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NEW PROGRAM COORDINATOR 

After many years of devoted service to the 
Northwest Region, Clyde Payton will be stepping 
down as the Northwest Region Coordinator. 
Clyde wishes to devote more of his time to h ~ s  new 
position as chairman of the Panhandle Pioneer 
Settlement Blacksmith Shop committee. Thanks 
Clyde, for all the great meetings you helped to 
organize and the wonderful reports you wrote for 
the Clinker Breaker. 

Taking over as the new Northwest Region 
Coordinator will be one of FABA's founding 
members, Dr. Ed Crane. All questions or 
suggestions on upcoming meetings in the 
Northwest region should be directed to: 

.Dr. Ed Crane 
829 Lake Ridge Drive 
Tallahassee, Florida 323 12 
904-893-32 12 

STATEWIDE MEETING COAL 

FABA coal will be available at the statewide 
meeting in July if the minimum forty bags are 
pre-ordered before the end of the month. It takes 
forty bags to justify the expense of hauling it out 
there from Roger's place. So far the program is 
working great. Over 9 tons of bagged coal has 
been made available and sold at the last three 
statewide meetings. If you plan on attending the 
July Statewide meeting at Ray Nager's shop in 
Tampa and would like to buy some coal, send a 
check made out to FABA in the amount of $14 
per 901b bag to: Patty Draper Sec~Treas. Rt. 7 
Box 10824 Tallahassee, Florida 32308. 



Upcoming Events 

The calendar includes events of interest to the blacksmithing community. Florida Artist Blacksmith Association (FABA) 
sponsored events are highlighted in bold typeface. The regions have no boundaries - everyone is welcome everywhere. Come to 
more than one if you can. We hold regular monthly meetings in each region (except that we all try to get together at one 
Statewide Meeting each quarter) on the following Saturdays of each month: NE-lst, NW-2nd, SE-3rd, SW-last. The actual dates 
may vary from month to month; check the schedule below. Our meetings are informal gatherings around the forge. Prospective 
members are always welcome. Come for all or any part of a meeting, bring your tools, or just watch. Most meetings run from 
9AM to 4PM, and you'll need to bring a lunch if you stay all day, unless otherwise noted. If you have any questions about 
meetings please contact the Regional Coordinators listed below: 

Northeast Region: Mike Schmidt (407) 855-3347 
Northwest Region: Dr. Ed Crane (904) 893-3212 
Southeast Region: Ray Reynolds (407) 793-2452 
Southwest Region: Richard Boone (813) 377-8638 

JUNE 1996 
Maps for the June meetings are on page 3 

NE June 1 Bill Robert's Custom Design Metal Arts shop. Ocala, Florida. Bill will 
demonstrate his new air hammer; the Barberville gate will be worked on. 

NW June 8 Panhandle Pioneer Settlement. Blountstown, Florida. Workday. Lunch 
provided; covered dishes welcome. 

SE June 15 
SW June 29 

June 26-29 

JULY 1996 

NE JuIy 6 
NW JuIy 13 

July 13 

July 19-20 

SE July 20 
sw July 27 

Mike & Marilyn Luck's shop. Ft. Lauderdale, Florida. 

Lewis and Diane Riggleman's Rams Head Forge San Antonio, Florida. 
The program mill be to work on projects for the annual conference auction. See 
article on page 5 for details. 
1996 ABANA Conference. Alfred State College, Alfred, New York. See article 
this issue. 

Maps for the July meetings will be in the next issue I 
Location to be announced. 

No regional meeting. The NW region encourages you to attend the Statewide 
meeting this month in Tampa. 
Board of Trustees meeting. 12:OO pm. Pioneer Art Settlement's 
blacksmith shop. Barberville, Florida. 
27th International Kndemakers Guild Show. Marriott7s Orlando World Center. 
For more info. call 423-442-5767. More details in the next issue. 

Location to be announced. 

STATEWIDE MEETING. Ray Nager will demonstrate at his Tampa, 
Florida Metalsmith shop. 

AUGUST 1996 I 
NE Aug3 Location to be announced. 

NW Aug 10 Dr. Ed & Nancy Crane's forge. Tallahassee, Florida 

SE Aug 17 Location to be announced. 

SW Aug31 Location to be announced. 
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PRESIDENT'S CORNER 
Ray Roberts, President 

The 8th Batson Bladesmithing Symposium 

In a previous article, I mentioned that the Alabama 
Forge Council had successfully bridged between the 
various groups of blacksmith specialists. 
Specifically, the AFC and the Alabama knifemakers 
seemed to work very well together. At the time I 
suggested that Jim Batson had a great deal to do 
with this while noting that ABANA and several state 
organizations were not doing so well. 

While at the symposium, I wanted to talk with Jim 
and others and ask for suggestions that might have 
implications for FABA. But first I wanted a first- 
hand look at their first mading not to be held on the 
Batson home-place. 

This year's meeting was held at the Hatfield Camp 
Ground about three miles south of Athens. There, I 
found a rickety shed and a leaky roofed concrete 
pad. Since I amved a couple of days early, I walked 
around and thought how lucky we are to have the 
use of the Pioneer Arts Settlement in Barberville for 
our fall conference. I knew then that the AFC had to 
bring in everything needed in the way of 
blacksmithing equipment and supplies. I didn't envy 
them, but sure enough, on Thursday, Batson, Bill 
Richardson (AFC Secmreas) and half a dozen 
others came with truck and trailer loads of forges, 
anvils and other stuff for blacksmithing including 
Jim's big hydraulic press. For the rest of the day 
they setup forges, stsung wire and erected sideless 
tents for additional demonstrations. 

When things slowed a bit, I cornered Batson and 
asked my questions. His responses showed surprise. 
He said that the question of forming a separate 
group of knifemakers never came up because the 
principal skills and craft of making knives is 
blacksmithing. And later Bill Richardson reinforced 
this theme noting that a good many of the attendees 
at the symposium were blacksmiths who did not 
make knives: 

All this helped make me acutely aware that all but 
three or four of the sessions were indeed 
blacksmithing demonstrations. Not the least of these 
was a closely attended class on heat treating hosted 

by Dr. Batson and Florida's and FABA's Alfred 
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Pendray. Even though the class was held in the 
middle of a thunderstorm and with a known tornado 
less than ten miles away, no one moved as we tried 
to absorb all we could during this unique 
opportunity. 

