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President’s Message

Thank you to everyone who voted for me. | would like to thank Jonathan and his executive (and
volunteers) for a great Xmas party, especially my good friend Keith who picked us up and
returned us home as a sudden storm was keeping us at home. | am glad | was not drinking
because | was sure | saw 2 Santas at the party. A very good evening.

Anyway | hope everyone had a good Christmas and a Happy New Year and planning a good T
year. Christmas was so nice | had my T out, running up and down our rural road. Now with
winter finally arriving we can park the Ts and think back to our good and busy summer.

Plans for 2012 are starting to appear, signs of another good busy summer, so warm up the
garage and get busy.

Kewvv




Message from the Editor

Well here we are - the start of another year. | have started working on my winter projects by pulling
the engine out of my 26 Touring to fix the vibration and maybe find out what was causing it. It
currently has 0.030 over aluminum pistons and | will go to 0.040 over. | have also ordered a Scat
crank, basically stock T except the main journals will be 1 7/16 inch. | will balance all the rotating
parts starting with the transmission. | will post progress reports as | get further into the disassembly.

Update: found clutch drum not a press fit on shaft, one loose triple-gear pin on the flywheel, & one
loose triple-gear bushing in the gear. Weighed the triple gears they were 1039, 1039 & 1040 gms!

Could all the new & returning officers & directors check your information on the back page please.

Chwris

Harry Lillo having some fun in the snow (notice tire chains)

T Footnotes is published 9 times a year by the Foothills Model T Ford Club, Calgary Alberta - Chapter of the Model T Ford Club of
America. This newsletter is dedicated to the preservation, restoration, and enjoyment of Model T Fords by all Flivver enthusiasts.
Opinions expressed in “T Footnotes” are those of the authors and are not necessarily those of the Foothills Model T Ford Club. Articles
may be reprinted provided credit is given. All information is provided for your enjoyment and education only. No one associated with
the T Footnotes can be held responsible for errors, omissions, or misinterpreted information even though all efforts will be made to
ensure correctness of the articles.
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Minutes of the Foothills Model T Ford Club Meeting
November 23" 2011 Aerospace Museum

At 7:40pm the meeting called to order by President Jonathan Watson. There were 37 members in
attendance. New members Glen Howton and George and Robert Ellis have a 1923 TT Truck and
1924 Touring were in attendance. We welcomed visitor Dennis Sanford from Texas, he and his wife
Deanna have a 1926 Roadster as well as a couple of parts cars.

Minutes: Kristen Anderson — Kristen read the minutes of the October and requested they be
adopted as presented. Seconded by Robb Wolff. Carried.

Treasurers Report: Ross Benedict - Ross moved the financial report for October is accepted, as
presented. Horace Bauer seconded. Carried.

Correspondence:

e Wood for Fords / Fordwood - owned by Cubels’ — Henry and Anna — carry plans for wooden
bodies - advertisement

e Vintage Ford featuring the barnyard cruisers.

e Jonathan found the 1988 Tour plaque but not the plate yet.
e Thank you from Mustard Seed

e SVAA list of events and renewal form

Membership: Eileen Jewell — Eileen reported that we have 29 paid memberships and 54 MTFCA
#'s for 2012. Eileen will be taking membership dues at the meeting. Christmas Party will be held
Saturday, December 3 not the 4™ as reported in the newsletter.

10-year pins were awarded to
e Ken & Barb Canning, Bill & Jackie Price, Tom & Margriet van Dijk, Eileen will mail out the rest
e Walter & Geneve Jaburek, David & Marie Smith, Thomas & Donna Will.

The 25-year pins will be mailed out to Barb Burgess and Ken and Beth Taylor.

Tool Curators Report: Glen McDonald — No report as Glen was at the hospital to see his new
grandbaby. Jonathan reported that he has the Strobo Spark Tester.

Editor's Report: Chris Brancaccio — Almost ready, extra copies of past issues available for pickup.

Directors Report: Keith Robinson - congratulated Robb and Chris for the work on the Vintage Ford
/ barnyard cruiser issue. Keith reported that the Museum is now closed and only the ambulance is
waiting to be moved to Richmond. He also requested that members vote for the new Board of
Directors, ballets must be mailed prior to December 1*. Membership forms for anyone wishing to join
can be found in our newsletter or on the websites.

Librarian’s Report: Jonathan Watson — New Vintage Ford arrived on Monday.

New Business: Art Jewell reported that he is now able to order new name tags if anyone is
interested.

SVAA renewal was part of correspondence, Robb Wolff moves that we renew as we did last year.
Seconded by Chris Brancaccio carried.
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Tour Director’s Report: Bob Hauswirth, Sam Squire, and Tom Van Dyke

e Peter confirmed that our club could join in the open house that is held by the ATHS in
Lethbridge to see George & Melody Kirkham’s International Collection. Peter will email and or
telephone with more information closer to the date, which will be January 3".

e Three Hills celebrating 100™ Anniversary, so extending Cruise Night and would like to have
Model T’s on display, could then go to Cliff's for a barnyard cruiser display, This will be the first
weekend in June and could perhaps be linked to the President’s Tour.

Update Engine rebuilds — The engine rebuilds are continuing with members learning to do by doing
the work. Les and Robb have been babbitting and Glen has been working on line boring. Engines
are progressing nicely. Peter has been helping out with some sheet metal projects as well. There will
be two more sessions before Christmas — November 26™ and December 3". Hopefully Les will focus
on turkey cooking on the 3™ and the turkey will NOT be cooked in the babbitting oven. Les and
Murray have tracked down a front brake assembly, if club wants to make some.

Robb has found a Babbitt melting pot for approximately $49.00 and also an engine lift for
approximately $30.00 — both would be great additions to the club list of tools.

Motion: Robb moves that the club purchase the Babbitt melting pot. Les seconded, Carried.
Motion: Peter moves that the club purchase the engine lift, seconded by Robb, Carried.

Merv Lawrence in Saskatchewan is moving to a nursing home, his son is working on selling his Model
T parts — coils, carbs etc. Contact Harold Frischke 403-933-5358 for more information.

50/50 won by Ross Benedict.

8:40 adjourned in order to have the election of officers for 2012.
Thanks to Ross and Robb for the donuts.

The results of the election are as follows:

President: Ken Canning

Past President: Jonathan Watson

Vice President: Nominated Tim Pearson — Declined
Nominated Robb Wolff — Accepted

Secretary: Kristen Anderson

Treasurer: Ross Benedict

Membership Secretary: Eileen Jewell

Tool Curator: Glen McDonald

Tour Committee: Robb Wolff, Harry Lillo, and Roy Fulton
Directors: Peter Anderson, Jonathan Watson
Editor / Web Publisher: Chris Brancaccio

Librarian / Historian: Jonathan Watson

Thank you, to Art Jewel for his work organizing and running this election. Thank you to all club
members for accepting positions on the Club Executive.
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Another forum thread

Engine knock ---driving me crazy
The rest of the story

http://www.mtfca.com/discus/messages/17937
4/251244.htmI?1323288065

Tom VanMeeteren on Sunday, December 04,
2011 - 07:34 pm:

After pulling my hair out for the last 2 1/2
weeks chasing an engine knock that several
other retired mechanics couldn't diagnose
either, | finally found the elusive knock.

