place. Simply marking these areas will helpas
2 viswad aid during the shaping process,
o L s

then

start stratchang in the desired ares over a

Start by bending the blank i

all basie shape of the finished panel, and

beater bag or some holowed-out area (ir 3
tree stump). On compound-turve panels,
such as these fenders, the outer edges wil
begin ta ruffie, much like the edee of 4 Coke
bottle cap, These “wioks™ will occur while

o r::tr_nlr-g thc pi-_r'cl. bt to speed th ngs
alang, it's common 1o use tucking forks to
the

panel, The cone-shaped tucks are then ham-

create these tucks along the perimeter of

miered (from the tail end), forang the mets
into itself, in effect causing it to shrink—the
metal actuzlly gathers and thickens az a
result,

This method will produce rapid results
and th flexible shape pattern will begin ta fit
the roughed panel In 2 matter of 2 few min-
utes. As the panel becomes difficult e wark,
it will help to planish (smooth) the panel with
an English wheel, | his process makes the
panel mare uniform and will repain i wark-
abdity. Cantinue to rouph-chapa the panal by
stretching and shrinking until the flexible
thape pattern comiortably fits the panel, Al
this point, the English wheel i used to
smaath the panel. With heavy pressure, the
lumps from the hammering quickly disappear
a4 you frequently check for it against the
flexible shape pattsrm tn AR ire Ao 3reat Sre

nuprstratrhed, Az the panel becomzts

smoather, the fit of the flexible shape pattern

is dhosely monitored,

Another shaping technique wsed by many
i the English wheel, \With this method, no
shirinking takes place, as the panel 1§ shaped

yid
completely by

DULIL's 3 SOvy Drocess, |hefront

wiarks fine

half of this left rear fender, for example, was

shaped using the English wheesl
With the

tis fit to the buck and damped into

it

panel frmng the Aexible

thape

patterm,

The rear Wikvs fenderscan be b

directly to the buck, which s d

Img hokes in the pangt along the bol
(before mounting the panel 11

This helps secure 1

'1f":|:'.- e Lp the front-and rea

fiexible shane pariern was m

from the origenal fender and cut ineo & front

and rear

er. This
o for !U!F neE the twio ha
lastened 1o the Buck e
ed together while it 1o the buek. Th

the buck for TIGawelks

I5 then remaoved fro

of the

to the pext. starting in the cenier

panel. Upon compie

wisld, ERe Wgid 15 dcancd up as r

CALSRS he metal o

the welding proces

FEMOVE 'Warping, Hy

tolly, the weid is crushed by

e aoiy C

packside (of the welded se3m) and thie strik

rig hammai- on the face of the

.ﬁ.r.\l}"'.' e neEayy Jl_,.'._' )
dally (to suppert the hammer blowa] will

keep the el from

causng a dent in the pansl, A few light hian

I takes 1o sretch the neat-

mer blows 15 3

affected area, thus eliminatng warping, The

WEIDS 1 bpth sides of the |_-‘-.':~ |

are gressed on

and trised Up by using a shpl:-'-r and dolly,

necesiary, before procesding to the next
weld. The trick is to-stay in complete contre
at all imes. When a panel i divarted during
ing, the heat-affected zone needs to be
£ the

utside the hagt-

stretched o reiieve the stress causin
MEVER

ECQ TONE,

k& panel o

which & baskcally the blued
rounding the weld, This will only

CHlse Cyersiretl '-I|'-|t In-an area not affected

After the welding process is complete

nd the we

LEam hat been cleaned up, use

3 wioe; Diack felt-tip pen o mark the ares
Then, using
gr-guality sand-

the surface. Thiz s

-2and ovel

much ke block-s=anding prinser with a gulde-
sanded. The
nk thit 15 left marks the low spots. Using a
golly along the

Dackside of the pane| AgAINST 3 low area

are then

sapper ard dodly. work the

whille lightly ¢

anping the high ares with the

slappar. This is an aff-dollv technigue and will
nat stratch the metal any further—it's anly
mening the metal arodnd at this point.
Closely monitor the blaws where the dally &

creating a shiny spot at the pant of impact.
dIJC

For overstretched areas, a shrinking

= o0l 0 chiokee. (1

will yield perfect results
¥ Time with just 8 little patience and prac

Fandy

For more Infarmation en

Fergusem and Forguson Coachbullding, cal

&18 1972 or st werwl ferausoncaachs

bullding.com., And for more information on
the Bulldaff cars, cantact Woody's Hot Rodz
35, oo wisiy

z.com, SlB

FULR I Ly

WhRw,wWoodyshotr

11} Fram this angle, you can see that the fend-

9} A quick check for fit ta the shaps pattern

i 1) After more whesling, the shape pattem fits

i the panel tightly, The panals ara fit 1o the buck,
a5 this helps ansure proper slignment for welding
the two hailves together

mvesls there is more shaping to do. This is ar is securely fastened to the buck. These are

dona through a combination of stretching and
shrmking.

in the proper location for mounting the fender
to the body
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