Masterclass Models
GWR Shunters’ Match Truck
Historical Notes
Unique to the GWR was its provision of shunters’ match trucks at its main yards. Vehicles
were constructed to five diagrams (M1-M5) between 1895 and 1940, all of the same
diminutive 14’ length (7’ WB) and with both conventional and Dean-Churchward brakes.
The Dean-Churchward either-side brake was patented in 1902, and was fitted in various
forms to most GWR wagons from then until the 1920s, when the company reverted to RCH
standard Morton brakes. There were three main divisions in the development of this gear,
known as DC I, DCII and DC III.
DC I: Initially with both brake actuating handles (short quadrant levers quite unlike the normal
levers found on other companies’ stock) at the same end of the vehicle, the brake was
actuated by a swan-shaped lever which passed behind the axleguard and in front of the
wheel. Brakes were fitted only on the same side of the wagon as the lever. A pillar
immediately behind the brakes supported the rod, and therefore a V hanger was only present
on the lever side. Later, to satisfy Ministry of Transport regulations, certain DC I equipped
wagons were converted to have both brake handles at the right end of the wagon side. This
was known as DC I cross-cornered, and the linkage connecting the two sets of brake handles
ran down the centre of the wagon.
DC II: This brake also had both handles at the same end of the wagon. It however has V
hangers on both sides, and the resulting spindle which ran across the wagon allowed a
vacuum cylinder to be linked to it. With this arrangement it became possible to fit brake blocks
on both sides of the wagon. Some fitted vehicles were equipped with 8-shoe clasp brakes.
DC III: A cross-cornered variant of DC II, with both brake handles at the right hand ends This
soon came to be the standard brakegear to be fitted to all stock, except where single ended
levers were needed, for example china-clay end tipping wagons where the brake levers were
fitted at the opposite end from the tipping doors, to avoid them becoming clogged.
A comprehensive description of DC brakegear is found in Reference 1, including some
fascinating works photos where the brakegear has been painted white for clarity, presumably
to aid future generations of railway modellers.
Assembly instructions
Parts required
1 x
4 x 2-041
2 x 2-209
4 x 2-441

GWR Shunters’ truck etch.
Rolling stock axle bearing cups
6mm plain spoke wagon wheels (or similar according to prototype).
Ribbed wagon buffers (or similar according to prototype).

0.3mm brass or nickel silver rod
solder and tools
General
Certain parts of the etch are very delicate, and therefore care is needed when cutting both
them and adjacent parts out. Spares are provided of certain small or delicate items.
Although it is possible to assemble the kit using superglue, for these instructions soldered
construction is assumed.
Unless otherwise indicated, fold lines for 90 degree folds are on the inside of the fold, for 180
degree lines on the outside of the fold.

