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Several years ago, Greg Carter  had the idea to produce a high quality kit for a high performance Fast Combat plane. He chose to base his platform  on the highly successful Allenplane design by Allen Deveuve. He then developed a unique system for manufacturing this kit and has sold many of them over the last few years.  However, due to the demands of his family and his job, recent availability of these kits has been spotty at best.

I started working with Greg to help him produce kits for myself and others about three years ago. I had been building Arrowplanes for years, but was getting tired of spending 15+ hours build time per plane. The Allenplane kit provided similar performance at a significantly reduced build time. Most people report build times from 3 to 6 hours per plane. In 1998, I approached Greg about allowing me to use the equipment that he had developed to produce the kit. The idea being to provide a reliable supply of kits for the Combat market.

This transition has worked very well. The quality and price have been retained and kits are now stocked for immediate shipment. The following is a brief description of the manufacturing system, plane specifications and building tips:

The plane itself is an all-foam wing with external controls. It features a machined basswood motor block, 3/16 x 3/8 vertical spruce spars, recessed engine, 9” BT55 bladder tube, K75 arrow shaft, plywood leadout guide and tail. 

The cores are cut from 1 lb./cubic foot polystyrene foam. Greg spent about one year developing an automated foam cutting machine. He stood up two pen plotters and then mated them to a computer. He wrote his own software to control the plotters. The plotters move the bow which is counterweighted so that it floats easily.
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The basic procedure is that a large block of foam is inserted in to the machine. It is sliced in to 2” thick pieces. These pieces are rotated 90 degrees and then the perimeter shape is cut a dozen at a time. Next the spar slots are cut on a table saw. The tail shaft half-bores are sanded-in on a special fixture.
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The bladder tube hole and cross shaft hole are bored on another special fixture. Finally, the cores are put into the machine one at a time and the airfoil shape is cut. This whole process goes very fast. 50 sets of cores could be produced in one day by two people if the foam is dry. 

The plywood components are laser cut at SIG from an IGES database. The motor mount block is machined from basswood to tolerances of +\- .003” 

Construction is very simple and follows modern building techniques. If overall build time is not critical, aliphatic resin can be used for all assembly except the arrow shaft to motor mount joint and the tail to arrow shaft joint. These joints should be made with CA. Also, the lead-out guide should be installed with 5 minute epoxy. One difference form the original kits is that the spars are not pre-machined with a taper. They should be glued in and then planed flush when the glue dries. The reason for this is to allow the spars to be inserted full depth and still have a smooth, flush surface. The pre-machined spars were significantly sub-flush when fully inserted into the slots. This caused a narrow gap under the film right at the high point of the airfoil. 

The kits are $30.00 plus shipping and handling. CNC cut T6061 T6 aluminum motor mounts to fit Fox and Nelson motors are also available @ $15.00 per pair including the 6-32 bolts. To order or for additional information please contact:

Bill Maywald

719 Allen Drive

Corona CA 91719

Phone: 909-280-9720

Email: Wmaywald@AOL.com