I must congratulate the Alabama Forge Council for 
another fine set of programs done under trying 
circumstances: and for helping me to reinforce my 
conviction that FABA can and must provide services 
of such a caliber that no one will fell better served 
separately. 

Please, come out to monthly meetings. Travel to 
other regions for other meetings when you can. The 
quarterly statewide meetings have been outstanding. 
The next on will be at Ray Nager7s shop in Tampa. 
Look at meeting notices on page 2 for specifics. Let 
us work together to make FABA the organization for 
all of Florida's blacksmiths. 

Letter to the Editor: (by the Editor) 
I 

Having the opportunity to read the information 
provided in this newsletter first, let me be the first 
one to respond to Ray's article. As a Board member 
for the past year and a half, I have been aware that 
some region's programs are heavy sided with 
bladesmithing while other regions concentrate on 
more traditional blacksmithing and that this has been 
an area of concern. I agree with Ray in that most of 
bladesmithing is blacksmithing and applicable to all 
facets of the trade. My concern, and this comes 
from having been the regional coordinator in the 
Northwest region for a year, is that we end up with 
regions whose programming becomes exclusive to 
one area of interest. I think that one should never 
lose sight that FABA's primary purpose is that of 
education. That those who are new coming into the 
organization should be emphasized over those of us 
who we consider as old-timers, because they are the 
ones who are going to be bringing in the new energy 
and ideas. A diverse program geared toward all 
levels of achievement should be FABA7s, and each * 
region's, goal. 

Bill Robertson 



Southwest Region News 

Lewis and Diane Riggleman will be hosting the June 29 Southwest 
region meeting at their Rams Head Forge in San Antonio, Florida. 
The meeting will be from 9 a.m. to 4 p.m. (See the map on page 3 
for directions). Lewis will have six forging stations available for Gofi lc  JIINGE 

NO. 6-B. 
use. He will furnish coal and steel for projects which will be made 
for the annual conference auction in October. All items made will left there and tagged for the auction. Bring 
your bag lunch; Lewis will hrnish a cold beverage. Come swing a hammer for a good cause! 

Northwest Region News 6y clyde ~ q t m 2  

The Northwest regional meeting will be held at the Sam Adkins Park, Panhandle Pioneer Settlement, in 
Blountstown, Florida, on the second Saturday, June 8, 1996. Look to this issue for the map. This will be a 
work day. Work will center on three areas. Hardware--we will be making hasps, door latches and hooks, etc. 
for the blacksmith shop. Carpentry--we will be sawing and nailing more boards to finish doors, windows and 
partitions. Masonry-only a little more masonry work is needed on the flue above the roof line in order to 
complete the brick forge. 

We will have two portable forges going, supplied with coal and stock. If you would like to work at one of 
these forges in malang building hardware please bring your favorite hand tools and join in. Instructors will be 
on hand for specification guidance if your need it. If you prefer to do carpentry work, bring your hammer and 
saw. Masonry tools will be provided. 

We are making great progress on this 1800's period blacksmith shop for this public park. So far the work in 
constructing this shop has been done by the Florida Artist Blacksmith Association. We have come a long way, 
but have a long way to go yet--so please come on and pitch in. Our children are the beneficiaries! 

As usual, lunch will be provided by the Panhandle Pioneer Settlement volunteers--they always provide a 
banquet! !--so work yourself up an appetite. 

A LAYOUT TABLE BLUMB BOB DEVICE 
by Dan Tullj?om the May 1983 Pounders Press 

This device is extremely handy in any shop producing iron work that must be square and plumb. All you need to 
make it is a plumb bob (available from any lumber or building supply store), a piece of string, and two pieces of 

electrical conduit pipe bent to a 90 degree angle. (You can probably 
get a pair of these from any electrician if you can't find them in the 
lumber store). 

Take the two pieces of conduit and attach them with screws, nails or 
clamps to the ceiling 
over your layout table as 
shown. 

Make certain that your layout table is level, flat, and plumb. Lower the 
plumb bob to the center of the table and mark the point of contact with a 
center punch. Scribe an X through the punch mark. 

You can tie the other end of the cord to a nail on the wall or spool it onto an 
old fishing reel mounted to your table. It is used in my shop to plumb 
vertical on hand rails, fireplace tool stands, etc. 
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FORGING TOWARD 
THE I 

FUTURE 

I ABOUT THE 1996 ABANA 

1 ABANAand the New York state Designer Blacksmiths invite you 
to attend another great ABANA Conference. This one is shaping 
up to be the biggest ever. 

t 

The conference theme this year is Forging Toward The  
Future .  The event will open with a gallery reception to get 
everyone acquainted (and reacquainted). This will be a chance 
to meet ABANA board members, demonstrators, vendors and 
other members. i 

I 

The conference will be at Alfred State College of Technology at 1 

Alfred, New York on June 26-30, 1996. Yes, we know that's a 
long ride to New York, but everyone who was there for the last I 

conference says that it is worth the trip. 

There will be bunches of special events, auctions, gallery 
exhibits, workshops and at least two dozen demonstrators. 

Among other things, the Iron In The Hat raffle is to have the mother of all prizes. Sid Suedemeier is intending 
to run a workshop on restoring a 254 Little Giant and donate the result to the Iron In The Hat! 
The highlight of each conference is being able to see new and different forging demonstrations. Here's a taste of 
what you'll find: 

Keith Kilby of Jefferson Georgia will demonstrate material selection, patterning techniques for 
Damascus welding and patterning flat layered Damascus and welding and shaping composite multiple bar 

7 
patterns. 
Keith started making knives by the stock removal method in 1973, and started forging knives and Damascus in 
1987. He has completed over 700 pieces. He's a member of the American Bladesmithing Society and the 
Knifemakers Guild. His work has been in numerous magazines and has won several awards at knife shows. He 
was awarded the rank of Master in the ABS in 1992. He also makes sheaths for his work. 

