Buil ding the K-8 Special Dirt Track Car Body and Frane

As Reported by W Klausler of the Mnnesota Dirt Track Association, Inc.

The K-8 Special is presented as a credible dirt track racing car, frame and body

which nay be within the limts of skill of the average body buil der and racing
nmechanic. If the builder will stop for a nmonent to consider the price which is
asked for conplete bodies and franmes for dirt track racing, he will realize
imMmediately that there is a reason for the price. Once he is engaged in the
buil ding of a frame and body for his own racer, he will be nore certain than

ever that the prices asked are fair. For those begi nners who are desirous of
goi ng ahead with their own cars fromthe ground up, the Plates 1 and 2, Figures
I and 2, of the K-8 Special will be found to be quite valuable able. It will be
noted that the body has excellent lines, and it mght be nmentioned in passing
that approximately two score autonobil es have been built fromthese pl ans.

Figure 3 illustrates sone of these race cars in finished condition, ready for
the track. It will be noted that the wheel base of the racer is 92 inches, which
iswithin the limts of the popular dirt track class. This chassis will take the

popul ar B Ford racing notors, such as are described in Chapter 7, covering the
Riley motor. Some of these cars are running with flat tops and others are al so
running with the Riley equi pnent. The K-8 body and franme, used in conjunction
with the Riley nmotor, will give a very close approach to what m ght be terned a
standard outfit for dirt track racing. Some very fast tinme has been nade with
this type racer, and, in fact, many worth while purses have been earned.

Unl ess the builder is accustoned to worki ng sheet metal and knows sone of the
tricks of that trade, he is certain to find the fabrication of the frame

and body to be a very tedious job. If he does not learn these tricks, it mght
as well be stated at the beginning that he is not going to conplete a body and
frame which will be a credit to the racing game. Needless to state, only the
barest of essential information can be given herein. Such fundanental
information as heat-treating of netals, stretching, shrinking, and formng

of metal s nust be mastered, understood, and used in the fabrication of a job of
this kind. On the other hand, the satisfaction which comes fromturning out a
sl eek, well-proportioned, neatly finished racing car is anple reward for al

the trials and tribulations which nmust be endured. The buil der who undertakes
one of these jobs can have the satisfaction of knowing that he is not
undertaking in untried or unproven piece of equipnent.

The first step for the woul d-be builder is to go over the plans very carefully,
maki ng a study of themto see how the different parts are inter-related. The
frame is illustrated in Plate 2, Figure 2, and the finished body is shown in
three views, Plate 1. It will be noted that all of the parts have been given key
nunbers, which are carried throughout the illustration in order to enable the
buil der to recognize the interrelation of the parts. The main parts of the body
are -- the radiator shell, which nust be evolved first in the design of any

aut onobi |l e body; the cow, which is second; and the tail section and seat, which
make up the third units. The hood merely serves to couple up the radiator shel
and the cowl section, resting thereon. It is relatively easy to form






FRAME. Practically all nmodern dirt track racing cars are constructed with a
round front end for the frane, as shown in the plan view X-5, Plate 2. The stee
to be used is 10 gauge S. A E. 1025. The | ayout shown at X-6, Plate 2, is used if
the side nmenbers and frane are to be made fromflat stock. The dotted |ines
represent points at which the frane is to be fornmed by bending. One of the
finished side nmenbers is shown at X-2, and the sections X-1 and X-3 give

the workman an idea of the forminto which the | aid-out netal, as shown at X-6,
is to be forned.

After the channel has been formed up, the bend to give the rounded front is
started 15 inches fromthe front end. The ends of the two sides are brought

t oget her and wel ded. This X-9 is worked out fromthe 10 gauge netal and is

laid onto the top of the two side nmenbers after they have been forned and wel ded
in place. An additional reinforcenent for the spring nounting is shown at X-8.
This is made up and wel ded in place under the 5 inch proj ection which is used
for the spring nount. The rear horns of the side frame are provided with a hap-
over for the axle and are turned inward in order to conformto the general shape
of the body. To bend the hop-up, a cast iron formis used. This is clanped to
the netal with nany C cl anps and worked over with a hanmmer and heated with a
torch. If desired, a formnay al so be made up for the front end, either from
cast iron or from heavy bar stock forged to shape. The wei ght of the finished
frame is approxi mately 69 pounds.

