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the fastness of North

Cornwall, three archaic 19th
tentury tank engines eked out an
ineventful existence until the
early 1960s hauling clay, coal, and
sone from Wenford Bridge to
Wadebridge.

In model form, Westward used
o make a whitemetal version in
4mm, and the one-time Jidenco
giched brass kit is still listed as
being available from Falcon
Brassworks. Then there is the O
guge Roxey Mouldings offering,
which, in my opinion, is best
rgarded as accurate only for
engines’ ‘middle period’ —
between about 1900 and 1935 or
sowhen the Southern beefed up
front ends of all three as old
and cracks in the frames

leading a charmed life deep in

The superstructure

The Roxey kit essentially com-
ises a whitemetal superstruc-
e on an etched nickelsilver
assis, the ‘backbone’to which is
pre-rolled brass boiler. I began
tonstruction by following in John
Ahern’s footsteps by making up a
pair of soft iron wire loops ten-
sioned with twisted ends to keep
lhe pre-rolled boiler tubing at the
fight diameter and degree of par-
dllelism, while my Weller 40 watt
ion did the business, assisted by
much flux. See Fig. 1.

With the bottom seam secure,
the firebox sides — which need to
£n up to the rear splashers
ihat are part of the cab sidesheets

Modelled in late
working ‘Wenford
Bridge’ condition

FRANCIS SAMISH built this
erample from the Roxey

Wouldings 7mm scale kit; he
fescribes the construction, and Y o
gires some soldering hints, here.

Photographs of the finished model by Jolyon Sargent.

The real things

The three Beattie well tanks which made it into the 20th
century were from a class of 85, nearly all of which were built
by Beyer, Peacock between 1863 and 1875. They were
designed for work on the LSWR suburban lines in the London
area; Nos.298, 314 and 329 were sent to the Bodmin &
Wenford in the 1890s to replace life-expired motive power on
the lightly-laid branch. This, plus the sharp curvature, ensured
their survival, much rebuilt, until 1962. Two have been pre-
served, but No.30586 (ex-329 of 1875) was scrapped at
Eastleigh Works in 1964.

- can be bent carefully outwards
into a shallow reverse curve.
Rather than trust to finger pres-
sure for jobs like this, I keep a
selection of short steel and brass
stubs of varying diameters to
hand to act as bending formers.

Boiler bands are easier to fit at
this early stage, sliced off from
about 5thou brass shim with a
Stanley knife and straight edge,
and pre-tinned prior to applica-
tion. To keep them tensioned, |
bent each end into an ‘L' over
which was clamped a 3" pair of
forceps. When done, the protrud-
ing extra lengths of band were
trimmed back nearly flush. See
Fig.2.

For brass on brass, even with a
medium-wattage iron as | used,
there is little fear that things will
unsolder themselves — in fact,
more heat is actually better.

4 .. .and in 1971, at Quainton Road (photograph: Frank Hornby).
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Whitemetal, however, melts at a
lower temperature than ordinary
solder,and to cap it all is an excel-
lent ‘soak-away’ of heat.

Because of these characteris-
tics,it can be more difficult to run
a clean seam in one go with
whitemetal, but the secret in O
gauge seems to be to take things
slowly and avoid the temptation
to press hard in an effort to get
better heat transfer from a low-
wattage iron. If things don’t seem
to be going well, try Carr's tip
cleaner (by C&L Finescale).
Fettling castings beforehand so
that they actually touch all the
way along a join line is also
important, as you don't want the
liquid solder dropping through
too large a gap and leaving a hol-
low that needs filling later.

If there is a critical join on the
Roxey Kkit, it is the one between
the rear of the firebox and the
front weatherboard of the cab. It
is best to fix this and the cab
sidesheets to the cast footplate
first, then move on to trialfitting
the boiler and smokebox. Initially;
I tinned all the brass areas care-
fully beforehand with soft solder,
but as things progressed discov-
ered that C&L Finescale 100
degree solder and matching yel-
low flux would allow me to skip
this tinning step, considerably
speeding up such ‘mixed metal’
operations. See photo 1.

