Instead of laying down the extra cash
for a set of aluminum heads, consider
porting the existing heads to increase
the flow. Stock 460 heads have a large
lobe (arrow) in all the exhaust ports
that significantly hinder flow and rob
the engine of horsepower. In the sec-
ond photo, the lobe has been removed
and the entire port has been smoothed
and polished.




Power Parter

Br CovE Qrusnen

orlirg and paliahing are perhaps
regiarded as the ukimats in profes-

sinol eylindes-head preparation.

Thess bpo demme imenadintely skl an s
of respect Ao ar engine bulldup. and a1
las=t SS00 20 B -Gl

You 'Eﬂll st woo probably cwn

H2 {ools required do do

Parform ... and you may
Bm b surissd A find ke

voll pan perorm haslc
Porting o u o
bery @ carlaen
tvpes of poring 1.'|1a1 we would ols
wupie oy rams sbisrmpling, sspacially
forvour Hrst profscl, Gne s reshaping
e ieedardsend Intake and cahalst pors
and combusion chambuers, [hass
drcak are o5 complleaied as ikey
saun A are lieeat el ta prodasaiore
al=c gopd reputation, Howeyver clear
Ing up casting dnes and rmatching wour
intuke manifold 12 e eyvindar acds
dre pauy tasky Higt neack snyans can
da. IFyouawn & diz grindes, shrashes
purticg allachments are aMardahle
and the cnly odber invsasment nesilag
B your firme. & high-speed Dremel 1o
woA'l wark ae i rirms In gxeass af
40300 .

i el il wtening: Mok eeery Intako
and cylindar hex:d deseress porbing, As
woul leam, porting Is time intenshee and
wiz dhin'l ward Lo inweal 30 heurs ar
more imlo a project thel won't beee ars
real hemefis. In gereral, snodibied
Aaginga opdl ok having & miamoteh
between dhe infahe manitold ard cplin
der head poris will remard vour 2fforis.
An axamiple mighl Ba o Chevraler S50
engir= bai up etouph to produce -S40
ha. &nather aies 15 a6 FE Ford with an
altanraskat ilRka Thal Bss S-inch larget
parts 1kan ibe erlginal FE heads. This
isiernal ch cisates coreidaiahie -
lerice Instead of =imply Bsing 8 =mooth
phwaybar B alr el miskuse.,

T-"l'lil'll-'l'-'fhlil i hig diffarminca hardaan
porting sliiminum ard ron pars: [ren
izkes considerably longer ‘Whatever
matedal you're porting: make §une
vei'ra warking in g wsliH area, an
1harl pourre standiag or =4ting comdart
ably becauss vou'll be ther e giita
amisnn fima. Olher SEan these genaral
tips, and the ottesr Informadlon presc
o in Ehbs arbela, pll viedd aead dreoa low
ol anda part b pork

B e AONEN

Whiah Biandard Abrdsivos ki v ivod dapeids om The compome s eed

thee Froquesesy of febs you'™ Bo @oing. Eoch of thee ks ahown b relitively
Inexpenshve e somes with Ehe mandyefs and aotiEaories yol'll noed 1o ottt
tha abrasive rodls to yosr dis grindes

The Slmraderd kil in @ mindnal ki thad will probably detail an sngine Hock o
fininh an intaks mantfold on a V- You'll nosd to wear safoty glasses,
Hlowes, n prper =ir mask, A long sless e shict, and long pants,

TGRS ST O R ]



3 The Deluxe kit gives you a better
salaction and a greater quantity
of the basic rolis. This is a batter start-
ing kit for most beginners because the
abrasive rolls tear easily when pushed
against the sharp corners of the parts
you're porting. With practice, you'll

become betiter at avolding this.

Tha Cartridge Roll kit comeaes with
plenty of 60- to 1L.20-grit rolis,. This
is a good supplemental or refill kit for
the other porting kits. The rolls are
smaller (¥%- to ¥-inch diameter) than
those provided in the Stamndard kit. The
smaller size is also easier to usea in
cartain areas of an engine.

The lower the grit number, the

more aggressive the sandpaper.
Thea rodls (the fwo on tha faff)
should be used first to remove largar
amounts of metal. Follow this with an
B0-grit roll (right). These are usad to
create the basic shape. Tapered ver-
sions in both grits are Included in the
kits in addition to the straight ones
shown to aase porting In tight areas.

Then use the 120-grit flapper
wheel (fefi) to prepare the sur-
faces for the final finish with the Cross
Buffs {right). The Cross Buffs will leave
tha finish very smooth and shiny. Some
profassional porters prefer to leave
intake manifolds and infake ports in
the cylinder heads with an BD- or 1.20-
grit finish to aid atomization and tum-
bing, but most agree that the exhaust
should be as smooth as possible.

-? The first step in porting is to set
up the work area. Metal dust will
Eo evarywhere so we covered areas
that we wanted to keep clean with
sheet plastic. Then we lald a discard-
able towel on the work bench to set
the intake manifold on. Run an air
hose to the workbench, and leave plen-
ity of slack to move around. You'll also
mneaad a good lHght over the work area.

These are some of the big items
you can claan up in the ports. Our
goal with this intake wasn't to drasti-
cally alter the shape of the ports.
Instead, we wanted to match the port-
outiet size to the gasket (the cylinder
heads were matched to the same gas-
ket by a professional porter), and
remove any obvious hindrance to flow.




You must have a plan bafore breaking out the die
grinder. Intake-port matching is one of the easier port-
ing jobs to tackle, so that's what we did for this article.
Select an intake gasket with Intake-port openings that are
the same size as the ports in the cylinder heads.
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1 U FPosition the

can repeat on both sides. We found that Xrinch bolts
fit perfectly in this Mr. Gasket big-block Chevrolet intake
gasket (PN 110) and Edelbrock Victor 454-R intake (PN
2907). This is a very important step since matching the
intake ports is worthless unlass you can line up the heads,
gasheis, and intake manifold once you're finished porting.

en use a marking dye on the Intake. A product called

Dykem is used by professionals for this, and you can
order it from most mail-order houses when you purchase a
Standard Abrasives porting kit. We're cheap so we used a
wide-tip felt-tip pen instead.

gasket on the intake in 8 manner that you

inthe

scribe to scratch a line around each of the ports. This
will be your guide or outline for your work. The scribe we
used was from Harbor Freight and cost about $1—they're
available from most tool stores.

'With the gal t position, use a

.1 thmnwlﬁaiﬂ-ﬂﬂmll!nmmthum:h‘l
of materlal removed because proper control and
finesse will take awhile to achieve. Keep the roll moving
steadily {arrow) to avold creating a dip. You want to remove
material uniformiy. At first, be only concerned with the end
of the port (at the gasket): The rest will be blended in later.

1 'Ihl corners can ba a little difficult to shape with the
large roll. We switched to a tapered 30-grit roll to
rough in these areas. Try to keop the end of the mandral
and the chuck portion of the grinder from hitting the port as

this will create a rough area you'll need to fix.



mﬂilluﬂihdmlll—lulm

at the other end of the
port we were working on halped us
clearly see what we were doing. Also,
use compressad alr to frequently blow
metal dust from the work area. Find a
way to stand or sit comfortably: We
spant 20 hours porting this intake
manifold.

22 The difference in the two ports is
very noticeabla both to the aye
and to the touch. The finishad port
(right) has a 120-grit finish that should
provide a smooth flow, but stiil retain
a little texture to help the air and fusl
mix. Tha proper sizing of the intake-
manifold ports to tha cylindor-head
ports can make a big difference in