Tom Latane  of Pepin, Wisconsin is leading a metal chest project. He started forging Ah1 in high school. 
later studying jewelry and metalsmithing at Towson State University. He will be assisted by Peter Ross, Paul 
Spaulding, Carl Close, Peter Renzetti and George Dixon. He will demonstrate the forging of small details, 
repousee ' , chasing and forging in dies. The end result will be a chest. 

Tom Joyce  of Sante Fe New Mexico needs little introduction. He has worked at the forge since he was 
sixteen. He specializes in forged vessels, wall reliefs, sculpture and architectural ironwork. He has demonstrated 
at six international conferences 

Registration packets are now available. For further information call 
7 16-268-7383 

e.................. a a a e e e a e e a a e a a a e a a a e e a e e e e e e e a e e e e a e a a e a e e a e a o e e  

JOIN ABANA . 
members hi^ in ABANA includes a subscri~tion to the Anvil's Ring, member discounts at conferences and : 
sales items.-YOU may charge your membe;ship by phone (314) 390-2133 (M-F, 9-5, Central Time) at any of 
these levels: :* 

• [ ]Full time student (first year membership only)$30 [ ] Regular Membership $35 • 
• [ ] Senior Citizen Membership (65+) $30 [ ] Foreign Membership (Surface Mail) $50 
a [ I  Overseas Air Mail $70 [ ] Contributory Membership $100 [ ] Public Library Subscription $25 : 



Steve Smith, a member of the 
Rocky Mountain Smiths, took 
the same George Dixon class on 
Gothic & Renaissance Ironwork 
at the John C. Campbell School 
in February as your editor did. 
He did such a great job with this 
article on the class, along with 
Mary Denise Smith, the new 
editor of the Forge Facts, that I 
thought with their permission I 
would reprint it rather than try 
to interpert my (now obviously 
poor) class notes. 

Push arty process to 
exhmes By finding the 
limits of a pmcess, you d/ 
udemtund it much better 
and discover new processes 

George Dixon 

PREPARING B A R  S T O C K  
Break corners, hammer all 
over. Use high heat - low gives 
a much sharper look. When 
the piece is finished, sand the 
surface. 

Cut 11'4 - 1/3 
through stock. Hit 
between cuts and 
pull material 
sideways with the 
hammer. 

Groove deeply and 
evenly. Use a ball 
tool at an angle to 
squirm ridge left 
by grooving. Try 
mashing cen t e r  
ridge with patterns 
(ball, etc.) 

BAR PATTERNS 
You need deep cuts in steel 

to make the ridge flexible 
enough. 

Keep your tools as generic as possible. Make curved chisels and fullers por- 
tions of a circle (less than half). Properly made, they will cut a full circle. Use 
tool steel. It lasts much longer than carbon or mild steel tools. With the right 
forming and hardening process, a tool should not take any longer than half an 
hour to make. Keep tools short if you will be using them under a treadle ham- 
mer. The shorter they are, the steeper the angle of use. Mark your tools so you 
will know what type of steel they are made of. 

Heat tool steel slowly. Allow it to warm up to just a visible glow slowly, then 
heat it faster. Otherwise, You may get lengthwise cracks. Remember to rotate 
the steel while heating. Once forging is finished on a tool, you need to soak it at 
forging heat to normalize the stresses in it. Soak a tool for 5-10 minutes after 
you are done forging. Do not take tool steel above orange. 

George prefers S1 for his tools. S7 works also, but it air hardens a bit. If you 
use a steel that is not air hardening, you don't need to anneal the tool before 
filing. (Personally, I thought that the S1 was pretty hard to file after air cooling. 
I would probably anneal it anyway.) Either S1 or S7 may be hardened by 
quenching in brine. The tool does not need any tempering if quenched in 
brine. 

A curved chisel must be symmetric, or it will hack and not track around a cir- 
cle. This is why you make the inside by filing with a round file, instead of 
fullering. A round file is a much more accurate shape than a fuller. Give the 
round file a start by making a cut in the middle of the tool blank with a trian- 
gular file. File the inside curve as far along the chisel body as possible. 'This will 
give the chisel a longer life, allowing many resharpenings. Once the inside is 
filed to the desired size, shape the outside on a belt sander to match. Test the 
symmetry by cutting a perfect circle in lead or other soft material. Do this be- 
fore heat treating so you have a chance to fix problems. 

One edge of a curved chisel or a butcher should stay aligned with the edge of 
the body of the chisel to act as a registration edge. This edge becomes the verti- 
cal part of the butcher, or the concave part of a curved chisel. When forging 
the basic shape of the chisel, only forge on three sides, forcing the fourth side 
to be the registration edge. 

Two other useful tools are ball shapes. One is a half sphere, and the other is 
shallower, sort of elliptical from a side view. Make these for every diameter of 
tool steel you get. The elliptical is especially useful. A good source of many pre- 
cision diameters of tool steel can be found in water (brine) hardening drill rod. 
You do need to temper this to a straw color. Temper at 550" F in kitchen oven, 
watching color carefully. 

Flatters from 1/8" to 1/2" square are also useful. Slightly crown the face, mak- 
ing sure to round all edges and leave no sharp edges on the tool. 

Start making a tool by forging the rough shape. Forging is the fastest way to 
your basic shape. Leave room to grind off 1/64" to 1/32" of material, as the 
surface of the steel will be decarburized by its trips through the forge. Refine 
the shape on the belt sander or with a file. A belt sander is much more accurate 
than a grinder. Finish the shape on a wheel charged with a light abrasive or tri- 
poli. You need to remove the scratches that the sander put in or your tool will 
break along the scratches. 

