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President’s Corner
Bill Robertson

It is May and that means

it is time for the Madison,

Georgia SBA conference May

17-19 2007.  For those of you

who have been to one of these

before, I am preaching to the

choir.  For those of you who

haven’t been to one yet this is the

largest and best blacksmithing event in the Southeast and it

only occurs every two years.  If you did not get a conference

brochure go to our website www.blacksmithing.org or call the

registration coordinator Karen Wheeler at 352-486-4370.

More about spring in North Florida: one of the

rituals I go through each spring is “the cleaning-of-the-iron”.

The tools necessary for the job include a box of tissues, a soft

rag, a paint brush a regular medium course wire brush and a

jar full of 50% boiled linseed oil and 50% pure gum

turpentine.  Up here we get a half dozen hard freezes each

winter some followed by warm and humid days.  On those

warm humid events the still-ice-cold iron in the shop reacts

with the moisture in the air and causes the iron to sweat.  It

looks like someone came into the shop and sprayed it down

with a hose.  By the end of the winter a glance around the

shop reveals that everything made of iron is rusting to some

degree.  Following a good cry (this is what the box of tissues

is for) the cleaning-of-the-iron gets under way.  Be sure the

last of the cold weather is really over or you will be buying

another box of tissues.

Steve Bloom, our newsletter editor, once took

identical sample pieces of metal and applied different finishes

on each, Renaissance wax, beeswax (melted on) Mil Spec,

Johnson paste wax, Mequire’s auto polish and hung them in

his shop.  A year later they were all rusty to about the same

degree, save for the beeswax that faired slightly better.  I’ve

had similar results with WD40 and clear aerosol sprays.

Paint, of course, is the best method to keep iron rust free

but impractical for a lot of tools that come into contact with

heat, and for my collection of antique tools which would

lose value if painted.  Beeswax is also impractical and

expensive for large tools.  Therefore, I have settled on the

linseed oil/turpentine treatment.  The linseed oil puts a

waxy surface on the iron and the turpentine helps it to dry

faster.  It is important after brushing it on to wipe off the

excess with a rag or you will have a sticky, gooey mess.

After a winter of freezing and sweating the linseed coating

deteriorates.  What you will be left with is a dark coating

with some slight rust patina.  A medium wire brush will

remove last year’s coat (it crumbles into a powder) and a

new coat will keep you going until next year.  If you

procrastinate and allow too much time to pass and too

many humid days your tools will go from a patina rust to a

pitting rust and thus damage the integrity of the iron.  If this

happens you will need to go to a more abrasive brush or

sand paper to remove the damage.  

 When I first acquire a new tool I restore the iron

and clean it using a process that I learned from Clyde

Payton, master tool salesman.  I remove as much rust as I

can with the least abrasive tool necessary and then scrub

(with a nylon brush) the iron down with a diluted mixture

of tri-sodium phosphate (the stuff in the soap used for

steam cleaners).  You can buy it in its pure form from most

paint stores.  You won’t believe how much brown water

you will get.  Be sure to rinse it off extremely well.  This is

then followed up with the linseed oil.  Now you know why

Clyde’s tools always look so pretty and fetch such a pretty

price.  Sorry, Clyde, your secret is out.

Ed Aarons

Steve Bloom

Billy Christie

Jerry Frost

Clyde & Vi Payton

Bill Robertson

Jordon Thomas (belated)

Jerry Wolfe
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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-1st, 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:

Northeast Region: Ken Knight (352)-339-0629 Ironken@aol.com

Northwest Region: Billy Christie (850) 421-1386 chriswoodforge@earthlink.net

Southeast Region: Ed Aaron (561) 748-9824 EdandMickieAaron@aol.com

Southwest Region: Jerry Wolfe (941) 355-5615 wolfeforge@juno.com

NE Region - May 09

SW Region - May 26

May 2007

NE 09 Ronnie Fowler’s -Salt Springs (follow signs when close1)

NW 12 Rex & Mary Ellen Anderson’s shop in Monticello,FL (see

pg.3 for directions)..

