55 ton PANEL SIDED HOPPER

Era: 1933 to early 1970’s

USRA DESIGN, AS MODIFIED
WITH PRESSED STEEL SIDES

INTRODUCTION

The USRA “standard” design 55 ton hopper was one of the
most popular pieces of rolling stock ever introduced to
American railroading. To meet the post 1930 demand for
increased capacity, the UNION METAL PRODUCTS COM-
PANY, in association with STANDARD STEEL RAILWAY
EQUIPMENT MANUFACTURING COMPANY, introduced a
retrofit “’kit” of pressed steel “blister” sides designed to
replace the flat side panels of existing hoppers.

This modification increased the capacity of these popular
cars by sixty cubic feet. An interesting feature is the taper
on the top of the panels, allowing use on rotary dumpers
without packing the coal load into the car. When rebuilt, most
of the cars were also equipped with AB brakes, improved
trucks and AJAX power handbrakes, making them a modern
and up-to-date piece of rolling stock.

Kit #4029

1 BRAKE COMPONENTS

1) Assemble AIR TANK, noting locator flat on center flange.

2) Assemble BRAKE CYLINDER, using only components
indicated. Insert, but do not cement CLEVIS in place at this
time. Drill cylinder head #80 for air line.

3) Drill TRIPLE VALVE #80 for piping.
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2 GENERAL ASSEMBLY

The USRA design 55 tor hiopper, originating in 1918 (avail-
able from TICHY TRAIN GROUP, kit #4027), thus saw ex-
tensive and long-lived service on almost all major railroads.

PLEASE READ BEFORE ASSEMBLY

Each 'sprue, or group of parts, has an indetification number and letter molded
adjacent to the part. Example, A-3. Each part is attached to the sprue by a
small ‘gate’ — when removing a part cut close to the sprue, then carefully trim
the gate flush to the part. Do not twist the part off, and remove the part only
when called for in the instructions to avoid confusion.

We recommend only “liquid cement for plastics” for assembly. Use ACC for
plastic to metal joints. Test fit each part to see where cement should be ap-
plied, then do so with a small pointed brush, allowing cement to draw into joint
by capillary action. Tack larger parts first for position, then flow cement into
joint. Tacking can be compared to ‘spot welding’. Be careful not to allow cement
to flow under your fingertips.

Clean your workspace before starting, provide adequate lighting and work over
a clean sheet of white paper for contrast. And remember — the most common
problem is tipping over the cement bottle.

1) Test fit FRAME to BODY — fit should be firm, but not tight.
Relieve with a flat file if necessary. DO NOT CEMENT.

2) Clean WEIGHTS with a coarse flat file; cement in place
with ACC. Note scribed locator lines for position of the two
end weights. NOTE: Do not cement ends or frame at this
time.













