. Its pur-
pose is to deposit rnetal in a wider space than would norrnally be possible with
the stringer bead. It is accornplished by weaving frorn one edge of the space
to be filled in to the other edge (see illustrations) and continuing this rnotion
along with a forward speed of travel that wilt give the rnost satis{actory re-
su1ts. It is a good policy to hesitate rnornentarily at each edge of the weave so
that you witl provide the sarne heat at the edges as that which is obtained in the
rniddle.



ARC WELDER SETTING LIMITS

This is:r grrirlc to the ranf4e of ectting lirrritn, which will
vary with thc operator specd, or linc voltarge.

Rod
StzeW e lcling

Arnp s

Setting

Mild Ste e l, up to
Mild Ste el, up to
Mild Steel, Ll4"

I / 8'r rnetal
L/4t'rnetal
to L/Ztr rnetal

3l 3Z'l
L IB"

5/3Zn

Min. -90
7A-16A

120- 180

3l3Zn
L 18"

50- r 00
90- 1 50

Hard Steel, up to
Hard Steel, l/B'l

I / B't rnetal'l'
and heavier rnetal

Cast lron,Frt Nickel Rod (is easy to work and 3l3ztt 50-70
rrrachinable. )

Cast Iron Rod (is harder to work L/9'r 80-120
and non- rrrac hinable . )

Brazing With use of Twin Car-
bon Torch, Clarnp torch
cable ends into ground
clarnp and electrode
holder.

Bra zing, light sheet rnetal
Brazing, rned. sheet rnetal
Brazing, heavy sheet rnetaL, cast iron
Heating, rnelting, bending, shaping

C arbon
Size

Lf4"
5 /L6"
3/9,'
L /2"

3 /32rr Min. -40
or Min. - 50
1/grr''l Min.-loo

r00- 180

* Use stainless steel rod when in doubt about the hardness of your rnetal.
itik Weld a little, cool a lot, in beads about lrrlong, followed by light peening.

It is recornrnended that anytirne you butt weld two pieces of rnetal together,
where their thickness is 3/16-inch or lnore, that the edges be beveled by
grinding or whatever. This will perrnit a rnuch better weld as you are insuring
cornplete penetration of the weLd filler metal (electrode). Wherg necessary, you

. can even rnake a aecond or third pasa over an initial weld as long as you corn-
pletely rerrrove all slag frorn previoue beads. It is seldom that we will be rnaking



butt welds in construction of our antiqucs, but Tee joints and lrp joints are
vcry comnlon, About the only place I can think of a butt weld being ueed on
a car is where a channel frarne is being boxed.

It will often happen that yourre laying a beautiful bead, and before yourre
{inished, you run out of rod. For best results, the crater, or depression, re-
maining at tl-re unfinished end of the weld should be thoroughly cleaned with a
wire brush before again starting to we1d. After this has been done a new arc
should be struck just ahead of the crater and then rnoved nearly to the back of
the crater. After the crater is fil1ed, the weld can be carried on as before.

In closing, we would like to advise you that rnost welding eupply outlets
of{er one or rnore books on arc welding for beginners. One such rnanual, en-
titled rrNew Lessons in Arc Welding,rr is available {rorn Lincoln arc welder
dealers, and is quite thorough. It covers just about every phase of arc welding,
and in rnore detail than this article coul.d ever atternpt.

The Linde 230 Arnp welder
s atile , and pr ovide s a duty
up to I10 Volts, tapering to
age selections are infinite,
corrres with heavy-duty 300
holder and ground larnp.

is quite ver-
cycle of L00To

Z0To, affrper -
and unit
Arnp electrode

Like the rest of these units, the Westing-
house UW- 235 AC welder cornes with ca-
b1es, electrode holder, gtound clarrrp,
and face shield. Also like the others, it
is a transofrrner type welder ideal for
working with rnetals such as we use in
building.

CraftslTran welder by Sears, providing an
inf inite nurnbe r of heat range s between
40 and 230 arnperes. Model 20125N, it
is a good unit to have. Sears also has a
srnaller rnodel, #2079IN, that is okay
f or srnall j ob s.

Of all the Hobart welders, their'rMiarni
T -2Z5, tt is perhaps the be st f of garage
or shop use. Dial perrnits easy change
of arnp setting' and it has a taP to rnain-
tain full current where line voltage is as

low as 208 V.