Heat treat the tool, heating slowly to begin. For treadle hammer use, you need 
to harden the entire body of the tool (excepting the top 1/2" or so) so that the 
tool doesn't bend. Heat the body, with the tip and the top 3/8" sticking out of 
the fire. You need to get the entire body orange hot (no hotter). When the body 
is tip to temperature, heat the tip and get it to the same temperature. Quench 



the tool in brine, plunging the tip in first, and agitate to break up the steam 
layer. Remove while it is still steaming, and plunge in plain water to remove the 
salt. It is better to be a little cooler rather than hotter than orange. You can al- 
ways reharden a tool which is too soft; fixing a chipped tool is harder. Try the 
tool as a cold chisel to make sure it will not chip (assuming you have done any 
tempering that the type of steel needs). 

Brine can be made several ways. Two containers of table salt in 3 gallons of 
water, or enough salt to float a potato, or make a saturated solution. You need a 
lid on a brine solution, or the salt crystals will crawl out of the bucket and get 
all over your shop! 

Butchers are used by first tracing the line you are butchering with a narrow, 
steeper angled butcher, and then go back over the line with a broader, flatter 
butcher. 

Small tools such as narrow chisels may chip at first. This is because the tip 
cools very rapidly when hardened, and becomes harder than the body of the 
chisel, hard enough to chip. After the tool is sharpened a few times, you will be 
out of the extra hard area and the chipping should stop. A little tempering here 
might help. 

Your forging hammer should have a flattened peen. The face of the peen 
should be no narrower than the width of your little finger. Crown the face 
slightly, and remove any sharp edges. 

A bird's eye punch should be made in oversized stock, so you don't need to 
worry so much about centering the ball punch. After the center is formed, belt 
sand down the outside rim. 

Paint the back of a piece of Plexiglas with flat white. Put a light behind it and 
you have a small light table. Start your pattern by drawing the portion of a re- 
peating motif that is not symmetrical, such as the left side of a candle. Trace 
this onto another piece of paper. Now flip the original and draw the other half. 
You can repeat the motif by tracing this whole figure in various orientations. 
Save the drawing. Copy or trace to a piece of white paper and glue to a piece of 
steel. Rubber cement works well if the drawing is small enough, use spray adhe- 
sive othenvise. 

If your drawing skills aren't great, a complex picture (such as a bird on a 
branch) can be made much easier by drawing parts of the picture (body, head, 
wing..) until you are happy with those parts, then combine the pieces you like, 
tracing onto one sheet. 

Photocopy machine images can be transferred to steel with acetone. Tape the 
image side down on the steel, and wipe the back with a rag soaked in acetone 
(wear gloves). When the acetone dries, remove the paper. The toner image will 
now be on the steel. 

Sheet steel 16 gauge and thicker can easily be converted from ugly sheet met- 
al to a beautiful surface. You need to use a coal forge for this, as the heat in a 
gas forge is too uniform. Start with an oversized piece of sheet - chasing and 
chiseling will shrink and distort the sheet, and you will need to trim it to size. 
blove the sheet around on top of an open fire until you see a scale pattern all 
across the surface. Once you have a good layer of scale, brush off all of the 
scale you can. You can also remove scale by bending the metal gently over the 
edge of the anvil. Hammering the scale into the surface makes a different pat- 
tern. Repeat at least once more. The pattern on the top and on the bottom will 
come out different. After the final cycle, wire brush until scale no longer forms. 
You want all of the loose scale off. You can also lightly tap the surface with a 

DIAMOND T E R M I N A L  
On end of strap (in this case 

3/16" by 1.5"), markthe spot 
you want to fuller with a top 
and bottom fuller tool cold. 
Fuller here hot, and continue 
into the bar as a taper. Be 
careful of folds and shuts. 
Don't make the neck too thin. 
Hold on anvil at 45 degrees 
and hit on the end corners. 
Lightly at first, alternate cor- 
ners. Crouch down on the 
floor so you can see ~vhat is 
going on. As it forms you can 
start hitting all four corners. 
You end up with a relatively 
small, thick diamond. Now 
feather the edge - you are 
trying to make it appear light, 
but still have enough thick- 
ness in the middle for decora- 
tion. blake the edge look light 
and delicate. This is especial- 
ly important in leaf work. Be 
sure to maintain the diamond 
shape. Keep the edges in line 
by lightly hitting on edge. 
Planish surface when done. 
Pclark bar cold 1.5" from end 
(1.5" wide bar stock). Heat 
pretty hot, and fuller using 
the edge of the anvil and the 
hammer face. Crouch over 
work so you can see, using 
short but hard strokes. Flip 
over and repeat. Flatten and 
align, reheat. Watch neck to 
keep two sides in same place. 
Keep neck from getting too 
thick- stretch over anvil horn. 
After the shoulders  are  
formed, hammer diagonally 
(pretty hot) on end over anvil 
to form diamond. Pull lvork 
back to keep shoulder from 
widening. 



SHEET METAL BRAKES 
A sheet metal brake can be 

made very simply. Fold a piece 
of 1/2" thick steel back on 
itself, leaving a radiused loop 
where the crease would be 
(you can also bolt the two 
pieces together. Bevel one 
edge at 60 degrees and leave 
the other edge at 90 degrees). 

Trace the bend line on a 
piece of sheet metal with a 
fine fuller so the tracing ends 
up inside the bend. Slip the 
metal into the brake, between 
the two sides, so that the 
traced line is just above the 
lip of the brake. Clamp the 
assembly in a vise, and bend 
the metal overwith light ham- 
mer taps all along the edge. 
Fuller deeper if the bending is 
too difficult, too deep and the 
bend will break. Use the 60" 
side to bend a six sided box. 
Don't forget to include a tab 
so you can rivet a closed box 
together. You need to allow 
for the thickness of the tab or 
you will be off square. File the 
.exposed joint - it should be 
very difficult to notice when 
done right. 