Thursday evening | took the engine back out
for the 4th time. (I am really good at taking
engines out and putting them back in now)
Friday morning | reread the thread on the
forum with suggestions from other Model T
people and slowly eliminated the ones that |
knew | had tried. The thread from Kohnke
Babbitting about twist, bend and offset of the
rods seemed like a reasonable place to look
next, so | called Herman Kohnke and visited
with him about my problem. What he told me
really made sense and he described my
problem to a T. | only live about 3 hours away
from his shop so told him | would pull the
pistons and rods and see him about 11:45AM.

Herman dropped what he was doing on other
people’s projects and gave me a crash course
on bend, twist and offset for connecting rods.
Then he proceeded to work over my rods. One
rod was really bad and it took about an hour to
get it to his liking. (we were talking about Model
Ts too) The other rods weren't as bad, but still
needed some tweaking to get them straight
and to his specs.

| never knew that rods could be that far off and
have never heard of any of the babbitt shops
doing a straightening job on rods. Maybe they
do and just don't mention it or charge
separately for the process. Anyway, | was
totally impressed with Kohnke and his shop.
This guy knows babbitt and model T engines.

Next time | do an engine, Kohnke will do the
job.

| put the engine back together Friday night and
Saturday and put it into the car on Sunday
afternoon. When | started it up, NO MORE
KNOCK!

My wife was helping me with the final touches
and she was just about as happy as | was. (I
don't think she was looking forward to helping
pulling the engine for the fifth time)

Moral of the story- have your rods straightened

Frank Harris on Sunday, December 04, 2011 -
07:43 pm:

Frank Harris thanks you for taking his advice. |
sold a very nice 1913 Touring because |
thought it needed re-building and let it go too
cheap. That's | why | posted my little story. :~(

Kerry van Ekeren. (Australia) on Sunday,
December 04, 2011 - 08:52 pm:

I'm curious as to how the rods had problems,
did it happen while assembling, i.e., twist while
tightening wrist pin bolt.

| check my rods, then pour and machine the
big ends square to the wrist pins, now if others
do that | don't know, but to look for and alter,
not so much of the twist, but straightening a
slight few thou bend after the big end has been
machined to align with the wrist pin, will alter
the trueness of the rod, giving - not solving
problems.

Norman T. Kling on Sunday, December 04,
2011 - 09:17 pm:

You can eliminate the problem caused when
tightening the wrist pin bolts by putting a large
screwdriver or other rod which will fit into the
wristpin and either fasten the rod in a vice or
lay it on a bench so that you are tightening
against the wrist pin rather than against the
rod. All babbitt pourers should check for
straight rods before they pour them. They can
be twisted so that the pin isn't parallel to the
crankshaft in several directions. One of the
knocks caused by bent rod is that the rod will
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move front to back as the piston goes up and
down, and although it is tight enough within the
bearing, it will knock front to back. That will
make a knock at certain speeds, especially low
speeds. You can also get a problem with the
piston being tight at the bottom on one side
and at the top on the other side caused by the
wrist pin leaning to one side etc. Not only will it
make a knock, but will also wear out cylinders
and pistons faster.

Norm

Kohnke Rebabbitting on Sunday, December
04, 2011 - 11:03 pm:

Kerry, you said ((but to look for and alter, not
so much of the twist, but straightening a slight
few thou bend after the big end has been
machined to align with the wrist pin, will alter
the trueness of the rod, giving not solving
problems.)) This is just simply not true, as | see
you don't understand the process of
straightening a rod, and this is just not Model T
Ford, this is every rod, in every engine that was
ever built. I am just guessing that you use a
milling machine, to do your rods? There is no
machine in the world that will machine a rod
good enough to just put it in an engine without
checking trueness. While you can bend a rod
out of alignment various ways, and using
stupidity as your guide, these rods were bent
from the machining process. Unless your rods
have been run over by a truck, trying to
straighten them before machining, is a waste of
time. The wrist pin, and crank hole after
machining is what you have to be concerned
with. Twist, Bend , and off set. We use a piston
vice to put in the wrist pin, and to take the rod
caps off, we slide the rod over a shaft, about 5
to .010 thousandths smaller, and brake the
nuts loose. Norm, as far as rebabbitters check
rods for alignment, there are several the say,
oh we don't have to, as the rod lathe cuts them
straight. Checking rods for alignment is just as
important as boring cylinders straight! Thanks
Herm.

Steve Boothroyd on Monday, December 05,
2011 -12:13 am:

Has anyone considered creating a CD or
handbook on the basics of babbitting / line
boring Model T Blocks and / or rods?

| think it would make great reading even if
owners had the babbitting done by a pro.

Regards,
Steve Boothroyd

Kerry van Ekeren. (Australia) on Monday,
December 05, 2011 - 12:18 am:

Yes Herm you must be right, | don't
understand, after 40+ years of engineering for
me to think that | have 2 aligned holes on one
shaft and then go and bend it someplace in-
between, I'm still going to be running true,
mmm!! fool on me.

Kohnke Rebabbitting on Monday, December
05, 2011 - 02:25 am:

Yes Kerry, your statement tells me you have
no idea of what the rod alignment process is
about. You may not believe this, but when |
was born, | didn't know S%$# either. As my
Dad used to say, he knew of an 80 year old
man that drove a Model T all his life, and he
still couldn't drive. If you, or anybody on here,
has trouble understanding the rod alignment
process, order a Model T, K. R. Wilson tool
catalog, there is much reading, and it will
explain it all. Kerry, even if the twist and bend
were close, there is an 80 percent chance the
offset is out, and that right there is enough to
screw up a cylinder, Bring up rod alignment on
the net, there is plenty to read. Herm.
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Kerry van Ekeren. (Australia) on Monday,
December 05, 2011 - 03:00 am:

Yes Herm, We had a local machinist that was
criticized by all in the trades for over
engineering everything he did, it was his way
or no way but he proved to be right in the end,
he retired with the millions of $'s. I'm still
working, but | can tell you | never have to do
the same job a second time for free, it's right
the first.

Kerry van Ekeren. (Australia) on Monday,
December 05, 2011 - 03:37 am:

This is the simple thing of alignment you are
trying to tell me that | don't understand, well
Herm, I'm telling you, do any of those
adjustments after the big end has already been
machined to match the wrist pin alignment and
that big-end bearing will no longer be true to
the crank.

®
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David Stroud on Monday, December 05, 2011 -
05:37 am:

Maybe I'm missing something here. | just don't
understand why you would straighten rods
after they have been poured. | would think they
should be straightened before they were
poured so that the babbitt would be even in the
bore. Doesn't make sense to me, but I'm not an
"expert" by any means, although | have been
around machines from Model Ts, dozers, hot
rods, trucks, cars, bicycles, and helicopters for
over fifty years. | am from MO., you have to
show me. | will be the first to admit that | am
wrong if shown. Dave

Bob Shirley on Monday, December 05, 2011 -
06:26 am:

After the final pass is made on the rod bore if
you remove the rod and reinstall it flipped over
and make a check pass this will tell if your
setup is on the money. In my mind, this should
work on whatever jig or machine you use. The
offset is checked the same way. And if your still
not sure, cut mandrels for the pin and bore.
Bolt three or four (| wish you lots of luck with
the fourth ), finished rods on the pin mandrel
and pass the rod mandrel through the bore.
This little test will tell volumes.

Tom VanMeeteren on Monday, December 05,
2011 - 08:56 am:

| can tell you this, that no matter what you say,
straightening the rod after the babbitt has been
poured DID get rid of my knock. End of
discussion, | am a believer. | trust Kohnke and
what he told me, he fixed my problem.