The Lincoln Electric ZZ5 Arnp AC arc
welder is a real popular unit. It cornes
ready to go, with ZA f oot electrode ca -
ble, 15 foot ground cable, and 6 foot
power cable. This rrteans you can reach

' work about 22 feet away frorn your power
s ourc e, suff ic ient f or any ga rage.

Montgomery Wardt s Powr-Kraft welder
off e r s an arrrpe rage range betwe en Z0

and 230 arnps, in addition to an infinite
selection of arnp settings. Its low arnp
setting rrreans you can weld light gauge
rnetal, sorrrething you can't with others.



BUYER'S GUIDE: INEXPENSIVtr GAS WELDING OUTFITS

Selecting an oxlf -acetylene outfit
that will perfrorn the jobs You

expect of it at horne.

Tirere are rnany rreconorny- sizedrr welding outfits on the rYrarket today,
a nnrnber of wirich are shown here and all of those are colTrparable. Many of
these outfits include both a welding and cutting torch, while others include
only a weld.ing torch. Sorne sets offer a selection of two or three different
sizes of tips with the initial set, while additional sizes are available for in-
dividual purchase. All of the units shown here are suitabie for arry work you
rnay plan for your own car. In addition to weiding and cutting tips' sorne
firrns offer heating tips designed for bending tubing, etc. This is sornething
to consider if you have in rnind to fabricate your own shop equiprnent and 8o

f orth.

Just about all welding outfits corne with everything one wiil need to
gct startccl. This inclucics oxygen and acetylene regulators, hose, torches,
tips, stri)<c r, ancl gogglc s. A sicic f rorn cylin<lcr s, about thc only othe r items
you rnay want would be tip cleaners and welding gloves"

Speaking of cylinders, this is sornething even the finest welding outfit
is worthless without. You have to have a cylinder of acetylene and one of
oxygen if yourre going to rnake use of that torch. lf you've already settled
on a welding outfit that will take care of any job you rnay have in rnind, then
your next c onside ration is the sLze of containe r s, or bottle s, that you should
get. Check with a local Linde distributor.'l'

It's also best to confer with an inforrned welding suppiy salesrrran with
respect to any welding outfit you rnay wish to purchase. Tell hirn your needs,
and he should be able to tell you exactly which equiprnent will do the trick. 'i'{<

I) Srnith Welding Equiprnent's low cost Cavalier welding and cutting
outfit would be ideal for the beginner. It costs about $89.00 for both regula-
tors, siarnese hose, torch body and two tips, cutting attachrnent, and so forth.

Zl Welding and cutting set by Airco known as their Handicrafter corrres
c ornplete with four size s of welding tips, cuttin g attachrnent with two tips '
hose, tip cleaners, striker, oxygen regulator and preset acetylene regulator,
along with goggles and wrench. Average price is $99.50, including a heating
tip as shown on torch.

Union Carbide Corporation, Linde Division,
Huntsville, Alabarna, 205/gg t -L44L.

Rus seII W elding C ornpanlr
barna, 205 I 539 -3433, Bud

New Hobbs Island Road,

ZZO4 Holrne s Aveneu N.'W'., Huntsville, Ala-
Jolley.



3) Purox Metalmaster 200 welding, cutting outfit goes for about $10i.00.
With the few tips it cornes with, unit can weld rnaterial up to 3/ l6-inch, cut up
to 3/4-inch. By adding tips, range can be extended.

4) For about $109.00 one can pick up Victor Deluxe Perforrner set.
Itrs a bare rninirnurn welding and cutting outfit, but you can add other tips ag
ne ede d.

5) A rather corrrplete welding and cutting outfit is Sears Craftsrnan
single- stage rnodel No. 624.54L3L. Like others, it cornes with safety gog-
gles and cornplete instructions. Price on this light-dr|y outfit is about
$I00.00. CraftsrrrantrCornrnercialil is excellent two-stage outfit sellingf.or
$ I 60. oo.

6 ) The Metalist by Victor is one of their bette r rnodels, and corrre s
with z5-foot fo | /4-inch hose, rnore than rnost outfits. Two black valves
just below the safety goggles are reverse flow safety check valves which are
designed to prevent the reverse flow of gases, which is a cornrrron cause of.

explosions. The Metalist sells for about $169.00, and is capable of welding
up to L/ -inch steel and cutting through 6 inches of steel with tips supplied.