Cross nenbers nust be made up to accomopdate the type of springing used.

O dinarily, of course, this is the usual Ford springing, and it is possible to
aciapt a cross nenber froma 1924 Mddel T or earlier nodel to the rear cross
menber use. Qther cross nenbers for the frane nust be worked out and adapted to
the nounting of the engine and the axle and transni ssion parts.

USI NG OLD CAR FRAME. It has been discovered by dirt track car builders that the
1926 and 1927 Essex frame nenbers nmake a desirable type of frane. Sone of the
bui |l ders use these by stripping them down conpletely fromthe original frame and
wel ding all of the holes shut. The rear of the frane is |onger than needed and
it is necessary to rework this to conformto the general char acteristics of the
frame shown. This is shown at X-7, Plate 2. In bending the Essex frame on the
front, it is not necessary to vee cut the channel legs, but it can be forned an
the anvil and worked with the hanmer, upsetting where the ine-al tends to buckle
by hanmmrering out these winkles while the netal is hot. Do not heat beyond a
yel l ow heat. The bend in this case is started again 15 inches fromthe front,
and the general effect of the plan view X-5 is secured by assenbling the plate
shown at-X-10 on the front of the Essex nmenbers after they have been drawn into
form The weight is approximtely 78 pounds.

The Body

BODY METAL. The layouts for the sheet nmetal parts of the body appear on Pl ates
and 2. The builder will have to determi ne whether he is going to nake use of

al um num or whet her he expects to use autonobile body steel for the body. A
savi ng of about 30 pounds ran be obtained by maki ng use of the alum num If
alumnumis used, it should be 14 gauge, which is about .070 inch thick. If body
steel is used, it should be 20 gauge. The steel body is nuch cheaper and
stronger and is an ideal body for barnstorm ng about the country. The al um num
is easy to formand makes a better |ooking piece of work, but it is clained to
be not as durable and his nore of a tendency to crack under strain. Gay plate
alumnumis used and it is anneal ed by heating with the torch prior to formng
If steel is used, the weight of the parts will be: Tail and seat conbination

31 pounds; cowl section, 22 pounds; radiator shell, 12 pounds; naking a total of



65 pounds. If aluminumis used, the tail and seat section will weigh 20 pounds;
the cowl section 13 pounds; and the radiator shell 9 pounds; neking a total of
42 pounds.

Fig. 1. Can bulll ever K-8 plam

RADI ATOR SHELL. The radi ator shell shown by the key letter Din the drawings is
best nade by shopping at used car graveyard. Find a 1926 or 1927 Bui ck sedan or
a car having a sinmlar body formation.(An early Studebaker gas tank may be
used.) The parts desired are the rear top quarters; that is, that section of
fornmed sheet netal which lies to the side of the body, back of the rear - nost
side window and to the end of the rear sedan wi ndow. Proceed to cut out a
section which is considerably |larger than is needed. Two of these sections then
can be taken to the shop and fornmed up to conformto the general style of the
shell shown at D. One of these sections appears at D-1 as viewed fromthe rear
of the Buick car body or fromthe front of radiator shell, and at D-3 as viewed
fromthe side. Wien the left and ri ght sections have been brought together, they
shoul d be wel ded. The anount of netal to be cut out to give the heart -shaped
center depends upon the design of the radiator grille which is desired. This
allows the workman a little freedomin working out a design which suits the
material at hand the which pleases his eye. A suitable radiator ornanent can
ofttimes be picked up for the top of the shell. Best practice indicates an
ornanent which is relatively snboth and free fromprojections. The snall piece
of nmold which is shown to the upper left of the radiator shell at D-3, Plate 1
may be sweated onto the shell, or if it is desired to have a center to the
grille, it may be run all the way down, as indicated at D-4. The grille itself
may be worked out by utilizing bars running vertically or crosswi se. In sone
cases the workman may be able to pick up a perforated or cast radiator grille
whi ch woul d suit his own particul ar job.