Roger Karlsson, southern Sweden on Monday,
December 05, 2011 - 09:31 am:

Tom, your rods may have been bent after
rebabbitting - it's too easy to bend a rod when
tightening the screw for the piston pin. (Norm
explains how to properly tighten them in a post
above)
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Kohnke Rebabbitting on Monday, December
05, 2011 - 12:47 pm:

Kerry, you have got a lot to learn! Your last
statement, is pure IGNORANCE!

Kohnke Rebabbitting on Monday, December
05, 2011 - 01:08 pm:

You guys are starting with a false premise that
when a rod is machined, they are straight,
THEY ARE NOT. There is no machine in the
world that will machine a rod straight. Even if
the twist and bend is close, or sometimes one,
or the other, the offset can be as far as a 1/4
inch, and unless you put it on a accurate rod
aligner there is no way to tell, and just like
looking at a bent Model T pan, if it hasn't been
run over by a truck, you can't tell it is bent, or
how far out the pan is without a jig.

Richard Gould on Monday, December 05, 2011
- 01:39 pm:

Let me add one thought to this heated
discussion. IMHO, measuring for bend is
meaningless unless the piston is installed on
the rod. | also do all my measurements with the
rod on the crank that will be installed in the car.
| set the crank in a lathe and install the rod with
a thin shim wrapped around the crank journal
to hold the rod fast. | fashioned a jig to
measure bend by referencing on the piston
wall for and aft. Measuring both sides insures
my jig is set up correctly and | don't get a false
reading. If | get less than .003" tilt | figure | am
good. | measure twist with the wrist pin
installed but not the piston. Many if not most
period rod alignment jigs also measured bend
by reference to the piston wall with a horizontal
bar at the bottom to hold the big end of the rod.
There were different diameter bars depending
on the size of the rod. | figure using the crank
that will be in the car with my jig insures the rod
will be vertical as installed.

One more thing, | personally don't worry about
a LITTLE offset, it doesn't hurt a thing. Bend is
the big enemy.

Although | sometimes get offended with the
way Herm writes off ideas of others he
disagrees with, | generally agree with the
merits. Re his statement that you can't trust
rods out of the boring machine to be straight, |
completely agree. Before | did my own engines
| had a number rebuilt by a well respected
builder in N. Cal. Most of the time the rods
were within my .003" limit, but sometimes they
were out, on a couple occasions, way out. You
need to check them.

Jerry VanOoteghem on Monday, December
05, 2011 - 02:01 pm:

Although Herm may be stating things in a
slightly rough way, he is 100% correct.

Straightening before pouring or machining is
only of value if the rod is way off to begin with.
Like maybe if a crankshaft broke and really
bent up a rod. Otherwise, it's close enough.

Straightening after pouring and before
machining is impossible because there is no
precision bored babbitt to measure to.

It is only after finish boring the babbitt that you
can see just how good you've got it and how
much tweaking it needs. Kerry's inspection
drawings are fine and are what should be done
after the rod is bored. Kerry's assertion that
adjusting the rod after machining will somehow
result in poor alignment is not correct. Just
simply machining the rod, no matter how
careful you are, and blindly trusting the result,
will not necessarily yield a good rod. Post
boring inspection and adjustment of the rod is
necessary to assure correct alignment and fit.




Forget for a moment that we're discussing rods
here. From the point of view of any precision
machinist, you would never take your finish cut,
remove the part from the machine and hand it
off to a customer to use until you inspected
your work. The same with connecting rods.
You finish bore the big end to the proper
diameter. Then you remove the rod and check
it for bend & twist. You then adjust the rod to
bring both big end & small end centerlines
dead parallel to each other. If someone is
skipping that last step then maybe they're lucky
enough to finish bore the big end "close
enough”.

| worked on an engine for a friend of mine a
couple of years ago. His crank was .017
undersize. | had him buy a set of rebabitted
rods, finish bored for a .030 under crank. | set
the first rod up on my mill, aligning the small
end with a pin set vertical in a V-block. I quickly
discovered that | couldn't get the big end
picked up such that it would clean-up if | were
to bore the additional .014 | needed. Checking
the rods, | discovered that they were all bent
approx. .034 and twisted .017!"! This was as
delivered from a well known, highly respected
rebuilder. | will not name them. | corrected the
bend & twist, bored them to fit the odd sized
crank, then RECHECKED for bend & twist. |
got them within .005 right off the mill. A little
readjustment got them with .001. Good enough
for my satisfaction.

Kohnke Rebabbitting on Monday, December
05, 2011 - 02:10 pm:

Jerry, why didn't you post this yesterday, and
save me a lot of typing. Easy to understand,
thanks Herm.

J and M Machine on Monday, December 05,
2011 - 02:21 pm:

To reinforce what Herman has said .
A customer came this past week brought us a

&
)

T to rebuild and said his engine was knocking.
We disassembled the engine together to see
where the knock was and the overall condition
of the engine.

Needless to say the rods were bent to the point
that the pistons were going up and down
sideways.

If you look close at the Pictures you'll see the
Eyebrow on the side of the piston.

You'll notice on the second picture there isn't
any abnormal wear pattern.
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Jerry VanOoteghem on Monday, December
05, 2011 - 02:24 pm:

While it's possible to twist a rod while
tightening a wrist pin bolt, it's not the only way
they get a twist, or a bend.

As stated above, they can be "bent" & "twisted"
right off the rod boring machine. Understand
however that the terms "bend" & "twist" do
NOT infer that the rod was actually deformed
during boring or any other handling. Those
terms are used to describe the kind of errors
that commonly occur in connecting rods, even
after they are newly manufactured. It does not
mean that they were wrung around until the rod
was actually deformed. It just describes a kind
of error in such a way as to be more
descriptive of the nature of the error.

As in all manufacturing procedures, there is
error. That's why there's such a thing as
tolerances to describe how much error is
acceptable. The error experienced in rod
boring must be inspected for and corrected, if
needed, to bring those errors within the
accepted tolerance.

One of our sister companies did pre-production
runs of connecting rods for automotive and
diesel truck engines. Their inspection
procedures, among other things, routinely
checked every rod for bend & twist. Just having
come off a "precision” CNC machining center
was not a guarantee of a good part.

Michael Deichmann, Blistrup, Denmark on
Monday, December 05, 2011 - 02:35 pm:

It's said so often before, but you really learn
things reading this forum!

Anthonie Boer on Monday, December 05, 2011
- 02:43 pm:

This prevents the rods for bending, when
tightening the screws for the piston pins.
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Ted Dumas on Monday, December 05, 2011 -
02:45 pm:

If a rod is out of alignment coming off a rod
boring machine it would seem to me that the
set up is not rigid enough or the rod is being
twisted when it is clamped in the machine.

| believe virtually all model T rods have some
twist and this is the reason rod journals are
very often found tapered, bid in the middle and
small on the ends.

It would seem to me that rods should be
checked for straightness prior to re-babbiting
and machining.
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Kohnke Rebabbitting on Monday, December
05, 2011 - 04:07 pm:

Jerry, do you want to try again?? Herm.

Kerry van Ekeren. (Australia) on Monday,
December 05, 2011 - 04:16 pm:

| agree Ted,

Some have missed my point, if presented with
a set of rods like Herm was, and they have
been machined so the mandrels check out to
be square (A) but later look to be bent on
inspection, so the rod is then straightened as in
figure (C) and then tell me that the big end is
still true to the wrist pin, at this stage | still don't
by it, my original question was how they
became out of alignment from the start, twist |
can understand, bent and machined to be
square, this is where my ignorance comes in
as Herm as posted twice.