Although the metal boiler
comes ready drilled for handrail
knobs, it does not have holes for
the washout plugs — and in any
case, some of these are about
Imm or so adrift for the later
Drummond rebuild boilers. As I
was modelling 30585 in British
Railways days, a new hole for a
support stanchion had to be
drilled on the right-hand side as
well. For this reason, | left the
smokebox door casting off until
quite late in the build, in order to
allow a piece of wooden dowel-
ing to be poked inside the thin
boiler shell, which provides a sup-
port when drilling these addition-
al holes. Their position was
marked with reference to pho-
tographs,and I used a toolmaker’s
scribing block and surface plate
to ensure that everything was par-
allel to the running plate,
although marking out with a
scriber and conventional ruler
would be suitable too.

As an aside, | find it easier — if
rather laborious — to drill such
holes in awkward positions with
a pin vice, after first making a
shallow indentation with an old
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dart head as a centre-punch sub-
stitute.

Comparing images of the
Beatties in their various states
from both the Middleton Press
Wenford Bridge to Fowey album,
and Bradley's LSWR Locomotives
— The Early Engines, it becomes
clear that after the 1930 rebuild-
ing,buffer heights were raised;the
additional platework added to
the front subtly changed the
appearance of these locomotives.

Front buffer beam
Because of the need for mechan-
ical strength on the buffer beam, |
made up a new one from brass
sheet, with a carefully-filed sec-
tion of square section material
soldered to the rear that incorpo-
rated the same end profile as the
original Roxey footplate casting.
Underneath, two triangular
bracing pieces were fixed, better
for coping with buffing and draw-
bar forces. The whole assembly,
including Slater’s buffer stocks,
new buffer heads (photo 2),lamp
irons and Laurie Griffin Miniatures’
vacuum pipe casting was soft-sol-
dered up as a unit,and then care-
fully grafted onto the footplate
with Carr’s 100° solder.

The chassis

The chassis needed the same
degree of attention, in the form of
replica flitch plates soldered on
to the sides — again with the for-
ceps as a quick clamping tool —
and finished off with stubby
guard irons. I find it easier to fin-
ish these off once they are on the
model,bending to sit the right dis-
tance for the chosen gauge, and
finishing off with a fine Swiss file
so as to leave about 1mm clear-
ance from the railhead.

Wheels for the well tank are
from Slater’s, which come on
squared axles and require the
addition of balance weights,
which Roxey provides as etchings
on the chassis fret. I used ordi-
nary superglue to fit these — but
first taking the precaution of light-
ly sanding the spokes underneath
beforehand, and the back of the
etched parts, so as to provide a
good key for the adhesive. See
photo 3.

Getting a chassis running
sweetly | find, is always a matter of
repeated assembly and disassem-
bly. I usually start with the motor
and gearbox in accordance with
the instructions, then work
towards erecting the chassis
frames, adding two or three strate-
gically-located tapped plates for

A\ The critical joint between the rear of the firebox and the front of the
cab. Constructional photographs by the author

2
A New buffer heads to replace those supplied with the Slater’s fittings

were turned on a lathe.

3

current collectors and suchlike.
Even on a simple fourcoupled
rigid chassis such as this, cou-
pling rods will need easing for
tight spots — I scratch ‘R’and ‘L' on
their insides, so they can go back
on the same way as they come
off. See photo 4.

Outside cylinders and slide-
bars (see photo 5) are assembled
onto a removable stretcher that
sits in notches made in the top of
the frame. am fortunate enough
to possess a small lathe, so the
rear cylinder covers were turned
up out of scrap brass rod, with

A The coupled wheels’ balance weights were fixed using superglug
Both wheel and etching were sanded to give the glue a key.

replacement fabricated steel strj
slidebars forced into small holg
and then soldered up solid.
On these locomotives the o
side springs are fixed to the slidé
bars, and on the prototype a
paired by another set of insidé
springs, just visible underneal
the boiler between the fron
splashers and smokebox. | used
some Laurie Griffin Miniatures
castings, slightly modified, whic
after painting had their axleboxes
polished up back to their nati
brass. The leading wheels ared
fact sprung, the Roxey etclié
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Drawing by the late lan Beattie, reproduced to 4mm scale.