In order to protect the raw edges which are secured when the section for the
heart-shaped center is cut out, it is a good plan to nmake use of a piece of nold
as shown at D-2, Plate 1. Rivet or bolt this to the raw edge, form ng the netal
as you go. A blow torch or welding torch will facilitate this work. Have the



nold a bit [onger than needed as the work is started so that enough will be
available for a conplete half w thout splicing. The nounting for the radiator
shell is made froma strip of flat stock 1/8” inch thick and 2-1/4 inches wi de
by 26 inches long. This is bent as shown, on the dotted Iines at E and D-4,
Plate 1. Wen the ends are finally formed up as shown, the nounting should fit
over the radiator shell and nmay be attached thereto by riveting or welding, or a
conbi nati on of both. The projecting ends on this will nmount on the car frane to
support the radiator. Wen the shell is conpleted send to the plating works to
be plated with nickel or chrom um

THE COAL SECTION. The cowl section is shown by the key letter B. This is
supported on a frane which should be nade up fromangle iron or square tubing,
or a conbination of both. First the workman should get out the cow frane and
the aluminumfire wall as shown at K, J, and | in Plate 1. Two of the franes J
are required so that they may be riveted together. The alunminumfire wall Kis
bolted into the forward franme with 6 bolts. Al details of the frane section B-7
shoul d be worked out before form ng and covering. The dash may be nade up
assenbled and the fire wall may be installed. Do not fasten this in permanently
until the engine is finally conpleted and in Place as the bottomof the fire
wal | rmust be cut out to fit the engine housing. It mght be bolted in
tenporarily as the body work goes al ong.

FORM NG UP THE METAL FOR THE COAL SECTION. The patterns for the netal for the
cow section are shown at B-1 to 3 in Plate 2. In laying out this nmetal, it
shoul d be made to conformroughly to a fit over the cow frame. It is suggested
that no great hurry be had in laying out the sections B-2 and B-3. The better
plan is to have the side sections laid out and bring themto formover the cow
frame as near as possible, attaching themtenporarily with clanps, after which
the section B-2 should be laid out to fit. After this section has been fitted in
and nmade to conformin a general way with the sides, it will then be possible to
cut out a section famliar in shape to B-3 which will run around the cowl. If
these units are all worked out to rough shape and then wel ded together, using a
good flux in nmaking the weld, it will be found that the general shape of the
cow has been secured. After that it will be necessary to nake use of the dolly
bl ock and pl ani shi ng hammer, going over the netal, drawi ng and shrinking, as is
indicated in order to secure a snooth, one-piece appearance of a good job of

wor k.

The rear edge of the cow is stiffened and strengthened by neans of a 3/4 inch
hal f-oval al um numor steel nold laid into the cowl fr ombeneath and attached by
nmeans of counter-sunk rivets. This forns a safety protection, as well as adding
the necessary strength. In reality, this constitutes a third cow franme nenber,
joined to the nenbers j and | to give a good, strong job. The menber s J and
shoul d be covered with hood | acing, over which the coww will be drawn down and
secured. In order to hold the cowl, the cow side nenbers, made up from angl e
iron shown at N, Plate 1, are riveted to the bottom edges of the cow side B-1.
When assenbling the cowl frane to the car frame, the angle iron feet are
attached under the upper legs of the frame side menbers. This requires 6 speci al
bolts, used as shown at B-8. The center head of the bolt fits into a countersunk
hole in the car frane. This construction |eaves the top of the car frane free to
nount the cowing and trimnolds. The upper nuts may be Chevrol et Val ve Cover
nuts either chrone or nickel plated. This construction allows the renoval of the
cow cover to pernmit access to the chassis for work thereon w thout renoving the
cowm frame. Naturally, the dash and the steering gear are attached to the
Cowl frame, as well as the tank O which appears at 3-4, Plate 2.



