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Southern Railway 41° 6” Flat Car (S Scale)

Kit No. 64-F1 >> Complete kit, including trucks, couplers and decals
Kit No. 64-F1x >> Less trucks and couplers

WARRANTY: SMMW, Inc. will replace any part(s) found to be defective due to manufacturing or shipping. Send the damaged part(s) to us for
replacement and include $7.00 shipping to cover USPS Priority Mail return.

LIABILITY: SMMW, Inc. will not be held liable for personal injury or health problems, short term or long term, resulting from the use and/or

misuse of tools, adhesives, material, castings, paints or any other product(s) used to construct this kit. This kit is recommended for builders
over age 15.

WARNING: This kit contains polyurethane castings. Although non-toxic in its cured state, dust created during filing and sanding may cause
temporary respiratory problems if air circulation or ventilation is not provided. Be sure to work in a well-ventilated area. Wear a dust mask or
respirator and safety glasses for maximum protection. Wash hands when finished, especially before eating.

COMMENTS ON THE PROTOTYPE
In 1926, Southern Railway built 500 flat cars measuring 41’ 6” and numbered them 116850-117349. Except for minor details and length, they
were nearly identical to the AC&F 40’ 6” flats built the previous year (series 116600-116849). Beginning in the mid-50s, transfer cabooses were
built using the frames of a few cars; a total of 27 “xfer’ cabs were eventually built and several of them exist today in museums. Over 100 flats
were still in revenue service in 1970. Many lasted into the 1980s in MofW service (wheel flats, equipment haulers, wreck train service, ribbon
rail train service, etc.).

Official Railway Equipment Registers from 1926 thru 1973 and Southern’s 1972 Freight Car Diagram book were used to create the following life
history of the cars. Not every ORER issue we have in our collection is shown below; only years where significant change in car quantity or
service type is noted.

Qty. in Qty. in Qty. in
ORER Date Service ORER Date Service ORER Date Service
8/26 500 + 1157 305 7170 110
10/30 500 10/58 308 4/71 103
7132 500 7159 231 10/71 78
1/38 498 5/61 203 4/72 36
1/40 502 % 7164 175 10-72 28
1/43 501 10/66 145 4-73 18
1/62 435 10/67 144 11-73 7
1163 391 10/69 125

"+" = QOriginal 116850-117349 series “%” = Series increased to 116850-117354

SR stenciling diagrams do not specify carbody color but color photos of cars in MofW service show boxcar red with white “RR Roman” lettering
was the norm. As the cars were modified for MofW service, they would have been painted black with gold Ietterlng or orange with black
stenciling. Some wheel flats were repainted N&W MofW green with white lettering following the 1982 NS creation.

CONSTRUCTION

’ Figs. 2a (below) & 2b '

Steps are outlined in a “photo essay”. Each photo shows the car’s appearance following

completion of its related text.




Step 1 (Underframe prep, drill holes and install weight): (See Figs. 1 and 2a/b) Remove flash between cross braces on the main frame, the
(8) square openings on each casting and along the outer edges on both castings. Be particularly careful around the (3) small ribs above each
coupler pocket. DO NOT remove the thin section in the center of the main frame (under the brass sheet in Fig. 1).

Stake pocket holes: I've found it best to drill all grab iron and stake pocket holes first, so that damage to the fragile brake installation is
prevented. Use a No. 67 to drill thru the CENTER HOLES of each 6-hole pattern along the side sills. There are (24) such locations, totaling
(48) holes. A variable-speed Dremel in a vise-equipped drill stand, powered by a foot petal, works wonders (Figs. 2a and b). Press the
underframe’s top surface against the vise’'s backstop, lower the drill head until the bit barely enters the cast-on hole dimple, depress the foot
pedal and drill thru the side sill. It's VERY important that the bit is NOT spinning before you've aligned the bit with the hole because the drill
point can lead off and damage the side sill. Once you've drilled thru all (48) holes, remove any fuzz from the inside of the side sills with a brass
brush or knife blade. The partially exposed holes have no bearing on the kit construction so don’t waste time puttying them up.

Next, drill the grab iron holes using a No. 79 bit. It's a little tedious but the same rig as above can be used to drill the side holes or you can drill
by hand using a pin-vise. The end sills MUST be drilled by hand as the vertical extension on the Dremel drill stand is too short for this. Note
that the sidesill grab irons mount below the simulated rivet head and the endsill grabs mount between the same feature. Holes for steps will be
drilled later.

Working on a sturdy, flat surface, such as a glass plate, lightly sand the recessed area (under the brass weight) and both sides of the brass
weight with 400 grit paper to remove mold release and provide slightly “roughed up” surfaces for gluing. The brass will appear polished if
sanded properly. “Work” the brass stock as necessary to flatten; there is very little vertical clearance between the brass and the center insert
when all are glued together. Apply (3) thin strings of CA equally spaced along the full length of the cast recess area, center the brass weight in
both directions, and drop into the recess. Press down for about 30 seconds to secure.

There are (2) small rectangular pads cast on the end sill to the left of the coupler box .. these denote the “B” (brake) end, which is on the right
side of Fig. 1. Note the brown (grey in production kits) insert's orientation; the square post in the lower left is for the AB valve. When the brake
parts are assembled, the cylinder will be mounted on the opposite side of the centersill, pointing to the “B” end.