7) An ideal outfit for light-duty work is this Purox package, No. 40L43,
which lists for about $ t++. 00. It is capable of welding to 3lB inch, cutting
up to 2 inches. Lightweight torches such as these are easy to handle.

B) Another Srnith cornbination cutting and welding outfit is the Silver
Starr Special, listing at about $150.00. It cornes with three heavy walI cop-
per welding tips, onerrslip-intt cutting tip. Tips on rnost welding outfits no
longer have to be wrench tightened, cutting down on wear.

9) Arnerican Welding & Industrial SaIes offers a portable welding and
cutting outfit thatrs nice to have around just in case a fine little package.
It consists of the bottle cart, rrRrr o>qfgen bottle, rrMCrr acetylene bottle, EoE-
gles and torches and hose frorn the Purox 40L43 set. It's all yours, to keep,
for only $175.00. 'Without the cutting attachrnent and goggles, the price drops
to $159.00. These are the srnallest bottles around.

10) Frorn left to right, is the 'rWsil
tylene, and rrQrr olqfgen containers. The
la st quite a while. The srnalle r pair are
garage.

acetylene, rrsrr oxygen, rrWQ'r aces
first two are rnediurn in size and will
cornrnonly seen in the antiquerrs



USING TIIE GAS WIILDI|R

Assunrirre yourvc wantcd to bry ;I gas wclding outfit for a long time
brrt until now ciiclnrt l<now whart to go for ancl havc bcgun to thinl< about using
saicl cquipnrcnt, it woulcl bc hclpful to give you a quick rundown on sofile
basics for firing up that torch.

Initially, it takes a very high degree of heat to rnelt or cut steel, or
cven rnetals with a lower rnelting point. We need a "needle-1iket'flarne which
rn'iI1 burn consistently, with its rnaxirnurn heat concentrated at the tip. There-
fore, rve use acefylene as fueI, and use pur oxygen to rrfeed'r it. When ace-
tylene is cornbined with oxygen, it will burn the hottest of all gases (approxi-
nately 6000 degrees F). Acetylene gas is highly flamrnable; but it is per-
fectly safe if used with reasonable care. NEVER apply heat to the cylinder,
nor drop it. ALWAYS keep the cylinder uprj.ght (valve at top). Oxygen is
not harrr-rful in any way. lt can, however rrpuffrr a tiny spark into a roaring
flarne--can even cause oily or greasy rags to burst into flarne frorn spon-
taneous cornbustion. NEVER oil or grease any part o{ the equiprnent, the
cylinders or the valves--under any circurnstances.

The first step you should take before any atternpt at welding is taken is
to secure your acetylene and oxygen cylinders in their cart, or to a perrnanent
post, etc. This will prevent their being knocked over. After rernoving the
valve protection cap, exarnine the cylinder valve threads and wipe thern clean
with a CLEAN cloth. Next, slightly open (calledrrcrackingrr) then close both
the oxygen and acetylene cylinder walves to rnake sure they do not stick and
to blow out any dirt or rnoisture that rnay have been lodged in the valve.

Loosen both regulator adjusting screws (turn the rn counterclockwise)
r:ntil they turn freely, then install the regulators on their appropriate cylin-
ders, tightening firrnly, but without force. You canrt rnake a rnistake here,
as the oxygen regul"ator is fitted with a fernal fitting, the acetylene with a rnale
fitting. Standing to one side of the oxygen regulator, open the cylinder walwe

very slowly so the high pressuae gauge needle will rnov e up slowly r:ntil full
pressure is registered. Now the valve should be opened cornpletely. The
acetylene cylinder val.ve should be opened a MAXIMUM of one cornplete turn
only.

Connect the green (oxygen) hose to the outlet of the oxygen regulator.
This hose has rrrightrr hand thread connections. If you have new hose, it
probably has talcurn powder in it to protect the hose lining while in storage.
Or, if the hose has been lying around, it is probably full of dust. In either
event, without the torch connected up yet, turn the adjusting screw on the
oxygen reguiator clockwise until a reading of 5 pounds shows on the low pres-
sure gauge. Allow the oxygen to escape until you are sure the hose is clean
on the inside.