ey 3 ) P
sume b i e dasees | () T
nwhtmwmlﬁg .ﬁ. | EE— i —
@ e it s
k= fr— Imm__m+|ﬁl4n__r| o 4
Th [woe _ ¥
— fo/ ——4

fmoag) UOLJBAR T 3PIC

Pueey DL EWL

e T

L1

im0 rnkey
yoey sopmpey

T

ﬂ

Fig, | [Plaiw i) ¥4 Dl Track Racer







TAIL OR DECK SECTION. After the main- part of the tail section A-1, Plate 2, has
been laid out, it should be carefully trimmed to line. The upper edges of the
parts A-1 should be turned inward to give the characteristic rounded effect, and
the 13 inch straight dinension at the rear should be fornmed over a rounded netal
dolly to give sone width to the tail at that point.

The section A-2, which constitutes the top deck, should be laid out and forned
up bring it to the approxinmate lines of the sides A-1, A-1 after that section
has been forned. Make this section larger than woul d--appear to be needed, .so
that when it cones down onto the sides, some netal has been allowed for trinmng
of f and for welding. The bottom section A-3 is formed up in a manner simlar to
the section A-2. It will likely be necessary for the builder to work out these
three parts nore or less in conjunction one with the other so as to have them
conformto the desired shape.

There are several nethods which nmay be used in bringing these parts A-2 and A-3
to the approxi mate shape desired. One of these is to build up a rough nold out
of wood, into which the netal nay be forced, stretching it as it is forced in.
If a considerable width is left to the edges of the netal, this will serve to
hold the nmetal from buckling on the edges while the center is being stretched
out to conformto the desired shape. O course, if a power hamrer is avail able
it is possible to take these sheets of netal under the hammer and formthem up
by working themin the usual fashion when hand forni ng body panels in a
conmer ci al shop

The | east expensive nethod is to use a heavy tinner's fornm ng hamer and work
the netal by laying it on the bench top and holding up the different sides while
hamreri ng and drawing to get the desired shape. If the parts are steel, they
nust be the desired shape before welding on the top, but if alumnumis used
much of the fornming can be done after attaching.

VWil e the al um num can be formed to perfect shapes and filed to a snooth finish
it is alnbst inpossible to nake a perfectly snmooth job with steel, but this
netal can be filled with body solder, or glazing putty is quite satisfactory.
Never use gas sand gl azing putty when putting on a very heavy coat, as this wll
cause it to crack.

If the job is being hand forned, it will be necessary to have dolly blocks and
pl ani shing hammers to go over the work so as to snmooth out any irregularities
and nake the edges cone to shape, conformng one with the other. After the three
parts are approximately in the formdesired, it is then a good plan to trimthem
to approximate size and turn the edges inward about 5 of an inch " the way round
where the welding is to be done- This will then forma slight vee into which the
wel ding netal may be worked as the wel ding proceeds. In case the netal is
fractured or ruptured where the work of fornming it proceeds, this should not
occasi on undue worry, as the torch should be resorted to inmediately and the
break wel ded up. Then the stretching or formng of the metal may continue. As
the hamering on the nmetal proceeds, it will be found that the nmetal takes on
tenper or hardens, with the result that it is springy and difficult to work.
When this has occurred, it is necessary to use the torch to heat the netal, in
the case of the steel, to a dull red, and then allow it to coal, which will
anneal it. The sane practice holds with reference to the al um num except that
the degree of heat is |ess.



SEATS AND BACK. The layout for these two units is showmn at A-5 and A-6 in Plate
2. Lay out the seat section to the sizes shown and told on the dotted line. The
back section is laid out as shown, and, after being forned up to fit into the
deck section, it is riveted to the seat section to nmeet up with the edges where
t hey have been turned in. The side rails shown at A-2, Plate 1, should be
assenbled to the side A-1 when the seat section A-6 is riveted to them that is,
rivet the nmetal A-1 between the other two, using the rivets to hold these three
units together.