So enlighten me from my ignorance and tell me
how if you are given a rod and you change the
geometry of it from the middle and still maintain
it's trueness at the ends.

Now, if you told me that the mandrels were out
on the first check because of the style of
machining and you bent the rod to run parallel,
fair enough, but starting with a straight rod
gives you a finished strait rod.

Jerry VanOoteghem on Monday, December
05, 2011 - 05:37 pm:

Kerry,

| will try to answer your points below. | will
make my responses in [CAPS], not because
I'm "yelling" at you, just to highlight my
comments from yours. Again, no temper here.
Some have missed my point, if presented with
a set of rods like Herm was, and they have
been machined so the mandrels check out to
be square (A) [IF AFTER MACHINING THE
RODS HAVE BEEN CHECKED AS SQUARE
PER (A) & (B) YOU'RE DONE, READY TO
USE, END OF STORY]
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but later look to be bent on inspection [THEY
WOULD NOT LATER CHECK OUT AS BENT,
THEY'RE EITHER BENT & TWISTED AFTER
MACHINING OR THEY'RE NOT], so the rod is
then straightened as in figure (C) and then tell
me that the big end is still true to the wrist pin,
[STRAIGHTENING & TWISTING PER (C) &
(D) IS DONE PRECISELY SO THAT THE BIG
END IS TRUE TO THE WRIST PIN] at this
stage | still don't buy it, my original question
was how they became out of alignment from
the start, twist | can understand, bent and
machined to be square, this is where my
ignorance comes in as Herm as posted twice.
[THE RODS COME OUT OF THE ROD
BORING MACHINE WITH BEND & TWIST
ERROR. THE MACHINE IS NOT PERFECT.
IT DOES NOT MEAN THAT THE RODS ARE
LITERALLY BENT & TWISTED. AS |
EXPLAINED IN MY POSTING ABOVE, THE
WORD "BEND" DOES NOT MEAN THE ROD
HAS BEEN BENT, AS IF AN ELEPHANT
STOOD ON IT. IT MEANS THE ROD HAS
ALIGNMENT ERROR MAKING IT LOOK AS IF
IT HAS BEEN BENT. IN REALITY, IT HAS
SIMPLY BEEN BORED LESS THAN
PERFECT. SAME IS TRUE OF THE WORD
"TWIST" THE ROD HAS NOT LTERALLY
BEEN TWISTED, IT'S JUST THAT THE
BORING ERROR MIMICS A ROD THAT HAS
BEEN TWISTED. DO NOT TAKE THE
WORDS "BEND" & "TWIST" LITERALLY.

So enlighten me from my ignorance and tell me
how if you are given a rod and you change the
geometry of it from the middle and still maintain
it's trueness at the ends. [YOU'RE NOT STILL
MAINTAINING ITS TRUENESS, YOU ARE
ESTABLISHING ITS TRUENESS. GET IT
OUT OF YOUR HEAD THAT THE ROD
BORING MACHINE PRODUCES A PERFECT
PART. IT DOES NOT. IT ONLY GETS IT
CLOSE. THAT FINAL ALIGNMENT IS DONE
PER (C) & (D) IN YOUR TABLE ABOVE.
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Now, if you told me that the mandrels were out
on the first check because of the style of
machining and you bent the rod to run parallel,
fair enough, but starting with a straight rod
gives you a finished straight rod. [NO, IT DOES
NOT. UNLESS THE ROD IS BENT
HORRIBLY, ITS ORIGINAL CONDITION
MEANS NOTHING. THE ONLY THING THAT
MATTERS IS HOW WELL ALIGNED IT IS
OFF THE BORING MACHINE AND HOW
WELL YOU DO YOUR FINAL ADJUSTMENTS
PER (C) & (D) ABOVE]

The problem that started this thread was
caused by someone who bored a set of rods
but did not check them per (A) & (B) above.
They could have never checked o.k. They were
used as-is. Had they been checked, it would
have shown that they needed "bend" & "twist"
correction per (C) & (D). If they had been
corrected, (as they ultimately were by Herm),
none of this mess would have happened.
Hence, the need for post boring inspection and
correction.

You seem to have it in your mind that
somehow these rods were good to begin with
and adjustment would only cause
misalignment. They clearly were not good and
post machining alignment corrected them.

Jerry VanOoteghem on Monday, December
05, 2011 - 05:45 pm:

Ted,

"It would seem to me that rods should be
checked for straightness prior to re-babbitting
and machining."

You can check them then if you want but it will
have zero influence on the end product. It does
not matter if the large, UNBABBITTED, rod
bore runs true to the wrist pin bore or not. It
only matters how true the finish bored babbitt
runs to the wrist pin. The pre-existing condition
of the rod does not matter, only the finish bored
babbitt.
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Richard Gould on Monday, December 05, 2011
- 05:55 pm:

Kerry, the rod boring machines | have seen
index off the wrist pin hole. In theory, it really
doesn't matter if the rod itself is bent at the
outset since the big end is bored so that it is
parallel to the wrist pin hole. Offset might still
exist but there should be no bend or twist, as
that term is used. Sure the body of the rod may
well be bent, but so long as the two holes are
parallel, it doesn't matter. Again, | am not
addressing offset.

So if that is the case, how do you get bend or
twist? One example. The wrist pin hole is
clamped to the wrist pin when installed in the
car. The clamping process may cause the hole
to collapse unevenly resulting in the wrist pin
being out of alignment. Another example.
Clamping the big end in the rod boring fixture
may cause the big end to move a bit and
become misaligned with the wrist pin hole.

In theory, a rod that is bored by reference to
the wrist pin hole will be aligned. But in
practice, many things can and do cause
problems. | recall a friend of mine built a rod
boring fixture and it looked great. Problem was
the big end was not clamped securely and the
cut produced a tapered hole. It doesn't take
much of a problem to produce bad results.

Kohnke Rebabbitting on Monday, December
05, 2011 - 06:25 pm:

Kerry, may be the word Ignorance is maybe
too harsh a sounding word in some circles,
meaning in one word uninformed. | was not
pointing out some mental statuses, or at least
until you understand Rod Alignment. With that
said, | haven't had success with posting
pictures on here, but | must have several
hundred on the Ford Barn, in my profile, there
about 20 Albums. In some of the Albums, |
show checking rod alignment, on the machine
it's self, and the rod press, that does the
twisting, and bending.
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Ok, now to your Questions Kerry. There is no
way that anybody can look at a finished rod,
New Machined, or otherwise, held in your
hand, and tell if it is right or not, that is why the
rod aligners. The print you have shown, is
somewhat miss leading, as it does show what
you should end up with when you have the rod
aligned. The other pictures like No. 3, shows a
way to bend a rod, that is also a crude way to
bend a rod, and they are pushing in the wrong
place that you would normally. The kind of
bend shown, is not used in alignment, only in a
damaged Rod. It might look bent, and be 100
percent straight, or out. As far as bending a
aligned rod out of alignment, the rod machine
will tell you if it has to be moved, like | said
your false premise started when you though
your rods were straight, when finished
machined, it just don't work that way. Someone
said they don't worry about a little off set in the
Rod, Man, that is just as important an centering
the crank so when it expands forward, the
Rods don't hit the piston Bosses. 80 Percent,
and higher the off set in the rods are not
usable, until fixed. Kerry, | am not expecting
you take my word for it, just thought you may
want to know how it works, there should be
plenty info. on the Net, do your home work,
and we will talk again, or if you have more
Questions. Herm.