The insert will likely require sanding the fishbelly sides and filing to the square corners on the top. This is caused by minor mold and casting
variations but is easily corrected. When properly seated, the insert’s fishbelly profile will extend slightly below the main body profile. Double-
check the brake mounting post orientation relative to the “B” end, apply (3) strings of CA along the brass weight, position the cast insert and
press for 30 seconds until cured. File the insert’s fishbelly profile to match the main body profile. Putty gaps between the side sills and sand
smooth, taking care not to damage rivets along the bottom edge.

Step 2 (Add bolster pads, drill holes and make clevises): (Figs. 3 thru 5) Use a No. 52 bit to drill a diagonal hole thru the centersill for the
main air line (shown as a green wire). CA both bolster cap plates to the underframe, centered across the gap between the main body and insert
castings (middle photo). It's best to apply CA to the center “block” (under the screw hole) first, then place the plate casting. Use a short piece
of wire to apply CA under either side of the plate, press against the underframe (noting the curvature) and let cure. Repeat for the other side.
It's too tricky trying to glue both sides of the plate and the center “block” in one step.

Use a No. 62 bit to drill a hole thru the bolster for the brake rod (Fig. 4) and a hole for the air line, shown already installed.

Clevises really add a lot of character to the brake rigging and are easy to make from HO turnbuckles and .0125” phosphor bronze wire. Dip the
wire’s end in a puddle of CA, insert thru the turnbuckle and pull back until the tip is barely protruding into the open area. This action helps
spread the CA thru the entire hole, not just on the tip. When cured, use an X-Acto knife or razor blade to trim the turnbuckle on the other end of
the opening, thus creating a clevis.
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Step 3 (Install air line and brake parts): Figs. 6 and 7 show both sides of the same completion point. The air line, made from 22 gauge
“florist's wire” should be installed first. Bend %" of an end around a jeweler’s file handle (about 1/8” diameter) to about 135°. Slide the other end
thru the bolster hole drilled in Step 2. Test fit the bent end thru the diagonally-drilled centersill holes until the bend is as shown in Figs. 6 and 7.
Trim the length of the bend so that the wire does not extend beyond halfway between the centersills. Repeat for the other line.

Cut off the “long tee” from Grandt Line’s pipe sprue, slide over the air line passing in front of the AB valve but do not glue to the wire. CA the
wires to the centersill and bolster holes.

It's best to drill all brake part air line holes with a No. 78 bit before installation. There are (2) holes in the reservoir, (1) hole in the rear of the
brake cylinder and (3) holes in the AB valve. Use a No. 63 bit for the 4™ AB valve hole for the pipe tee connection in the upper right hole (see
Fig. 8). The brake cylinder mounting bracket is located on the details sheet. Apply a drop of CA to the mounting flange that attaches to the
centersill (behind the cylinder in Fig. 9). Note there are (2) shallow recesses in the intermediate sills to help locate the bracket. Once you've
attached the bracket to the centersill, apply a CA drop in each recess and lower the bracket's L-angle into place.

Remove the long brake lever from the details sheet, noting there are spares of all (3) sizes. Deflash both lever slots in the centersill with an X-
Acto knife. Test fit the long lever until it fits easily but not loose. CA the brake cylinder to the mounting plate, slide the long lever thru both slots
from the opposite side and position in the cylinder’s piston rod clevis with a slight angle (the lever should not be perpendicular to the centersill).
If properly positioned, the lever's center hole should be almost centered between the sills. If not, turn the lever around and check again. Once

in positicin,gp!/ a TINY drop of CA to the piston rod’s clevis.

Drill a N 64 hole in the AB valve mounting post and CA the valve in place. Test fit the reservoir, noting the (2) mounting tabs are inside of the
side sill and that some fiIing/notchini:;uired to clear the main “green” air line so it sits level on the mounting posts.

to the hof the AB valve in Fig{ 9.4 Place the lever on the centersill with the middle hole centered between the sills. In this position, drill a No.
78 holethiru the lever and 1x6 pad, then remove the lever. Insert a piece of .0125” PB wire in the pad’s hole, place the lever over the wire and
position according to the photos. CA the lever to the wire, trim the wire flush to the lever and trim the 1x6 styrene pad to approximate the lever’s
profile.

Trim t-iéﬁét*lever from th€ details sheet. Cut a %” long piece of HO 1x6 styrene (provided) and CA to the cast-on lever pad, shown

The last lever is the “shorty” but you'll only use part of it. Cut this lever in two pieces, across the middle hole. Discard the short half. CA the
long half in the slot in front of the brake cylinder (see Figs. 7 and 8). Apply a TINY CA drop to the brake lever and place one end of the chain in
the drop. Hold the carbody vertically to let the chain extend downward. Use Xuron flush-cutting pliers to trim the chain to length, then place
back on the workbench. Apply another drop of CA to the “shorty lever”, hold the carbody in the air again and gently nudge the chain into this
drop, using a knife blade or wire scrap. When cured, the chain will have a prototypical sag indicating a released brake.

Add (4) brake rods and clevises: (1) between the levers and (1) each from the levers to the bolster pads (Figs. 8 and 9). Lastly, drill (2) No. 78
holes for the medium lever retaining bracket (see photos below), form from .0125” PB wire and CA in place.

Step 4 (Finishing the air lines): (See Figs. 8 and 9) Use .0125" PB wire to form (2) lines from the reservoir to the AB valve and from the AB

valve to the cylinder, which requires drilling a hole thru the centersills in the same fashion as shown in Figs. 3 and 4. Once all wires are
installed, position the styrene pipe tee in the upper B.valve hole and CA at both ends.