The cushion is nade up to lay in the seat section, and -the back is uphol stered
with inmtation | eather nade to come out and button around the tail section
shell. Very often it is a good plan to have the seat cushion and the back

uphol stering sewed together to that they are renoved or installed as one unit.
The gasoline tank, of course, is housed within the rear or deck section ;
however, it is not anchored to that section in any way, but is anchored directly
to the frame by nean of three-point suspension. The nethod of formng up the
gasoline tank is described in Chapter 7, dealing with the Mbodel B Riley notor.

HOOD. The hood for the racer is made in one piece, or, if it is to be equipped
wi th hinged sections or renovable side plates, it may be nmade in three sections.
Little difficulty need be experienced in formng the hinges if a hinged section
is desired. Look over an old hood for the details, or formup an experinental
section. Mking the hood conformto the cow and radiator shell is a relatively
simpl e process inasmuch as both of these are fixed and but one type of bend is
required. Naturally, the exhaust manifolding and tail pipe nmust be taken into
consi derati on when naking up the hood section

O L TANK. The details of the oil tank appear at 0, Plate 1. After the parts of

t he tank have been gotten out and formed, they should be assenbl ed by neans of
wel ding. It is suggested that 18 gauge steel be used for the tank. The interior
of the tank should be cl eaned thoroughly. Have a good filler tube and cap
provided. The oil tank is used to operate the engine by the dry sunp nmethod. The
one opening in the bottomof the tank is to take the oil off and the other is to
punp it back. If the return line is brought up to the filler neck, the driver
can take off the filler cap and see if the oil is being punped back Many drivers
run into difficulty when the scavenger punp is not functioning as the one punp
will punp the oil into the notor when it is heavy or cold, but if the notor is
speeded up, the scavenger punp loses its prime and results in the crankcase
filling up. The position of the oil tank in the cowl frame is indicated by 0 in
Plate 2. The capacity of the tank is 2-1/2 gallons.

BUI LDI NG THE RADI ATOR. The radiator core is 4 inches deep by 12 inches w de and
16 inches high. The details of the assenbly are shown at F on Plate 1. It will
be necessary to nmake up the top and bottomtanks for the radiator. These shoul d
be made from 20 gauge copper or brass. Copper is less likely to crack under

vi bration. The form of layout for the upper tank is shown at H Plate 1, and for
the lower tank at G Plate 1. These tanks may be made up by any sheet netal
worker, or, if the builder desires to make them up hinself, he should follow the
usual sheet metal practice in making up joints which are strong enough to hold
under the severe racking the radiator will receive. An exam nation of the core
when it has been secured will show that there is a point of approximately 1/4
inch all around the en<is of the core to which the edges of the tank when laid
out are to be sweated or assenbled. Make very certain that none of the water
passages are cut off when the tanks are sweated to the top and bottom It will
be noted in this design that the upper tank is given considerable overhang and
that the filler tube for it is set back so that it will cone under the hood
bei ng conpletely covered thereby. It is just as good design to have the filler



cap on the outside, as it ran be filled in a hurry, or the water |evel can be

i nspected without lifting the hood. In this design cut a hole through the top of
the radi ator shell and bring the neck through to allow the cap to lay close to
the shell. When putting in the overflow line, nake certain that this is at |east
3A inch copper tubing. One-half inch would be preferable. In sone cases, it has
been found that the extrene speed at which the punp operates causes the water to
tend to overflow through this tube. This is because of the fact that water wll
not run down through the tubes of the radiator core at a speed equal to that at
which it is being forced back into the upper tank. Some buil ders overcone this
difficulty by installing sone direct tube connections between the upper and

| ower tanks. These nmay be ahead of the tanks or to their rear, provided that
they do not obstruct the other parts of the assenbly at the rear. If installed
at the front, they should be back of the radiator grille; otherwi se, they are
unsightly and subject to injury. The side plates are provided as a neans of

assenbling the radiator care into the shell. They were attached to the radiator
core and tanks by neans of soldering, and the radiator assenbly is then bolted
into the radiator shell. The hose outlet attached to

At this point our copy of the article ends.