10" See Raiway MopeLLER September 1985, and also the commemorative

hardback Drawn & Described (published by Peco, 2001; ISBN 0 900586 90'7).

axle carrier being made to work  Pickups and motor

with a nest of four Kadee truck The Beattie has wiper pickups
(bogie) coil springs working  from phosphor bronze - actually
around 8BA double-nutted bolts. the same material as Roxey sup-
A bit tricky to assemble but worth  plies for the kit's boiler bands.See
it, as if built rigid, a 24-0 chassis  photo 8, overleaf. It is wonderfully
will always be lacking in adhe-  soft springy stuff, and was sol-
sion. See photographs 6 & 7. dered to copperclad sleeper

A Coupling rods in place; in order to identify them during chassis
adjustment they are marked lightly on the rear.

A To ensure good adhesion, the leading axle is sprung using a quartet
A The cylinders and slid s; they were bled onto a r bl of Kadee coil springs. These push down upon a plate to which the axle is

gﬂmn just visible at the top of the photograph. fixed, as seen in photograph 7.
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material, gapped, fitted with flying
leads and then screwed to the
chassis.The pickups were bent to
touch the wheel rim, and at just
the right curve so as not to be vis-
ible from the side.

The Mashima 1933 motor has a
flywheel, in quest of smoother
running, and to combat any
potential dirty track problems.
This sits in a modified gearbox, fit-
ted with an extension arm with
an eye at its end which was sol-
dered to one side, and led back
along the chassis to the nearest
cross-member. A screw was then
put through the eye in the exten-
sion arm into a matching tapped
hole in the frame. Two rubber
cushions — punched from old
windscreen wiper blade material
- pack out the eye top and bot-
tom. The key to making this
arrangement work is not to nip
up the screw tight and lock every-
thing solid. As it is, the gearbox is
free to float — cushioning drive
take-up from rest, and helping to
cut down noise. The eye and the
extension arm can also be seen
in photograph 8.

Finishing off

Detail work did not start in
earnest until the basic body had
been fitted to the chassis and the
underside given clearance for
wheels and flanges with a rotary
burr in the mini-drill. It is surpris-
ing just how much has sometimes
to be removed to ensure that no
intermittent short circuits occur.

The cusioned extension arm
can be seen below the gearbox
frame. The phosphor bronze wiper
pickups can clearly be seen acting
on the insides of the coupled
wheels (see also photograph 7).

Careful rotation of the wheels by
hand with the worm wheel grub-
screw slackened off will usually
leave tell-tale marks where mater-
ial needs to be removed, and |
often do this several times to

The chassis in all its glory. The
wire loom ‘top right is for
connecting a DCC decoder, whilst
next to the motor can be seen a

b-miniature tor, which
isolates the motor for main-
tenance purposes.

v

Wiper pickup
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allow for any slop in the chassi
to superstructure fixing screv
holes.

At this stage, | was getting a bi
fed up with having to go arounc
with a small scraper — [ grinc
these up from old warding files -
after each soldering session

Beattie 2-4-OWT No.30587

captured by the camera al
Boscarne Junction in July 1955
This was the site of a small yard al
the end of the Wenford Bridge
line; trains could either run to
Wadebridge - the direction in
which the photographer was
looking - or reverse towards
Bodmin General. The branch to the
Southern Railway terminus -
Bodmin North - diverged from the
Wenford Bridge route at Dunmere
Junction, not far from the other
end of the yard. Built by Beyer,
Peacock in June 1874, the
locomotive was withdrawn in
December 1962; it has been
restored for use on the Bodmin &
Wenford Railway.

Photograph: the late Les Pickering,
courtesy Bob Brown.
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