SE 19 Boy Scout Camp (no map - call Ed for directions)

SW  26 Dennis Stiffler's Shop:Demonstration on TIG welding

aluminum as well as welding aluminum with oxy acetylene

torch.  Come and watch Dennis's magic.Bring Iron in the Hat

item
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Current Events
NW  May 12 Rex & Mary Ellen Anderson’s shop in

M o ntice l lo ,FL . Fro m  M o ntice l lo

Courthouse go South on Hwy. 19, 1.5

miles; turn right on County Rd. 259 and

go 1.2 miles and then turn left on Vista.

Rex’s shop and new house is ½ mile

down on right at 1221 Vista.  Please

remember to bring a covered dish to

share, your ‘Iron In The Hat’ items, and a

chair.

Future  Events

NE Jun 02 Steve Bloom’s shop - near Williston, Fl-
Ron Childer demoing tomahawks,

unveiling of a hydraulic press, some give-

aways  (see next issue)

SE until further notice - Boy Scout camp

Report from the Northwest

Billy Christie

March 10, 2007 was a beautiful spring day at Clyde and Vi’s

Payton Forge in Monticello.  We had 62 people sign in and

lots of tailgate sales went on.

Clyde was our first demonstrator, showing how to turn used

kitchen utensils (like fancy old forks and spoons) into all

kinds of very pretty display items, “Clyde’s Made Twice

Nice Kitchen Utensils.”  Looked great.  Juan Holbrook

demonstrated how to use the Henrod Cobra Torch, both

cutting and welding mild steel.  The main advantages are it

saves fuel and oxygen because it uses a small, easy to

control flame.  I wish I had one, but it takes a lot of practice

to get really good.  Excellent work, Juan. 

The ‘Iron In The Hat’ was a big success, bringing in a total

of $146.00; thank you Linda Holbrook for the help.  

As always, lunch was delicious.  There was a variety of

scrumptious food and tasty desserts.  Yummy! A BIG thank

you to Vi and her helper.  

After lunch, Ron Childers demonstrated how to make a pair

of goose neck tongs out of ½” round, mild steel.  Make sure

that the “S” in the middle has enough angle so that they hang

straight when not in use.  Nice job, Ron.

The open forges were busy all day, thanks to Preacher (Jim

Labolito) and his helpers, Vince Labolito and Mike Murphy.

We had people from 10 years and up making steak turners,

coal rakes, and hooks.  Fine work!

A NOTE FROM VI AND CLYDE PAYTON:

A very special thanks to everyone who came and helped

Clyde get ready for the meeting, and for those who helped

clean up.  What a team!

And Vi thanks everyone who brought such wonderful food

- everyone had a great meal, thanks to the wonderful chefs

in our group.  Two nice plastic dishes were left behind: one

a wine colored bowl that had peas, and a blue one that had

mashed potato salad.  If you wnat these back just call Vi at

850/997-3627 and I will mark them for you at the next

meeting. We had a wonderful time - and we really enjoy

having everyone here.   

Report from the Southeast

Ed Aarons

No report received – but your Editor needs to make an

abject apology to Jordon Thomas who wrote the SE report

last issue and wasn’t credited. I caught the mistake after the

CB had gone to print. WAY sorry ‘bout that Jordon – it

won’t happen again (translation - please send something else

in and test my resolve.....).

Report from the Southwest

Jerry Wolfe

The March meeting

was attended by

thirteen who enjoyed

seeing how Nick

Toth makes diving

helmets the o ld

fashion way.  Nick

learned the trade

from his grandfather

w h o  im m igra te d

from Greece in 1905.

The helmet takes shape

as the copper sheet is

spun into a dome like

s p h e r e  a n d  t h e n

different openings are

made for the windows

and air intake and

exhaust.  Very time

consuming hand work to

make a very functional

helmet but also a "piece

of art". We learned about

the history of the sponge

industry and the hard life

of the sponge divers.