Kohnke Rebabbitting on Monday, December
05, 2011 - 06:29 pm:

That is a good way to hold it Anthonie! Herm

Kohnke Rebabbitting on Monday, December
05, 2011 - 06:41 pm:

The problem with trying to straighten a rod
before pouring is, if there is no babbitt, it is just
a rough, inaccurate hole, and if it has babbitt, it
is just an inaccurate hole, more than likely, it
will be made worse. Herm.
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Kohnke Rebabbitting on Monday, December
05, 2011 - 07:00 pm:

Darn, Jerry your good! Very well said. | guess |
won't be writing any How To Do Books, in the
near future. Herm.

Kerry van Ekeren. (Australia) on Monday,
December 05, 2011 - 07:13 pm:

Yes, thanks, all making since now, as to the
way of some tooling, | hope you can see why
of my curiosity of my question in the first place
as the only way | have seen, as Richard has
posted, is to start with a straight rod, wrist pin
tooled to a alignment mandrel, rod clamped
and the big end tool bar squared to the wrist
and machined.

To twist or bend after that would only misalign
the work that's done to my way of thinking. but
can now see the reason for double checking
and maybe having to re-align

Erik Barrett on Tuesday, December 06, 2011 -
01:31 am:

This thread has been informative and very
relevant to what we have experienced recently.
We have been doing rod bearings with success
and our spin pouring process has been very
much improved by Herm's input. We have just
learned about some problems with rod offset
issues. We align all rods after boring on the rod
lathe, this is mandatory no matter what your
boring process. We use a KRW alignment
fixture. The problem is it does not address
offset problems.

We do a pre babbitt pouring rough alignment
check on the KRW rig using the rod bolt holes
as a reference point with success. It identifies
rods with gross alignment problems that can be
corrected or scrapped prior to pouring. The
problem is, we did not consider offset problems
in the process. At this point, my question is
how to correct offset problems in rods that
have already been bored? | will check out
Herm's Ford Barn pages to get info there. Any
other input?

Fordially, Erik
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Kohnke Rebabbitting on Tuesday, December
06, 2011 - 02:28 am:

Erik, The Wilson Rod aligner will do off set,
may be the little bar on the side, may be gone.
There is a hole in the casting where the pinch
bolt is. If you need any more info. just call. The
last thing, all of the K. R. Wilson rod aligners |
have had, about 25 to 30 of them have been
out a little, but if you don't want to have it re
scraped, you can compensate, but it would be
better to have it trued. Unless you are going to
only do standards, you will have to make many
mandrels, | had done that about 38 years ago,
but we only use it to break rod nuts loose,
there are a lot better machines, and if you will
be selling rods, you will need one. Herm.

Erik Barrett on Tuesday, December 06, 2011 -
05:12 pm:

| have the little bar on the side, | can see now
how to check for offset, thank you. | have made
enough mandrels to align all sizes of rods
down to 30 under. We rarely make them that
small and never smaller.

| use a Sunnen alignment gauge for everything
else, but T rods won't fit on it. What other kind
will accommodate a T rod? Thanks again for
the info.

Erik

Paul Allen Vitko on Tuesday, December 06,
2011 - 07:10 pm:

Can someone post a few pictures of the Wilson
or a better setup ? | would like to understand
how they work.

Thanks so much Paul

Michael Deichmann, Blistrup, Denmark on
Wednesday, December 07, 2011 - 12:50 am:

Herm, how about a link to those galleries at the
Ford barn?

Ted Dumas on Wednesday, December 07,
2011 - 12:57 am:

I'll chime in one more time. If the rod is twisted
or bent prior to rebabbitting, then when placed
in the rod boring fixture it is likely to be moved

and removed from the machine it will spring
back and be out of line. If you just grab the rod,
rebabbitt it, and machine it, it will as Herm
indicated, need to be straightened after
machining.

Kohnke Rebabbitting on Wednesday,
December 07, 2011 - 01:50 am:

Ya, Ted, if you clamp a rod in a rod machine,
just like you said, the machine clamping can by
all means put a rod out of alignment. You have
to make sure on every rod, that when you
release the rod clamping, you cannot see the
rod move, or you have to reset, until you can't
see the rod move when the clamp is tightened.
Now with that done right, you still have the
problem with the rod boring machine not boring
in perfect alignment, none of them do, except
by accident. One thing, do not think in very
large terms, as how far off the alignment is off,
as we are working with thousandths here, BUT
they are too far off to put in an engine, even if
you can't hear the knock, it will be wearing the
cylinders. The rod should make the piston
travel straight in the cylinders, and the rings
make the pistons float in the rings. Herm.

Kerry van Ekeren. (Australia) on Wednesday,

December 07, 2011 - 02:13 am:

Hérm, is this the type and style. of rod machine
you refer to as not being able to do the job it's
designed to do and rods will need re-setting?




Kohnke Rebabbitting on Wednesday,
December 07, 2011 - 02:20 am:

Michael, I tried to get a link, but it is not
working for me. So | think you have to Register
at Ford Barn

Any way Click on Kohnke Rebabbitting, then
Quick Links, Profile, and then click on Show All
Albums.

There are about 21 Albums there, and some
engines, like a 4 cylinder, 2 cycle Aplax engine
we done this summer, and a lot of our shop
tools and machines, spun poured Model T
rods, Aluminum Rods, and mains out of a 1923
Franklin | am about done with, and many
others. Thanks Herm.

Dave Huson on Wednesday, December 07,
2011 - 02:25 am:

| have had three different kinds of Rod
checkers and | don't see how you could
possibly straighten a rod on one until it is
rebbabited. Most of the rods before babbitting
have most of the babbitt gone or have big
chunks of babbitt missing. HOW ARE YOU
GOING TO CHECK ONE OF THOSE

You guys that are recommending that must
know a lot more than | do.

Listen to what Herm is saying, he does more
rods than every one that is arguing with him.
Visit his shop sometime and see him push his
shopping cart in full to the brim with rods to be
poured. He told me one time that he likes to do
300 rods at a time. If you see that and are not
impressed | don't what would.

Again listen to what Herm Kohnke says, He
has the absolutely best rods in the business.

Dave Huson on Wednesday, December 07,
2011 - 02:35 am:

| thought | would show one of my rod checkers.

This one is a KRW checker that checks not
only T rods but A rods as well the small device
on the left goes over the wrist pin and checks
not only for twist but also for bend. | also had a
Stevens that | liked even better.

&
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| am headed for the hills tomorrow in one of my
Ts but if | have time | will take a picture of my
piston vise.

Kerry van Ekeren. (Australia) on Wednesday,
December 07, 2011 - 02:50 am:

Sorry Dave, not arguing, just told that, have no
idea and ignorant to the ways of rod work, so
just trying to learn more.

Kohnke Rebabbitting on Wednesday,
December 07, 2011 - 02:59 am:

No, Kerry, | didn't say they couldn't do the job
they were designed to do, as resetting before
you bore to make sure the Jaws don't push the
rod in any form of movement, You bet your
sweet BIPY. Then when you get done boring
the rod, you finish the alignment job on a Storm
Vulcan, | don't know what the cost now, but my
last price sheet said in 1996, the aligner was
4600.00, and the Storm Vulcan rod press was
3327.00. You have to have both. | got my
machines when | was about 22, used, and sent
both to the Factory to get checked, and/or
rebuilt.

The Storm-Valcan is the best | have found, and
they go small enough to do Model T's.

