To begin the second courss the borm is
bant arcund the sinusaldal stake in a process
sirndlar o the first step. When the axal curve
is Hghtenad the generalor Curve Opens, 5o
it will appear that your nicely closed form has
opanad. Weall, it has opened up, but don't
be discouraged! I the limits of the first curve
have been reached, 1 might be necessary
1o move 1o a tighter curve on the stake, Excapd
in the case of excepticnal hammership, it
usually takes two courses of hammering on the
first portion of the stake before this becomes
necessary. Y ouw can continue fo work on the
steel stake or, s shown, you can switch to the
plostic stake. Experiment with both to Setar-
mirne which you prafer.
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Thiz process will continue until the desired
form hos been obtained. Sirtke with o cross
peen an the inside of the trough as it develops,
always halding the ends of the form together
b minimize their natural tendency to pull
ourtward, Position the workpieos on the stake s
there is @ hollow or void beneath the metal
whers you intend to hit it Bemember that the
alruaoldal stake con be turned over 1o reveal a
saries of curves with different radii

The anticlasied sirip has several interesting
characteristics. While it hos great strectural
strangih, it nonetheless moves fresly obout its
s and con be easily twisted in both direc-
ticms. By “screwing” or "unscrewing” the form,
the axial curve will open out and the genarator
will closa,




T-folds produce rapid dimensional
chonges when worked and unfolded. They
may be made in various cross sections
and with several fold edges. If ustng more than
twro fold edges 11 may be useful to pleat the
metal to obtain multiple lold edges. T-folds mery
ba placed (n the vise at angles to obiomin
wadge T-folds and varations on them. The
table shope and form can be contralled
by using “leg” or “pillow” ineerts as illustroted
below. Changing ihe profile of the vise jaws
o even changing the position of the fold in the
vise while conlfirming the pillow o obtain g
table with curving sides will also produce in-
teresting results. These are the starting polnts
for o number of rolled folds. These {olds,
like momy others, can be worked into abjects
such as bowls by collapsing the entire bowl,
clamping i1 in the vise 1o make the T-fold
and then apening it. They do not have o bae run
across o whole sheet hut like line folds can
be centered by leaving the loop locse on the
ends of the kold. A very long T-iold stnp can
be possed through the viss and shaped up in
gections, The vise jawa can be replaced by
1w pleces of angle iron if the screw of the vise
becomes a limifing kactor.
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T-FoLDS! LEGS PINMED AMND FREE

Figure A (below) illustrates two T-{olds

made from the same size piece of metal with
loops and tables of equal size. In A, the fold
edges have been directionally forged with the
legs pinned tightly in a vise. Figure B showa
an identical T-fcld blank where the lega have
beer lorged ree. perhaps holding the T-iokd
against the side of an anvil for the kbeging. The
poeatbility of hoving parts pinned versus fres
offers another important option in fold forming

T-iald wilh lage pinned and isgs roa

Even gamaoll dehrestion Bke tha con yiek

ot dermabhy diffonmnsy femniss
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