35. Welded edge is good. If it has heavy rust blast it first for the weld to flow out and adhere
properly.

36. Remove the spoon and you can see how smoother the back side is with hardly any grinding
needed.

37. I ground it smooth as it is taking shape nicely.

38. My Father and I attached some braces and bolted them up to the fender so it would sit upright.
This makes it easier to work on and photograph for demonstration purpose. On my Fathers
customer projects the metal work employees always attach the fenders on to the actual car/truck
body and take them from this point on. I am now sanding the entire fender with 80 grit to find all the
dents.

39. As seen this really makes lows and high’s stand out so you know exactly where to hammer,
dolly and slap file back in to place.

40. Using the slap file I am working the metal back into place. Note the small radius dolly I am
using to support and actually push out the metal as it is slapped outward!!

41. Holding the dolly on the precise spot on the back side you can see where the file is striking the
dolly. This actually raises the metal where the serrations or file marks are. This is reverse
straitening, or cold shrinking. The pressure from the dolly and the teeth on the file actually pulls the
metal outward as you strike it. cool stuff huh.

42. I am now metal filing the area. It is like block sanding and checking for highs and lows. Do not
file much, just enough to check for highs and lows. Or you will thin out the metal too much.

43 I am using an adjustable file so it can be flexed to concave or convex shapes which will match
the round 40 fender shape.

44. I have noticed a few stubborn spots that need hammer and dolly adjustment’s. I am now using a
serrated dolly in my left hand. The HIGH spots I found will push down easily into the serrations while
I lightly tap with the body hammer! This in reverse of cold shrinking. NOTICE the ear muffs as it gets
a bit noisy slapping metal.

45. The shiny spots are the highs as I am holding the serrated dolly against the back side of these .

46. Quite often the slap file and serrated dolly with hammer will not be enough and you will have to
torch shrink to move the stubborn 18 gauge 1940 metal

47. I am heating the metal to a dull glow about the size of a Qter. Then quickly and carefully pass
the torch to someone. My Father is my teacher/working partner on this project so he holds it while I
continue quickly.

48 I grab the dolly and hammer and start massaging within 3 seconds to break down and loosen
the molecules. Tapping gently on the high spots.

49 Then within 8 seconds I squench the heated area with a wet towel and watch it go down 1/16th of
an inch at a time. Repeat as necessary to achieve the desired height and tightness of panel.

50 We have a few unwanted holes. This is the same way you would approach rust out holes. We
are cleaning the hole out making it more round then it was. A square hole is actually easier to do
but we will show you this technique on a round hole.

51 Clean and uniform with no burrs we are ready to proceed. Be sure you have cut out any rusted
metal a good distance past the rust until you have full thickness of original steel. This enables
quality welding and eliminates burn through.

52. Lay poster board over the hole and keep from moving the paper. Press firmly on the paper
making an impression with your finger on the edge of the hole.

53 Simply cut out or razor blade the template.

54 Pre fit to be sure you cut out trimmed etc correctly. A 3/32 razor blade gap is the ultimate. Too
tight and the metal tends to buckle in or out around the patch during welding. Too loose and burn
through takes place.

55 Place the template on correct gauge steel and mark with a sharpie marker and or scribe.

56 We have marked our metal and are ready to cut.

57 Cut out using a band saw or cut off wheel close and then trim afterward.

58 Using an angle grinder and vise grips with flat pads trim exactly on the line to be sure of an
excellent fit.

59. The pre fit looks good and is ready to rock and roll as my Father would say.

60 Now Mig weld in place. We have auto darkening helmets which makes it easy to accomplish
this!

61 Grind smooth using a cut off wheel to about 85 % close, then finish it off with an angle grinder
and roloc disc from 3M with 36 grit

62. Off to the blast shop to clean up the steel of all rust. We use pressure blasters and aluminum
oxide which can cost around 80 cents per pound. This is expensive so you need a way of recovery.
This is the only way for it to be cost effective. Aluminum oxide will blast without warping as the
aluminum absorbs the heat instead of the steel unlike silica sand. Which is only 5 cents a pound.
We do not use silica because of the risk of damaging fragile body panels on rare vehicles and
breathing it can cause silicosis which is a Bummer dude.

63. NO rust and white metal clean it is time for epoxy primer. Two good coats of dp 90.
My dad is taller then me so he primes all the areas I cannot reach. The black epoxy allows
excellent contrast to be sure of coverage against the gray/white blasted metal.

64 Here I am finishing it off with dp 90 epoxy using the Binks Mach1 hvlp

65 This shows the correct angle of the gun to the surface. Always keep the gun perpendicular to the
surface.

67 This is a wrong angle. You have to keep perpendicular to the surface.

68 It is now time to order parts such as headlight bucket and trim to fit while doing the body work
stage.

End of metal work stage