Your picture looks like it is out of an operators
Manual, or an ad.
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Kerry van Ekeren. (Australia) on Wednesday,
December 07, 2011 - 03:31 am:

That's right manual, | spent a good part of an
hour running though some of your comments
to a retired friend of mine, 45 years of using
that type of machine (repco) | use the same
type of tooling on a lathe, all though be it home
made, read your first posting on this thread!

"There is no machine in the world that will
machine a rod good enough”

So let’s say there’s not, like | answered Dave |
would like to learn some more. solving Tom’s
problem was great, someone had done the
wrong thing. say we do a T rod your way, pick
up a rod, doesn't look to bad, but we work on
the fact it will be bent and twisted as you have
stated, clean it up and re-babbitt, now the
machining are we squaring up the tooling to
the bolt holes? and disregard what the small
end is doing at this stage?

Dave Huson on Wednesday, December 07,
2011 - 11:56 am:

While We are talking about rods one more
thing | would like to add. | frequently hear
people advising guys to file the camps and or
the rods. BOY DO | HATE TO HEAR THAT. In
my way of thinking that just ruins the cap and
or the rods. If the rod is so bad that taking
shims out will not fix the problem send them to
someone that rebbabits them. | know some of
the guys that rebbabit rods will NOT ACCEPT
rods or caps that have been FILLED

Just remember if you start filing caps or rods
you change the center of the large end which
not only weakens the rod but changes the
amount of piston travel up above the block.

Kohnke Rebabbitting on Wednesday,
December 07, 2011 - 12:04 pm:

Darn, never a short answer! You have the two
guestions on the bottom line! now the
machining are we squaring up the tooling to
the bolt holes? If you can see the rod is way off
for twist, you can visually check the rods for

twist, and get them closer, by putting them in
the machine, and putting a round flat say,
doughnut, that is 90 degrees to the shaft, and
push the rod up to it to see if the clearance in
gap is the same on both sides, and | am talking
about that machine in your picture, | have two
of them left. For bend, you can see if the over
gap at top and bottom is the same, and that will
help fix a damaged rod before pouring,
because as Dave said, a rod aligner will do you
no good at that point. Also make sure the
aligner is true, as a machine can change all by
itself for accuracy! and disregard what the
small end is doing at this stage?

Not much to do with the small end at this point,
outside of using it to change the gap | was
talking about. Herm.

Jerry VanOoteghem on Wednesday,
December 07, 2011 - 12:25 pm:

Dave,

You don't change the center to center distance
by filing, especially if you're only filing the cap.
The centers are where you bore them,
regardless of the cap mating face. Also, you
don't file the rod, you file the cap. You don't file
it much either or you end up with a cap that
ultimately has thin babbitt in the bottom end.
Which is why, as you state, some rebuilders
don't like caps that have been filed a lot.

| could not imagine anybody filing a cap, or a
rod for that matter, enough to change its
strength.

Dave Huson on Wednesday, December 07,
2011 - 12:54 pm:

Jerry:

If you file the cap too much you would have to
change the center to center distance,
otherwise you would have No babbitt in the
bottom center of the cap. Anyway | would
never file a cap or a rod. | meant to say, but
forgot, | believe that the cap should measure
15/16" | may be way off on that | would have to
measure some to be sure, | never had a good
memory and it is not getting any better.
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Again on the subject of rods maybe some of
the new guys don't realize that they should
have balance rods. There was a guy near
Denver that used to be by far the number one
guy to do rods in Colorado. His rods were so
out of balance that it was impossible to balance
some of them. | had a set one time that not
only did I grind the ridge off the bottom of the
cap but drilled holes all the way up the center
of the stem just to see if | could balance them.
They still would not balance. | kept that rod as
an example.

When you get a set of Kohnke Rods you will
find that they are balanced so close you cannot
find any difference even with a balance fixture.

Jerry VanOoteghem on Wednesday,
December 07, 2011 - 01:11 pm:

Dave,

"If you file the cap too much you would have to
change the center to center distance,
otherwise you would have No babbitt in the
bottom center of the cap.”

Yes, that's what | said about the cap. However,
nobody would/should think of altering the
center distance to suit a messed up cap.

Paul Allen Vitko on Wednesday, December 07,
2011 - 01:30 pm:

It appears to me that the average guy would
have trouble aligning rods properly without
having the proper equipment. | built a simple
setup years ago but now wonder if its close
enough although | have a good understanding
of alignment.

There is lots of work with rods beyond new
babbitt equalizing the ends usually smoothing
one the other or both as they are usually way
off.

| guess then it would be best to align them after
the balancing is done
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Richard Gould on Wednesday, December 07,
2011 - 03:04 pm:
Paul, if you have a lathe, there is an easy way

to check for bend, twist and offset. If interested,
send me an email.

Kerry van Ekeren. (Australia) on Wednesday,
December 07, 2011 - 04:01 pm:

Before or after, at the end of the day | still see
the same result, the only thing that worries me
is that if | try to do any aligning after, that |
might damage the new babbitt.

The checking of the rod before pouring and
machining, | don't see it as rocket science, |
disregard the cap until machining, bolt the rod
to the bearing mold, a very nice piece of
engineering from Gene French, who also
makes a nice mains line borer, square it to the
big end bolts, that gives you a bottom mandrill
and refit a piston pin for the top mandrel.

By Lawrence J. Bohlen on Wednesday,
December 07, 2011 - 03:22 pm:

| have followed this thread with a good deal of
interest and have learned a good deal.

What amazes me is that what did they do
"back in the day"? Henry was turning out how
many cars per day? couple thousand up to
nearly 4K plus near the end of production. Did
they pay that much attention to this then. Didn't
care. or have some lost art that was used back
then. Or are we building engines far better now
then they did then driving them off the factory
floor.

| know Murray Fahnestock discussed a knock
just like this due to rod alignment in the Ford
Owner.

By balancing and aligning things in ways they
were not able to back in the day we have
smoother stronger longer lasting engines. Are
they better than factory originals?

Larry
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Jerry VanOoteghem on Wednesday,
December 07, 2011 - 03:26 pm:

Kerry,

That's why you bend and/or twist the rod in the

beam area, like your diagram shows. Doing
that won't hurt the babbitt.

Kohnke Rebabbitting on Wednesday,
December 07, 2011 - 03:32 pm:

A normal Model T rod on a rebuild, we would
use 2 .032 thousands solid shims, and 1 .032
thousandths laminate. With that amount, the
castle nuts would line up with the key holes
perfect. There were a lot of Model T rods that
were filed both sides when in use. | had tooling
made for the mill that cost 3,500.00, just to
surface both sides. We used to do it with a 16"
half round coarse file, but that would take
about 15 minutes, and my girl friend who
worked for me for 20 years, said if | didn't find a
easier way to do it she was not going to do
them anymore. So | let it go for a while, until
she threw me down the basement steps, and
threw the washer, and dryer on top of me, |
drew up the plans the next day, just on survival
instinct alone. When you mill the part lines, it is
a must to center off the bolts, (All the bolt
Area), or the rods will not go together Flat on
the part lines, and as you tighten the rod caps
the rod will twist to meet flat, and stress the
babbitt, and the Rod WILL FAIL. There are
many shops today that set up with a cap too far
ahead, and bore out the caps, NOT GOOD, it
will weaken the caps, and Really mess up rod
weight, if you are going to balance. Center
distance should never be taken from a rod,
unless you don't know the measurement.