Vice jaws 
clamp here \ 

A USEFUL TOOL 
A piece of round or square 

stock held in the vise and 
used as an anvil (to the side of 
the vise jaws) is very useful, 
but it always tips. A piece of 
stock can be kept from tipping 
by welding a plate to the side 
the height of the vise jaws, 
and the welding a thicker plate 
to the bottom of the first plate. 
Clamp the jaws on the first 
plate, and the tool will not tip 
when hammered on. 

hammer to aid in scale removal. Sand the pat~erned steel with #80 carbide 
sandpaper (cloth backed paper will last longer). This will give you an idea of 
the pattern, and allow you to choose your preferred side. When the piece is all 
done, sand the whole thing. The top will come out marbled, and the back will 
have a finer pattern. Higher temperatures, repeatedly, will give you a finer pat- 
tern. Cycling through repeated heats is more important than high temperature. 
Tapping the loose scale into the surface with a hammer (lightly!) will produce a 
heavier texture. You can also power wire brush the piece for a different effect. 

Copper or bronze need a different approach. Find a piece of iron so rusted 
that it is pitted. Whack your copper or bronze sheet against the pitted iron. You 
may or may not want to hammer the marks a little. When you are done with 
the rest of the work on the piece, polish with a Scotchbrite red pad (green is too 
coarse). 

INTERIOR FINISH 
This finish lasts forever with occasional waxing. Mix 60% turpentine, 40% lin- 

seed oil (boiled). Brush on. Check every so often for drips. Takes a couple of 
days to dry. When bone dry, varnish using an organic varnish such as spar. The 
varnish will wrinkle if the oil is not completely dry. When the varnish is dry, 
apply paste wax with a brush (Johnson's wax or bowling alley wax). Doq't use a 
rag. Buff wax with a shoe brush. Beeswax doesn't last as long. 

Glue on the paper pattern and trace lines to be cut with a small straight chisel. 
Move the chisel about 1 /2  the width of the chisel each cut. Remove the paper 
when completely traced. Repeat the tracing with the same chisel. Strike a bit 
harder (hold the chisel in pliers if you are using a treadle hammer!). You need 
to cut the sheet gradually so that it does not distort. Cutting gradually also 
gives you the opportunity to correct and hide mistakes. You can chase mistakes 
closed. Cutting through 16 gauge sheet should take about four courses. If you 
cut too quickly, you will leave a ragged edge where it tears. To remove complex 
shapes, cut across the waste to make it fall out more easily. Keep downward 
pressure on the chisel so it doesn't bounce. Keep the chisel sharp. Before cut- 
ting remove the outside scrap with a coarse tool, such as a shear. 

To raise a ring, oval, etc. make the shape out of flat stock on edge, and welded 
into a ring. Radius the inside lip heavily. Clamp the ring and work together 
with C clamps to a piece of bar stock held in the vise. Use a round faced ham- 
mer to gently seat the work in the form. Hit inside the form (on air), not on the 
form. You can flip the form and drive it down into the work on top of the anvil 
to flatten the sheet. 

Short pieces of tubing can be made without a lot of trouble. Cut the metal 
sheet to size, including a couple of tabs for rivets. Roll the sheet by starting on 
the anvil step with light taps. Scroll using the horn, step, and table of anvil as 
needed. Drill one tab, rivet, and then drill and rivet the other tab. True up the 
cylinder over a slightly smaller piece of round stock clamped in a vise The 
seam can be hidden by butchering a small slot in a piece of round stock, and 
hammering the seam down into the slot. This puts a step into the outer edge 
which hides the lap joint so that it looks seamless. 

The top of your tube looks very nice if you roll it. This only works with thin 
sheet. Break the lip by tapping over the horn of the anvil to flare it out. Keep 
flaring. When sufficiently flared, put rolled lip up on anvil and work from the 
top. Vary angle of impact to guide, just like forming a scroll. To complete the 
roll, hang the lip over a sharp spot on the anvil and tap from the top. Your tube 
can be attached to a tenon by friction (if gravity will hold it in place). Form a 
tenon that is a little loose, and upset it cold for a snug fit in your tube. 



This process is done into wood. The wood chars and gives way under the work 
and tool, allowing the shape to form. Work in copper to start as it is more for- 
giving. Use 16 gauge - thinner is difficult to keep from kinking. Most books rec- 
ommend using the end grain of wood; the face grain is OK for hot work and 
doesn't split as easily in thin sections. 

Start by cutting the shape out. If you are making a natural form such as a leaf, 
by all means use a real leaf to establish the shape of the blank. Leave the stem 
as a wide flat area - you need something to hold on to. Make the stem 3/8-1/2" 
wide and 1/2-3/4" long. You can roll up the stem into a tube at the end. It is 
handy to have a pair of vise grips with the cross hatching ground off so that 
they will hold sheet without marking. If you have sharp inside corners, espe- 
cially in bronze, you must leave a fillet to be filed out later or your work will 
crack. 

First put in the veins. Use a fine fuller, and don't make too heavy a mark. You 
want a mark you can feel with the fuller, but too heavy and you will end up 
cutting through the piece later. Mark the veins cold. Three major veins are 
usually sufficient (depending on how many lobes your leaf has). Stop the veins 
short of meeting each other by about 3/16". 

Now texture the edge with a medium fuller, in a random fashion. Keep fuller 
perpendicular to the edge. Don't worry about texturing the areas that will be 
domed up or the vein areas. 

Do an initial, coarse doming by using a ball peen hammer from the back (hot), 
until the entire leaf is domed. Hot means dull to medium red with copper. Re- 
heat, and use a fine fuller on the face to re-form the veins. Feel carefully for 
your marks, starting in the middle of the vein. Be very gentle to avoid wiping 
out all of your doming. It looks at first as though you are fighting yourself be- 
tween doming and veining. 

Continue alternately doming and veining, heating between each operation. 
Each doming step should be done with smaller dome tools, working from 1/2" 
diameter down to 1/4" by sixteenths. The closer you can dome to the vein 
(without actually smashing the vein flat), the deeper the vein valleys in your 
finished leaf. When you are fullering the veins, stop when you hit the wood. 
Don't carry veining all the ways to the tips of the leaf. A small ball tool will help 
finish the area where veins converge. 