Conncct thc fucl hosc (rcd) to thc acctyienc rcgulator outlet. This hose
has r'lc{t'r hancl thrcad connections. Again, you canrt gct thc hoses crossed up
tiuc to tlrc di{fcrcnt th::cacls. Blow out thc acetylcne hosc in the sarne lTranne r
as you did thc oxygcn hose. Rcmcrnbcr that thie gas will burn. Keep it away
f rolr-r opcn flame s as you are blowing out thc hose.

Norv you can conncct thc welding torch to the hoses. In addition to
having I'right hand threads, the oxygen side will always be rnarked r|OXYrr

or rrOxllgcn.rr Thc fuel side o{ the torch will be rnarked t'FUEL, rr rrACYrr

or rrAcetylcne,rr and will feature rrleftrr hand threads. Select the welding tip
size that is suitable for the job you are to do -- rule of thurnb being, srnall
tip for light work, rniddle size, large tips for rnediurn and heavy work, Then
install it in the torch, but ncit too tight.

Lctrs makc an a s surnption, {or sakc of illustration, that you wish to weld
shcct rrrctal I/32-inch thick. Your wclding rnanual statcs a size rrOrrtip is re-
quired, and rnaxirnurn oxygen and acefylene pressure shoulcl be at 3 p. s.i. Now
partially open the torch oxygen valve and adjust the oxygen regulator until the
pressure rj.ses to 3 p. s.i. Close the torch oxygen valve. Being careful that
no open flarne is about, partially open the torch acetylene valve and adjust
the regulator pressure to 3 p.'s. i., then close the valve. A11 pressures in
welding and cutting charts are flowing pressures with the torch walves open.
U you change tip sizes in the rniddle of a job, and rnust change pressures, do
so with the torch valves open.

You have finally arrived at the point where you can light that fire. Open
the torch acetylene valve approxirnately 7/Z twrn and ignite the acetylene with
your striker, pointing the flarne away {rorn per6ons, the cylinders or any flam-
rnable rnaterials. Keep opening the torch fuel valve until the flarne stops ex-
cessive srnoking and leaves the end of the tip about 1/8-inch, then reduce
slightly to bring flarne back to the tip.

Open the torch oxygen valve now rmtil a bright inner cone appears on
the flarne. The point at which the feathery edges of the flarne disappears and
a sharp inner cone is visible is called the rrNeutral Flarne. " Adjust the torch
oxygen valve back and forth until you are sure you have a neutral flarne. If
too rnuch oxygen is flowing, yourll have an 'rOxidizing Flarnerrthat will burn
the rnetal yourre trying to weld, rnaking it brittle and weak. It will have a
flarne that is pale blue in color without the clearly defined inner cone of the
rrNeutral Flarne. " Should you atternpt to weld with a flarne that is acetylene-
rich, you will have a rrCarburizing Flarne, " distinguished by its long carbuizing
feather. ?his is the flarne you have just before reaching the 'rNeutral Flarne,'l
ArrCarburizing Flarnerr introduces excess carbon into the rnetal.

There are two rnethods one rnay ernploy in oxy-acetylene welding-fore-
hand and backhand welding. The forehand rnethod is usually used where yourre



welding matcrial undcr I /8-inch thickness. It is performed by pointing the
torch dorvn at an angle, towards thc dircction.you plan to lay the bead, with
the rod preceding thc torch. The flarne tip preheats the edge of the joint,
and the oscillating motion you use with both rod and torch, rnoving thern in
serni-circular patJrs along the joint, will dietribute the heat and rnolten rnetal
uniforr-rrly.

In backhand welding, the torch is rnoved along in front of the rod in the
direction of welding, with the flarne pointed back toward the rnolten puddle
and cornpleted weld. The end of the welding rod is placed in the flarne between
the tip and t}le we1d. The torch needs to be rnoved slowly along the joint in
front of the weld puddle, while the rod rnay be rnerely rolled frorn side to side
in the puddle. Better fusion between the metals at the root of the weld ie
norrnally achieved with this rnethod.

Enough ernphasis cannot be placed on the need to achj.eve full penetra-
tion to the bottorn of the rnateriaLs being joined together, and cornplete fusion
along the sides o{ the joint. Where two pieces are being joined together, and
the joint is quite long, you rnust take into consideration the expansion of rnetals
in heating and contraction on cooling. For steel plate being welded togethet,
you should tack the pieces lightly where you are going to begin weldi:rg, then
space the pieces out on down tJ:e joint, figuring about 1/4-inch per foot. Tack
the two pieces very lightly at frequent intervals, to hold thern in alignrnent,
but still allowing closing o{ the joint.