Nick Toth is a recognized

Florida Folk Heritage

Figure 5
Nick Toth

Forming

Tooling
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 crafter and his history

c a n  b e  s e e n  a t

http://www.divinghelm

ets.com/.  

PS:  There was a

discovery of wrought

iron along the bank of the

river where some dredging

was being done, so some

folks got some good old iron.

What did you make from it?

Conference Announcements

Indiana Blacksmith Association is presenting a conference

for the 1 to 3 June at the Tipton Coounty Fairgrounds,

Tipton Indiana. Our demos will be : 

Steve Keesler Bladesmith

Steve Williamson Blacksmith

Clifton Ralph Powerhammer - Kurt Feherenbach and Steve

Parker assisting 

Clifton did several hours of demos last June for us and the

response was overwhelming. This year he agreed to 2 full

days. Cliftons demos are few and far between these days so

this is a prime oppertunity to see a master at work.

Keep it hot and hit it hard -Jim Johnston; 806 Twyckingham

L a n e ;  k o k o m o ,  I n  4 6 9 0 1 ;  7 6 5 - 4 5 2 - 8 1 6 5 ;

blacksmith@insightbb.com (Burnt Turtle Forge)

For Sale

T he  prem ium  q ua l i ty  G erman m ad e  ER N ST

REFFLINGHAUS ANVIL is now available in the U.S.A.

through the Shady Grove Blacksmith Shop, Grand Island,

Nebraska. The Refflinghaus family has been producing

premium anvils in the same location since 1886.  There are

over 100 sizes and styles available ranging in size from 77

lb. to 1250 lb. One of the most popular anvils is the double

horn with upsetting block and side shelf.  All anvil faces are

guaranteed to be RC59.  See at www.blksmth.com or call

308 384 1088. Dick Nietfeld, Shady Grove Blacksmith Shop

Member’s Gallery

We have a new member - a gentleman who has trained with

Philip Simmons (yes– that Philip

Simmons). Say “Hello” to Yaw

Shangofemi (and it’s a good thing

he had a show at the Thomas Center

in Gainesville or I would never

have gotten the spelling right!). 

Ironwork Today

Schiffer Publishing, Ltd., a leading publisher of art-quality

reference, art, and design books, is calling for images for an

upcoming Ironwork Today update. We are looking for

beautiful, professional quality photography of your artwork

in iron and interesting, engaging information about you

(please see the Submission Form for details). All materials

submitted will be reviewed and either a letter of acceptance

will be sent or, if the material isn't suitable for this project,

the return of the materials sent will be forthcoming.

What's in it for me, you ask? Well, first of all submission

and inclusion is absolutely FREE! Your only cost for

participation is a little time, creative writing, and

professional-level photography. Contributors are also

credited on the page with the photo caption information, the

introductory information about themselves, as well as in

listings providing each artist's contact information. 

You can find our books in bookstores and specialty shops

throughout the United States, in Britain, Italy, and Japan, as

well as online. Our website has a complete listing of over

Trial fit on ....
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3,400 titles in print. Interested? Now check out that

Submission Form!

For more information, please contact me! 

Jeffrey B. Snyder

Schiffer Publishing

4880 Lower Valley Road, Atglen, PA 19310 USA

Ph: 610-593-1777 / Fax: 610-593-2002

www.schifferbooks.com

jeffs@schifferbooks.com

=====================================

 Submission Form- Ironwork Today

For each artist participating, we need: 

1. Information about the artist and the ironwork. For

ironwork that is part of an installation, a brief history of the

project will be needed. Brief interesting anecdotes related to

various pieces and installations are welcome here.