RECURVE LEAF TIPS. 
Heat a dull red and quench (annealing non-ferrous). Clean up with Sparex No. 

2 or with a red Scotchbrite pad. Patinas work nicely. Roll up the stem tab into a 
tube. You can use this to attach to a small tenon on a branch. 

Practice on a large scale. For sheet work, practice in copper, as it is much easi- 
er to work than bronze or iron. Don't forge the areas you are decorating too 
thin. Keep the pieces attaching the decorated piece heavy enough to withstand 
the stress of decorating the end. For multiple pieces, say six, first make a test 
piece, and then make six more. The six will look a little different from the test 
piece, and more like each other. Always mark your work cold (using the same 
tool you will later use hot). The marks should be-deep enough to find by feel 
when you pull the incandescent iron out of the forge. Planishing can be done 
by wobbling the hammer in your hand, without using wrist or elbow. A tapered 
chisel cut or fuller mark can be easily made by putting in a straight mark, and 
then tapering the stock. The mark tapers too! 

D E C O R A T I V E  B O L T  
HEADS 

Start by forming tenon for 
the threads. Cut the head free 
from the stock with a chisel. A 
chisel. leaves a raised area in 
the center. When you flatten 
this, the sides squeeze out a 
bit, softening the outline. 
Much prettier. Be sure your 
monkey tool has a chamfer or 
the bolt head will break off. 
Holdthe tenon in vise grips 
under the pritchel hole. This 
gives you a handle to rotate 
the head. Lightly set in your 
decoration cold. Repeat hot 
unt i l  sufficient depth is 
reached. Make your marks 
bold, not subtle, and make 
them all different. Work over 
the whole top, and then go 
back to deepen marks. Take 
your time and heats and prac- 
tice to get it right. 

FORMING TENONS 
When making a 3/8" tenon 

out of 5/8" square stock, 
remember that a small piece 
of stock will draw out into a 
pretty long tenon. It is easier 
to form a tenon tvith a large 
diameter. Mark all around 
with a hot cut, being very 
careful to align 90" to edge. 
When well marked, s~vitch to 
top and bottom butcher tools, 
with fairly shallow angles on 
edge. Butcher in most of the 
way to finished diameter. If 
the tenon is off center, move 
it by using top butcher over 
the anvil table. Change to 
flatter and sharp edge of the 
anvil. Keep tenon square until 
almost final size. Be verq. 
careful to avoid shuts. G rind 
or  sand them out. When 
square and final size, make 
octagonal. Round in spring 
swage. Get metal hot for swage 
to work right. Start at end of 
tenon, and work back to 
shoulder ,  turning every 
hammer blow. Very important 
to keep stock aligned with 
swage, or you will bend the 
tenon. Check again for flash 
or shuts. Clean up back in 
monkey tool (hole  with 
chamfer in block). Cut off 
head one sided. Then put 
back in monkey tool and 
flatten top carefully. 



PINEAPPLE/  ARTICHOKE 
SHAPE 

Begin with 5/8" square stock. 
Forge a blunt point, working 
the tip so you don't get a shut 
there. Fuller to isolate a blob 
on the end. The blob should 
be about the full length of the 
final form. Taper back from 
the fullered spot. Spread the 
blob using the peen of the 
hammer. Keep it symmetric 
by inverting it occasionally. 
Keep the neck/stem a bit thick 
until later. Watch that the 
edges don't roll over. True up 
the edges carefully. Keep 
changing your angle of work 
so that you don't end up with 
a flat spot on the down side 
edge. Facet the face along the 
center line. A sharp facet can 
be formed by working at a 
dull red and cooler; sort of 
like planishing. True up the 
shape overall. If your shape 
isn't right at this stage, it is 
hard to draw the pattern, and 
it looks funny afterward. Draw 
your lines and butcher and 
flatten to shape. Work care- 
fully, you are trying to create 
an illusion. 

Bronze can be (hammer) welded very easily using a gas forge for a heat 
source. Lead in a bronze alloy (added for machinability) will make it fall apart 
in the forge. Use either naval bronze or brazing rod. Brazing rod can be had as 
large as 3/8", but you need to hunt for it. 

You must be very attentive at the forge or you will ruin your bronze. If you 
burn the bronze, it will give off cyanide gas, so be careful! Bronze is much 
more conductive of heat than steel. You will need to cool tools more often. The 
piece you are working on will lose heat very rapidly. Bronze work hardens 
quickly when it cools, so you end up with a very narrow forging range. Listen 
carefully while you hammer it. You can hear the difference when it is too cool 
to hammer any more. \Yhen at forging temperature, the bronze is very soft, and 
hammer blows will be very quiet. Don't heat any hotter than dull red, or it 
crumble. You must do this in a darkened room, as you will never see the color 
in bright surroundings. Use pickle (Sparex No. 2 )  to clean up forge oxidation, or 
scrub with a (red, green is too coarse) Scotchbrite pad. 

You can join steel and bronze. Heat steel orange and flux. Put the steel and 
bronze rods in a piece of angle iron to hold them. Heat the bronze and it will 
suddenly jump onto the steel. Add pre-fluxed brazing rod to fill out joint. You 
may need to repeat after rotating joint. You get a straight line joint when you 
file down the excess. If you file a pattern in the end of the steel rod (such as tri- 
angular grooves), the bronze will fill  the pattern when you are done filing! 

Historical examples of hinges are evenly split between ones with welded eyes 
and non-welded eyes, from tiny cabinet hinges to huge door hinges. 

General: Roll the hinge eye around a tapered pin (you roll around the cylin- 
drical part, using the taper to knock out the pin ~vhen done). Roll it in a half 
round swage (if you cut down one side of the swage as shown, it ~vill be easier 
to get a nice roll). Cut off one side at line (to thickness of hinge). >lake the 
taper pin 1/32" undersized. Ream the eye to final size with a machinists reamer 
and a little oil. You may want to grind a lead on the reamer or use a bridge 
reamer, which has a built in taper. Fabricate the pin to actually be used in the 
hinge, welding a piece of thick wall tubing on for the head. Water hardening 
drill rod is available in lots of sizes and is cheap. 