In the long ru.n, yourre going to have to practice, and practice a lot, if
you're going to learn how to weld. There is no other way out. A11 the books
in the world canrt be of assistance, if you dontt apply yourself.



REPAIRING TIID RUSTED PANEL

Morc oftcn than not, while constructing a car, the builder will run
across situations that go beyond the paint-over-it, bolt-up-to-it tcchniqu€Br

Many tirr.-es when rebuilding a rnetal body, badly rusted panels are
present. The lower cowl on the driverrs side was rusted cornpletely through
and required attention. There are several wayg to repair areas like thie,
but only one good way! remove the rusted area and weld in a new panel.

1

This
inne r

through on the driverrs side.
the outer aheet metal and the

pane 1.

2.

Z) With a pair of aviation snips, cut out the section to be replaced,'
Be careful to rernove all of the rueted rnaterial to have good rnetal to weld
to.

3) After rernoving all of the rusted outer rnaferial, you can see that
part of the inner panel is rusted also, and thig needs to be welded rp, sand
blasted and prirned.

I ) The lower cowl panel was rusted
was caused from dirt getting between

. 4) After welding the inner Panel,
new outer panel of. 20-gauge cold rolled

all dirt and rust was cleaned out.
sheet metal ie checked for fit.
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5 ) 'I' r i trr ilrc pic c c to lit botlr Ilro ol)cnirr11 and ctrrvr: of tltc llorlY'
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6) Now the new panel is tack welded into place with tack welde about

one-half inch apart, before welding solid. There waB no way to get behind
this panel to work it, eo kept the heat down to prevent warping the panel more
than necessary.

l'. r

7) The panel is now welded solid.
little warpage has oceurred, and it will

The heat was kePt low, so very
take little lead to finish the job. :. t'

The panel ie ground clean, and the area is ready to tin and then lead.

j.,r''

.':,1 :

I.

{,+,

r,i

i:

7,



Fb WIE trtlruD THt{M

ffffi
*eS___--_#

T zopl (oo-1 flt
f,couru{r. s6LL lr

/laue 6 frt<. /r hEZ unt TttEA '

otJT Fpt* ltppgz ru€rvr.

A Urf/-9 !'c*'

frr e 7''" 11 7:{",!"r,!,'6ur 
:': ]"- o Tszree

hef tu'/

6'tfott '

t-



HERSHXY
ru 1975 oR
9ufrr

={ffi
Oi",J::*;'t51

z.l--|ForneworproSpectivemernbers:Haveafewrnernbersvisit
their home s to show interest, give advise, or just to s ay Hi !

3. l-l , winte r spring summe r Fall Give Rest Horne folks a ride inr-r l-T I-i

North Alabama Region AACA
f'Idea Ballot"

The Board of Director s, having convened
earlier, carne up with a few new ideas"
These, along wiih other activities are listed
be low , Ple as e answe r Ye s (I would tike) ,
or No (I would not like) a particular
ac tivity. Ary and all c orn me nt s ar e w elc om e.

Occasionally .ornbine busine ss rneeting with a weekend outing.
(Nashville doe s this)

Have a mystery tour and picnico

Schedule a gar age tour.

Have another regular club meeting with an auction afterwards.
Continue door ptizes as last yearc

Have an ice c rearn f ree ze at sorne scenic spot.

Have a covered dish supper (good f amily activity).
Show available applicable technical or auro related fikn s at
some regular meetings to create added interest"

l-l
l-lt-rr-lt-r
f-ll-r

lI. I-l Have Antique car club sponsor a car wash--to raise funds--

lz.
13.

good advertisernent for CIub.

Have a future Christmas Banquet held wher e? ?

Ladies Night (dinner and short business meeting outing at sorne
local re staur ant)

l-r
l-l

!4. l- 
-l 

Would you be interested in chartering a bus for a trip to:
l. An antique car auction 2. Her she y 3. Othe r

POUR YOUR HEART OUT

Please give us any additional ideas you have

Mee ting s, Pr ogr arn s, Public ations , C lub

c onc e rning :

activitie s or

r. l-l

A
I'

5.

6.

7.

8.

9.

10.

any area of the Club.