2. Examples of the various forms of ironwork you create,

captured in any of the following formats: slides; digital

imagery, requiring an image with 300 dpi JPG in Adobe

RGB color mode at a 4" x 6" size in the raw or fine data

format; transparencies; or glossy 4" x 6" or larger

photographs. All materials need to be properly identified for

return once the project is complete. These need to be high

quality images you would be proud to enter into any juried

art show … considering they will be in print for some time

to come throughout the United States, as well as in England,

Italy, and Japan. Materials accepted for the book remain

safely with the publishing house until the book is finished

and are then returned to the contributors, after approximately

6 months after receipt of the final contribution.

3. Identifying the images: Accompanying each image should

be information on each image, including the name of the

artist, title of the work (as appropriate), media used, location

of the installation as appropriate, a brief description of the

piece or installation, size of the piece or installation, and any

necessary courtesy line such as a photographer's credit line

or the courtesy line of the owner of the installation as

required. 

4. Please remember to provide a return address so your

materials may be returned when this project is complete and

identify each image with your name.

Forge Burner
Jerry Frost

First off are a few rules of thumb to consider:

How much burner is enough? Most smiths consider enough

burner to be one that will bring their forge to welding heat.

With decent flux this is in the high yellow. Most people

buying a commercial naturally aspirated forge settle for less.

A base rule of thumb is derived using a simple linear burner

in an uninsulated forge lined with a hard refractory or a brick

pile. This rule of thumb is one 3/4" burner for every 350

cu/in of volume. This is a good baseline to use regardless of

the burner you build or buy. If you insulate or buy/build a

higher efficiency burner you'll have a good margin of

overkill. Overkill is good; you can always turn it down but

you can't go beyond max. 

This is often about as far as folk go but there are a number

of other factors it doesn't hurt to consider. W hat type of

burner do you want? I'm not going to go into (blown) "gun

burners" here. I have nothing at all against gun burners. I

just don't use them so have little to say.

Of the "naturally aspirated" induction devices there are two

that are suitable for heating furnaces: The first type is the

"Linear" induction device. Examples of these are the Bunsen

burner, Aussie, Reil, etc. The air intake, primary (gas) jet

and tube are in a line (linear arrangement). They can be

identified by looking up the bore. Ignoring choke plates, etc.

if you can look straight through them it's a linear. A purpose

built commercial linear induction device has a max

amplification ratio of around 19:1.

The other appropriate induction device is called a "Jet

Ejector". Examples of these are Fisher burners, Mongo,

Porter generations 2-4, T Rex, etc. A jet ejector's air intakes

are arranged at 90 degrees to the tube and jet. Looking up

the bore you'll see the jet and it's mounting but can't see

through it. A commercial Jet Ejector can induce up to 29:1.

How choosing the type of inducer you want to adapt for a

furnace burner effects things like tolerances. A neutral burn,

air propane ratio is 17.5:1. If you decide to build a linear

you have to do a darned precise job of it, seeing as max

induction for a commercial linear is 19:1. You just can't

afford to lose much efficiency and still expect a good flame.

If on the other hand, you decide to build a jet ejector, you

can fall well short of the commercial 29:1 ratio and still have

a super efficient homemade burner.

Another consideration is buy or build? Either is a perfectly

valid choice depending on your situation and bent. If, like

Mike Porter, Ron Reil and myself, to name but three, you

enjoy building a piece of equipment as much as using it,

you'll really enjoy building your entire smithy from the

ground up. If on the other hand you're a "git er done" kind of

guy and have the cash, buying is a fine way to go. I simply

can't afford to spend several hundred bucks just for a hot

fire. I built my own forge and burners. Not counting time

invested I've probably spent under $100 over the last 15

years or so on forges and burners. The little forge I've been

using since 95' will melt steel if I turn it up a bit, say

12-13psi.

Ron and Mike have both taken burner making to a high

point. They make burners that are precision intense and time

consuming. Both make burners that are several percent more

efficient than the one I'm going to show you here. This is

where Mike, Ron and I differ, I'm basically a minimalist at
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heart. I like my machinery as simple as will do the job well,

I don't need perfection. I also seldom build multipurpose

equipment unless it's a natural marriage. A good example is

a forge convertible to a melting furnace. This is a good

multipurpose device if you're needs are similar enough for

the compromise.