Parts on the etch are numbered. An enlarged picture of the etched fret is provided for
clarification. Study this and the instructions carefully before beginning assembly.
Underframe
1. Cut out the underframe etch (part 1) from the fret. It is now necessary to decide
which version of the underframe is to be built, and remove certain parts from the
underframe accordingly. For DC I brakegear, remove the V hanger on the side
which has the two triangular hangers at each end.If building a non-fitted
underframe, also remove the vacuum cylinder mounting found on the same side.
The underframe is provided with three triangular hangers on the corners for the
brake handles. In each case one has to be removed. For DC I or DC II single
ended brakegear, the lone one at the opposite end is removed. For DC I or DC III
cross-cornered brakegear, the two remaining should be diagonally opposite one
another, so the third one is removed. For a conventionally braked example, all
three should be removed.
2. Bearing cups may be soldered in place before or after folding the underframe into
a U section, according to preference. Fold up the underframe sides into a U
shape. Fit the wheels into the underframe and adjust for free running without
excessive slop. Remove the wheels.
3. If fitting DG or similar couplings, foldup boxes are provided as mounting points. If
not required, remove or leave these flat as they impede the building of certain
brakegear configurations.
4. Most shunters trucks had protection plates (parts 15) fitted behind the
axleguards. Cut these out and solder in place.
5. Cut out the inner and outer solebar etches (parts 3 and 4a/4b). If cast axleboxes
are preferred, remove the etched ones provided. Fold out the footboard on part 3.
Alternative outer solebars are provided for bulding with DC (part 4a) or
conventional (4b) brakegear. Now fit the inner and outer solebars to the
underframe, using the bearing cups as locating lugs.
6. Fold up and solder the axlebox etches (part 6), file of the remaining tab, and
locate in place. Ensure you have them nice and squre. Spares are provided in the
case of mishap.
7. Cut out, fold up and fit the footboards (part 16).
8. Fold up the inner bufferbeams on the underframe. Select square or angled ended
bufferbeams (part 5) as appropriate, and solder into place, ensuring they are
accurately located over the buffer holes, and that the etched channel section
faces inwards.
9. Cut out the brake gear (part 2). If building a two shoe brakegear, remove the
redundant side brakes – it’s the one with the gap in the support. If building DC I
brakegear, fold down the support arm, and strengthen the fold with solder. Solder
the brakegear in place on the underframe. Important note: for DC II brakegear,
due to an orientation difference, the brakegear has to be folded in the opposite to
normal orientation, that is with the fold lines on the outside of the fold.
10. Insert the wheels, and check that they do not foul the brakegear. Remove them.
11. For DC cross-cornered brakegear, additional supports are needed For DC I
cross-cornered, parts 8 are required, they locate in slots close to the centre-line
of the underframe, and face in the opposite direction to those on the solebars.
These cannot be included if DG coulings are used. For DC III brakegear,
supports fold up from the underframe etch.
12. If building a DC braked underframe, select the brake rodding. 0.3mm brass rod is
used to provide the transverse rods. According to the brakegear type, different
longitudinal levers are needed:
• DC I single ended – brake lever part 13. This passes in front of the wheel and
behind the axleguard. It may need some thinning to clear the wheels.
• DC I cross-cornered – rodding part 12. This passes down the centre of the
underframe.
• DC II single ended – rodding part 10. Locate in the centre of the underframe.

DC III cross-cornered – rodding part 11. This is offset to one side of the
underframe, and it should be clear from the arrangement of the supports at the
end of the underframe where it needs to be located.
13. If building a DC braked underframe, thread 0.3mm brass wire though the handles
at the ends, and through the central V hanger, making sure you include the brake
rodding as described above. Leave wire protruding from the handle supports to
thread the brake handles on to. Carefully solder in place.Fit the brake handles
(part 7) in place. These should be kinked close to the circular end (see prototype
photos) but this can be omitted if desired. Trim off excess wire from the brake
handle and V hangers.
14. If building a conventionally braked underframe, cut out and fold up the brake
levers (parts 14). 0.3mm rod is threaded through the brakes, and the brake levers
added to the ends of this.
•

Body
15. Cut out the floor (part 17). Fit to the underframe, ensuring that it is centralised.
16. Decide whether you will build an example with early or late style handrails. Early
handrails were fitted with long handrail stanchions (not provided in the kit). Later
examples had handrails cantilevered on supports from the side of the body.
According to your choice, cut out either the early (part 18a) or late (part 18b) floor
planking and fit to the floor.
17. The body has a lip around it to prevent tools (and the shunter!) falling out. For the
early handrail arrangement, eother a single foldup lip is provided (part 19) or
individual sides (part 20a) and ends (part 21a) are provided. Use one or the
other, not both.
18. For the later handrail arrangement, first fit the hanrail stanchions (parts 22), and
then fit the individual sides (part 20b) and ends
19. Cut out and fold up the tool box (part 23). This fits in the recess in the floor
planking. Overlays are provided for the strapping on the corners (parts 24 and
25). Fit the top (part 26). Two large lid stops (parts 27) are fitted in the slots.
These are folded over double thickness.
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