Forge a short bevel on end of bar stock. For thin stock you can do this on a 
belt sander (be sure to put in a layout line for bevel). Curl down over a radi- 
used part of the anvil, keeping it round (bevel up). Continue bend, carefully 
scrolling on top of anvil. Check with the taper pin to ensure accuracy. Con:inue 
the forming around the taper pin. Remember not to pick up the pin - it will be 
hot. 

Two knuckle hinge: Remember that this hinge needs to be mirror imaged for 
the other side of door. You cannot invert the hinge! 

Three knuckle hinge in thin sheet: Can roll up in a special hinge tool: Drill a 
hole through a blork, and put in a saw kerf as indicated above. You need to ex- 
tend the kerf upwards by welding two plates vertically (not shown) with a slot 
aligned with kerf. The pusher is nvo blocks which fit down over the plates 
(blocks welded to top piece). Use this tool in a press (or flypress) or a vise, as a 
hammer has too high of an impact. 

Using the hinge former: Take the sheet metal to a forging heat and quench, 
except for the part which will actually form the eye. Anneal the eye part. File or 
sand bevel. Just break the tip over the anvil edge. Insert in tool, and roll 
around pin. If you use a screw to roll around, you can see when the screw is 
turning. When it stops turning, stop pressing! Just a dab of oil or grease helps. 
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I I Make in various widths, point sharpness 

V and angles 

3. Side View 

Grooving tool, radius outside edges Bird's Eye punch 

Side Views 

Flake in various radii, 
straight and curved. C 

Forms rounded areas like this - 



Note: Minutes are subject to board approval 

FLORIDA ARTIST BLACKSMITH ASSOCIATION 
BOARD OF TRUSTEES MEETING--APRIL 12,1996 

The board of trustees held its regular quarterly meeting on April 12, 1996 at the home of Lou 
and Skeeter Prather in Tallahassee, Florida, beginning at 7:00 p.m. The meeting followed a sumptuous 
feast prepared by the Prather family. Members present: Ray Roberts, President; Pete Brandenburg, 
Vice-President; Patty Draper, Secretary/Treasurer; Bill Robertson, Newsletter Editor; Walt Anderson, 
Clyde Payton, Skeeter Prather, Willard Smith and Bill Roberts, Trustees. 

APPROVAL OF PREVIOUS MINUTES: Motion was made and unanimously carried to 
approve the minutes of the January 13, 1996 meeting as submitted. 

TREASURER'S REPORT: Treasurer Patty Draper presented the Balance Sheet for the 
quarter ending March 3 1, 1996 showing cash assets of $10,478.40 (attached). A motion was made to 
approve the report, which carried unanimously. 1996 budget adjustments. Bill Roberts expressed 
concern that the honoraria offered to demonstrators is inadequate. A committee composed of Skeeter 
Prather, Bill Roberts and Pete Brandenburg was appointed to look into the issue. Motion was made and 
camed unanimously to amend the 1996 budget to allocate $1500 to reimburse board members for 
travel to board meetings. 1995 Audit. Motion was made and unanimously approved to approve the 
report of the Audit Committee and to publish the report in the Clinker Breaker. Patty and the board 
members expressed their appreciation for the fine work of the audit committee, Linda Smith, Skeeter 
Prather and Vi Payton. Also, for Vi Payton's invaluable and long-standing assistance to the treasurer 
on accounting questions. 

PRESIDENT'S REPORT: Ray is busy making arrangements for the annual conference. 
Tickets are now available for the treadle hammer drawing--$1 .OO donation per ticket; six tickets for 
$5.00. Skeeter will handle tickets in the N.W. region; Bill Roberts in the N.E. region. Ray will try to 
find members to handle the tickets in the other regions. 

BYLAWS AMENDMENT: Timing of the annual election. Motion was made to amend 
Article 111, Section 4 of the bylaws to provide that the annual partial election of officers and the board 
of trustees will be carried out prior to the annual meeting in October. After discussion, the following 
text was approved unanimously: "The Secretary/Treasurer shall conduct a partial election of Officers 
and Trustees by mail each year. Ballots, so prepared that the voter may not be identified, shall be 
mailed to each Member by August 15. Ballots mailed or delivered to the SecretaryfTreasurer by 
September 15 shall be counted. Ballots shall be counted by an ad hoc ccmunittee of at least three 
members in good standing as appointed by the President and election results announced to the 
membership as an order of business of the Annual Meeting." Resign to run. The concept of requiring 
an incumbent officer or trustee who wishes to run for another office to resign their position, effective 
with the beginning date of the office they wish to run for, was discussed. No action was taken. 
Separation of the office of SecretaryITreasurer. Patty made a motion to amend the bylaws to 
separate the office of Secretary/Treasurer into two offices of Secretary and Treasurer, effective upon 
the beginning of the next term. Patty explained the change was advisable because of the increase in the 
number of members in our organization, as well as the additional financial responsibilities attendant to 
FABA's larger budget. Currently, the office requires more work than a single volunteer can handle. 

13 



can handle. Patty submitted proposed changes to the bylaws to carry out the separation. The board 
voted to separate the office into two but to review and vote on the text later. 

OLD BUSINESS: Fall Conference. Ray reported that Peter Ross will demonstrate colonial 
iron; Chuck Patrick, blades; Jack Klahrn, architectural iron; and Willard Smith, beginning 
blacksmithing. A make-and-take class will be handled by P.J. Schrirnsher; it is hoped a second session 
of this event can be arranged. Family classes will include Peggy Patrick, beaded earrings; Alan 
Moushon; book bindery; Bill Wills, leatherwork; Mary Brandenburg, basketry; and Tim Langrick, 
flutes. It is hoped broornrnaking can also be offered. Mailing of membership lists. Motion made and 
unanimously adopted to publish an addendum to the membership list, rather than publishing an entire 
new membership list. Motion also approved to provide a set of bylaws and membership list to each new 
member. 