The center distance should be set on your rod
lathe, as the rules on them are also not right on
either.

Dave, your measurements on the caps are
about right, the shorter it gets, the more shims
you have to use, and the wider the broach
groove. gets.
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On balancing Model T rods, | drill the Big ends,
and wire weld the small ends, bringing the
lightest to the same weight as the heaviest.
Herm.

Kohnke Rebabbitting on Wednesday,
December 07, 2011 - 03:56 pm:

If you hurt the babbitt in the alignment process,
your babbitt was going to fall out any way, best
to find out now!

One thing, the knowhow on the machines, that
make the machines, really hasn't changed, it
has been refined, but not changed, still
basically A mill. From 1920, just more bells and
whistles. Ford checked alignment of their rods,
seen it in the old films. Herm.

Erik Barrett on Wednesday, December 07,
2011 - 04:17 pm:

A couple of notes here. | agree that you must
align rods after boring no matter what the
method. | use a Hempy Cooper rod lathe. They
sometimes require no adjustment, but often a
little tweaking to get perfect.

| made some tooling to pre check alignment of
the rods before pouring to catch badly
deformed rods and correct so as to keep the
bearing thickness uniform in the rod when
bored. | have a mandrel for the KRW tool that
goes in the wrist pin end of the rod, effectively
placing it on the machine upside down. | then
use a gauge that registers with the rod bolt
holes to check for bend and twist. This just
gets the rod in rough alignment and is no
substitute for checking after boring. | can put
up pix in desired.

| have thrown out a lot of caps and rods that
have been so butchered with files and sanders
that they would result in too thin a bearing and
weakened parts.

On the issue of balance, I do rods in large
batches of 50 or more so | can arrange sets in
closer balance. | balance both large and small
ends, not just total weight. | use a MIG welder




to add just a little weight when needed. There
is little area to remove weight from a T rod
without compromising it. The little added extra
weight is insignificant compared to the weight
savings of the late style rods and aluminum
pistons.

| am working now on dealing with some offset
problems on a few rods, never watched that
closely before. Still learning from the forum.
Fordially, Erik

Allan Bennett on Thursday, December 08,
2011 - 06:57 am:

Herm,

| was interested to read that you use 3 x .032"
shims on each rod. | can see the logic of using
a laminated shim for later adjustment of
clearances. Are the two solid shims used to
restore/ compensate for filing on the caps in
the past?

| do not do my own white metalling. My man
had me measure the rod caps and any which
were under .650" were rejected as having been
filed down too much. After melting out the old
babbitt material, he had me match weigh the
four caps and the four rods. By mixing these, |
could come up with a reasonably well matched
set of four rods and caps. This preparation
before re-metalling save a lot of grief when
balancing the completed rods.

Allan from down under

Bob Shirley on Thursday, December 08, 2011 -
08:40 am:

I'm not trying to start a war, but | do not
understand how a rod can be out of alignment
after it is bored unless the jig or machine doing
the work is set up wrong. If you check a rod in
a jig or one to another and find it screwed up
you got to know something ain't right, and it
looks to me that it would be a lot easier to fix
the problem once than do each rod .
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Jerry VanOoteghem on Thursday, December

08, 2011 - 12:22 pm:
Bob,

| like your micrometer holder.

Kohnke Rebabbitting on Thursday, December
08, 2011 - 01:44 pm:

You are right Allan, it takes that many shims, In
Most Cases, to push the cap out to the same
position, with Ford Rod bolts, and nuts as
when the rod was new. Any more shims then
that, is not practical.

| have rebuilt several sets over the years, for oll
pressure, by building the part lines up with
brass, and machining them so all the shims
that we put in are .006 thousandths, because
on a pressure system after .006, the rods
should be rebuilt any way.

Ok, Bob You should go back also and read
Jerry's posts, that should help. The fact is
when you set up your rod, in whatever you use
to bore with, unless something moves, and you
did a good job, there is nothing else you can do
to control the outcome. There are many factors
that predict the outcome, in all rod machines.
Deflection in the bar, in your case, head to
table, quill wear, Clamp deflection etc. Do not
think, in feet, or inches, we are talking
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thousandths, for every .001 thousandths off,
the rod, and piston wear will suffer, plus the
cylinder. If you checked the Ford Barn Albums,
you will see the machines | use for rod
alignment. Just ask yourself, why would any
companies make thousands of rod alignment
machines if the rods would be ok. | see you are
using snap gages to check bore, they will not
get you to the 1/10 of a thousandths, as they
are not consistent in reading, if you want that,
use a 1" to 2" Post mike, and then outside Mic
like you are doing. They will give you the same
reading every time, and always an exact
size.40 years ago, | messed up a lot of
different kinds of work, with snap gages, and
had to do it over, | thought it was me, and we
all know that wouldn't be true! Herm,

Kerry van Ekeren. (Australia) on Thursday,
December 08, 2011 - 03:01 pm:

We could always go back to the way of Henry's
micro fitting, Burnish.

Paul Allen Vitko on Thursday, December 08,
2011 - 06:39 pm:

| was thinking about that Kerry. Ford used a
large electric motor to drive the crank
burnishing it while dumping oil on it.

Guess some of the late cars with insert bearing
have the large end cast as one part then split,
you cannot exchange rod caps.

Kohnke Rebabbitting on Thursday, December
08, 2011 - 08:58 pm:

Ya, | guess, if your gonna put in crooked rods
to wear out the pistons, and cylinders, you just
as well use that out dated, proven bad
technology also, and Burn the bearings up
also.

At least your motor rebuilding adds would be
good conversation pieces.
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Erik Barrett on Thursday, December 08, 2011 -
09:18 pm:

| don't think Ford "burned in" the rods, that was
just the mains. Maybe | am wrong about that,
but properly bored bearings do not need to
have that done.

T rods are about as rigid as cooked noodles.
When you secure one to a boring machine,
things flex and move. They must be aligned
after boring. You would think that boring them
on a machine that indexes them off the wrist
pin hole ensures perfect alignment, but it just is
not so. If you have the means to babbitt and
bore rods, you should be able to align them.

Dean Yoder on Thursday, December 08, 2011
- 09:19 pm:
Bob, I like your boring fixture.

Billy Rose on Friday, December 09, 2011 -
08:59 am:

Thank you Mr. Kohnke, | hope you have
someone to pass on your knowledge to. This
was a very good thread for all of us shade tree
mechanics to ponder. Keep up the good work!

| hope you all enjoyed this long discussion on
Model T rod alignment, | know | did. This is
just one of many steps to rebuilding your
engine. It goes to show you if you overlook
one small thing you may be pulling your motor
out like this guy did, which was 4 times!

Ed.
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Christmas Party 2011

Forty-one hearty Foothills Model T'ers braved a
snowy, blustery December 3rd evening to
attend the Club's annual Christmas Party at the
Banff Trail Community Hall.

They were rewarded with a delicious turkey
and ham dinner, lots of socializing and even a
visit by Santa Claus, in the festively decorated
hall.

Our thanks to Les and Karin Schubert who
cooked the turkey, Carole and Orest Kitzul who
cooked the ham, and to all the attendees who
brought an incredible variety of vegetable and
dessert dishes. Thanks to each of the ladies
who organized and set out all the food. Robb
Wolff gave the blessing and guests sat down to
a truly gourmet dinner.

Shortly after dinner - surprise - two Santas
arrived. Maybe this was to make up for
Santa's absence last year. In the true spirit of
Christmas, the Santa's partnered to hand out
the gifts each person had placed under the
Christmas tree, and as usual, presented
"special” gifts to certain members whose
actions during the past year placed them on
Santa's Good or Bad lists.