NEW BUSINESS: Location of annual conferences discussed, as well as the idea of providing 
showers in the camping area at Barberville. No action taken. Paid editor for newsletter. It was 
suggested that because the newsletter editor's job is such a timeconsuming one, that the editor should 
be paid, as is the case with the Hammer S Blow and the Alabama Forge Council newsletter. Bill 
Robertson suggested instead that the newsletter be published every other month rather than monthly. 
Board members expressed an interest in such a schedule, as well as other changes necessary to continue 
the present quality of the newsletter. First aid kits. Motion made by Bill Robertson to purchase first 
aid kits to be available at regional meetings. Skeeter, who is a physician, indicated that most 
commercially-available kits contain some things best used in the field only by a physician. An 
amendment to the motion was adopted to accept Skeeter's offer to procure the necessary components for 
first aid kits. The main motion passed unanimously. 

NEXT BOARD MEETING: The next meeting of the board will be held on July 20, 1996 at 
the Pioneer Art Settlement blacksmith shop, Barberville, Florida beginning at 12 noon. At that time the 
conference site and demonstrator requirements will be mapped out. 

The meeting was adjourned at 9:30 p.m. 
Submitted by Patty Draper, SecretaryITreasurer 

Steel can be stored in 4 inch PVC Sewer Pipe 
(cheaper than water pipe) with end caps. I use 
11 ft sections it keeps steel dry and rust free. 

Lewis Riggleman 

Ever get the drive wheel of your Bader (doesn't 
everyone own a Bader?) on so thoroughly that 
you can't get it off the shaft? Well, there is a 
solution (besides being intelligent enough to 
pre-lube the shaft). Put a couple of wraps of 
masking tape on the drive wheel (which will 
help tracking also), slip on a chain vise-grip 
(just tight enough to hold), and then use a three 
arm puller hooked over the chain to free the 
wheel. Now why I didn't think of that before I 
broke the screwdriver.. . . 

Steve Bloom 



FOR SALE: Minature silver jewelry FOR SALE: Pexto 3ft. squaring shear foot & FOR SALE: Tongs, Post 
hammer pendants $15.00 Call Bill air operated. Has adjustable back gauges and vises, Blowers, Swage block 
Roberts (H) 352-687-2959 or (W) squaring arm in front. Capacity 16 gauge. In and other misc blacksmith 
352-351 -551 2 like new condition. Also. a 3 ft Tinsmith tools. 

WANTED: All hmes of old cowbal squaring shear, capacity 16 gauge, foot Lewis Riggleman, Ram's Head 

gear; saddles, spurs, whips, holsters operated $400. Contact Bob Strong 1308 Forge 

etc. Call Doyle Conner, Jr. at 904- Sunrise Dr. North Fort Myers, FL 33917 H: PO Box 247 San Antonio, FL 

922-9435 941 -995-4336 W; 941 -995-0984. 33576 352-521 -351 5. 

WANTED: Classified ads for the Clinker Breaker. Ads are free and unless instructed otherwise they will run for two issues. 

FABA MEMBERSHIP APPLICATION 
Florida Artist Blacksmith Association, Inc. 

Chapter of ABANA, Inc. 

Date New Renewal 

Address 

City State Zip 
Home Business 
Phone Phone 
Spouse's name 

Are you interested in procuring: 
( ) anvil ( ) coal ( ) hand tools 
( ) post vise ( ) blower ( ) forge 
( ) other 

Send this application and a membership fee of 
$20.00 to: 

Patty Draper, FABA Secretary/Treasurer 
Applecross Forge 
Rt. 7 Box 1082 C 
Tallahassee, FL 32308 

Make check out to FABA. The FABA membership 
year begins May 1. New membershps received 
after Dec. 3 1, 1995 are $20.00 and also cover the 
following. membership year. Membership is for a 
family. You don't have to be an ABANA member 
to join FABA, but many FABA members are, and 
I we encourage membership in both organizations. I 

ABANA MEMBERSHIP APPLICATION 
Artist Blacksmith Association of 

North America, Inc. 

Name 

Address 

City State Zip 

Phone 

The undersigned applies for membership in the 
Artist Blacksmith Association of North America 
and encloses as annual membership dues 
for one year. Checks must be U.S. funds. 
Membership includes a subscription to the Anvil's 
Ring and The Hammer's Blow. 

Credit Card No. 
VISA ( 1 
MasterCard ( ) 
Expiration date 

full time student (1 yr only) $30/year 
regular membershp $35/year 
senior citizen (age 65+) $30/year 
overseas airmail %70/year 
overseas surface mail $Solyear 
contributory membership $1 00/year 
public library subscription $2 5 /year 

Call (3 14) 390-2133 to charge your membership to 
VISA or MasterCard, or make a check to ABANA 
and send to: ABANA 

PO Box 206 
Washington, MO 63090 
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PRESIDENT 
VICE-PRESIDENT 
SECRETARY/'TREASURER 
PROGRAM CHAIRMAN(96) 
TRUSTEE # 1 
TRUSTEE #2 
TRUSTEE #3 
TRUSTEE #4 
TRUSTEE #5 
EDITOR 
PAST PRESIDENT 

Ray Roberts 
Pete Brandenburg 
Patty Draper 
Vacant 
Clyde Pcryton 
Walt Anderson 
Skeeter Prather 
Willard Smith 
Bill Roberts 
Bill Robertson 
Tico Rubio 

WELCOME NEW MEMBERS 

Ronald Driggers &chard Bechard Jeff & Debbie HaufT 
4094 Country Rd. 126 42044 Maggie Jones Rd. 3 85 1 1 Dennis Lane 
Wildwood, FL 34785 Paisley, FL 32767 Zephyrhills, FL 33540 
H: 352-748-2 144 H: 352-669-445 1 H: 813-783-8066 
W: 352-860-1 145 W: 352-326-1 153 needs post vise, anvil, hand 
Needs coal, hand tools, blower Needs post vise and hand tools tools, blower and forge 