Our thanks to Horace Bauer and Irene and
Ron Rigby who came early and helped to set
up the hall and to all the people who stayed
late and helped with the clean up.
An enjoyable time was held by all.

Art & Eileen

Tour Committee

Robb sent me this list of items as possible tour
ideas for the coming year.

February 11 - Lethbridge Swap Meet

February 17-19 World of Wheels

February 25 - Carburetor Rebuilding Workshop
March 22-24 MTFCA Winter Meeting

March 24 - Coil Rebuilding Workshop

April 21 - Garage Tour

April 27-29 Eureka Rendezvous Days

&
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May 4-5 - Red Deer Swap Meet

June 2 - Spring Inspection at Ted Zylstra's
shop

June 3 - President's Tour weather permitting
June 17-22 MTFCA National Tour Lincoln, NE
July 19-21 Summer Tour

July ? - Heritage Acres Cruiser Event
August 4-26 Baltic States Tour

Late August or early Sept - Camping in
Kananaskis

Early October - Fall Colors Tour - St Mary to
East Glacier

December 1 - Christmas Party

Parking ticket

Working people frequently ask retired people
what they do to make their days interesting.

Well, for example, the other day, Mary my wife
and | went into town and visited a shop.

When we came out, there was a cop writing
out a parking ticket.

We went up to him and | said, '‘Come on, man,

how about giving a senior citizen a break?' He
ignored us and continued writing the ticket.

| called him an arsehole. He glared at me and
started writing another ticket for having worn-
out tires.

So Mary called him a shit head. He finished
the second ticket and put it on the windshield
with the first.

Then he started writing more tickets.
This went on for about 20 minutes.

The more we abused him, the more tickets he
wrote.

Just then our bus arrived, and we got on it
and went home.

We try to have a little fun each day now that
we're retired.

It's important at our age.




Kirkham International Motor Truck Collection

On Saturday, January 7th about 15 members
of the Foothills Model T Ford Club as well as
several members from The Alberta Pioneer
Auto Club and Pioneer Acres joined members
of the Vintage Truck Club for a tour of George
Kirkham’s truck collection in Lethbridge. This
truck show has been an annual event for 10
years.

The Kirkham family has been an International
Dealer in Lethbridge for 75 years. The
collection consists of approximately 45
restored trucks and fire engines. Some are
original, some have been restored by the
Kirkham family and some have been
purchased restored. There are several very
rare models of truck that | did not realize
existed. The collection is housed in a large
warehouse which has plenty of space to show
all of the trucks. The walls are covered with
photos of the trucks, the restoration process,
International signs and other collectable items.
There are also half a dozen display cabinets
where International and other truck scale
models are displayed. | didn't realize that so
many models of International Trucks had been
made.

Outside are another 105
International trucks, some of
which will be restored and some
are just there as a hand source of
parts.

The tour started at 3 PM and was
capped off at 6 PM with a catered
Chinese meal. For this event the
trucks had been moved closer
together than they usually are and
tables for the approximately 150
guests were set up in the middle
of the shop.

We thank George Kirkham and his
family for their kind hospitality.

Horace Bauer




Birthdays

January 1 Anna Kynock
January 1 Michelle Bamford
January 7 Colleen de Jager
January 13 Shirley Evenson
January 15  Olga Williams
January 16 Irene Lukkarinen
January 16 Beth Taylor
January 17 Mike Cuffe
January 18  Orest Kitzul
January 18 Ken Canning
January 21  Ted Zylstra
January 22 Robb Wolff
January 26 Albert Moynes
January 27  Gail Benedict.
January 31 Jane Taylor

For Sale — For Trade

Please note: All Advertisements from club
members will be published in three consecutive
issues, free of charge. Non-member
advertisements relating to the Model T will also be
published free of charge as space permits. For the
next issue, please make sure your advertisements
reach the editor by the 10" of the month. Phone
403-271-1238, or e-mail Brancaccio@Platinum.ca

For Sale: 1917 Touring made into a
depression pickup. It runs and drives but
needs engine work as #1 has no fire. $5000
but open to offers. Carter and Melanie
Thomson cell 403-617-0770 or
OneWayFoods@shaw.ca

For Sale: 1922 coupe, suicide doors,
Ruckstell, distributor, anti-shimmy steering.
$7500. Call George Woytovich 1-780-973-
3330 Edmonton

Wanted Looking for two burners for Gas
Headlights. Ross 403 651-1612

From Vancouver Model A & T Club

Wanted: The Shuswap Chapter is looking for
a reasonably priced vintage car or truck, pre
1928, for use as a static display at our local
Haney Park Museum. We would prefer a
Model T and that the body and interior be in
a finished condition but it is not important that
the car be running. An older restoration
would be perfect. We would also look at cars
that are close to the above conditions. If you
know of such a car please contact Brian
Keith at 250 546 6032 or
briankeith12@hotmail.com

Wanted: Ruckstell rear axle for Model T car
Steve Eremenko @ 604-796-6567




MEMBERSHIP APPLICATION
i If you have already renewed for this year, would you please
| pass this renewal form on to someone who also shares in our |
E interest of the Model T Ford. E
! <SP !
1 If you have not renewed please take time now to complete this |
i renewal form and send it along with your dues of $25.00 to |
' our Membership Secretary: '
' Eileen Jewell, '
' 2728 - 18th Street N.W., '
: Calgary, Alberta T2M 3T8 :

rYour Birth Month & Day.........ccceiiiniiiiicinns |
iYour Spouse’s Name, Birth Month & Day..............
iYear & Style of T’'s Owned .........ccceeveieviececienen, !

EI do not object to having my name printed in the .
-Club Directory: Signed: :

Events

Jan 25 Regular Club Meeting Aerospace
Museum
Feb 11 Lethbridge Swap Meet

Feb 17-19 World of Wheels It is the Model A
club’s turn this year

Feb 22 Regular Club Meeting Aerospace
Museum

The Model T Ford Club of America
MEMBERSHIP APPLICATION

and receive THE VINTAGE FORD!

i Yes! | want to become a member of the MTFCA

1U.S.

ANNUAL DUES
1Includes six issues of THE VINTAGE FORD regardless of the
' date of initial enrollment: $45.00 (in U.S. funds) for outside the

P.O. Box 126

Centerville, IN 47330-0126 USA
website: www.mtfca.com

Eileen when received.

Mail To: THE MODEL T FORD CLUB OF AMERICA

Please forward MTFCA membership numbers to

2011 Club Executive

President

Past President
Vice President
Secretary
Membership Sec
Treasurer

Club Tool Curator
Tour Committee

Directors

MTFCA Director

Editor/Web Publisher
Librarian / Historian

Ken Canning
Jonathan Watson
Robb Wolff
Kristen Anderson
Eileen Jewell
Ross Benedict
Glen MacDonald
Robb Wolff

Harry Lillo

Roy Fulton

Peter Anderson
Jonathan Watson
Keith Robinson
Chris Brancaccio
Jonathan Watson

All numbers are 403 area code

Please send all material for publishing in “T Footnotes” to

932-5522
948-9438
239-9764
787-3932
282-3753
286-4699
242-7828
239-9764
273-6310
946-5716
787-3932
948-9438
242-9260
271-1238
948-9438

243219 Range Road 31A, Calgary, AB T3Z 3L5 or

Email

Brancaccio@Platinum.ca