The last "T" jet

burner I built was

summer before

last and I spent a

whopping $9.00

for parts and

a l m o s t  2 0

minutes making

it. The following

description has

been altered to

reflect how I

made my last

burner. (Yep, you

guessed it, I have

most of this text

saved and update

it as necessary.)

So, the attached

drawing is of the

Jet ejector type burner I've been using for the last 10 years

or so. I call it the "T" Jet burner and with small refinements

I haven't changed the design in 10 years. You'll quickly

notice there're no labels, dimensions or other helpful tips.

This is why I call it a "concept drawing" if you need more,

let me know and I'll do what I can to help. Same for my

description, I've tried to do an adequate job of it but some

folk need more info. Just let me know.

You will have to spend a little time wandering around a

halfway decent plumbing supply for the brass fitting to make

up the mig tip and the lamp rod. You'll also have to find

lamp rod. Hope you're not overwhelmed yet! 

The tube is 1" x 8" black iron pipe.

The "T" is a 1" x 1" x 1" black iron "T".

The "jet" is a 0.045" Miller mig tip. Shortened to 9/16" long

and deburred.

The jet attaches to the 1/8" SPT (Straight Pipe Thread) lamp

rod via a 1/8"FPT brass fitting or cap drilled and tapped

1/4"-28. Get lamp rod at Fred Meyer's, etc. in the lamp

repair section, get one or two lock nuts too. If you go to an

electrical supply or hardware store, it'll cost twice or more

as at dept store. On the other hand it's only a buck or two per

foot at most, anyway.

You can eyeball center when drilling the top of the "T" for

the lamp rod but the better the alignment of the jet down the

center of the tube the better it will work. This alignment is

the single most important factor to making a good tunable

burner. Screw the tube and "T" together. Make match marks

and chuck it up in the lathe to drill and tap for best

alignment. After drilling the hole, chuck the 1/8" TPT tap in

the tailstock or drill press chuck and hand crank to tap the

threads.

This will keep them as perfectly aligned as possible. If you

don't have access to a lathe you can use a drill press but will

need to make a vertical "V" block to align the tube and all

the rest. Use a piece of large 1/4" x 2"+ angle iron as the

base plate and weld two smaller pieces, say 1" angle parallel

and square to the base. The idea is to clamp the vertical "V"

block to the edge of the drill table with the parallel "V"

hanging over the edge. The "V" needs to be as perfectly

aligned to the drill press chuck as possible. Chuck up a long

straight piece of round stock, say 1/4" and with the burner

tube clamped in the "V" block align the 1/4" straight down

the tube. Clamp it solid and you're ready to go.

I don't have a 1/8" SPT tap so I use 1/8" TPT (Tapered Pipe

Thread. I can't recall what it's properly called right now) and

thread the hole a little at a time till the lamp rod just threads

through it. If you run the tapered pipe tap too far you get a

lot of slop, you get a little anyway but it's controllable if

you're careful. A little slop is actually helpful for fine tuning

the jet's alignment.

Now thread the lamp rod into the "T" without removing the

assembly from the lathe or "V" block and lock it in position

with one of the nuts. Install the brass 1/8" FPT fitting on the

tube and snug it up. Drill and tap the brass fitting for

1/4"-28. Now screw in the shortened mig tip, insert a 0.045

drill bit shank in as an indicator and spin the lathe to see if

it's straight, gently tap the mig tip as needed till the tip is

straight.

If you're using a drill press, remove the lamp rod and gently

chuck it in the drill press. Insert the 0.045" drill bit shank

into the mig tip and hand crank the drill press. Watch for any

wobble and correct it with gentle taps of a hammer. Be

careful or you'll damage the lamp rod threads.

Once you have the lamp rod and mig tip aligned thread it

into the hole in the top of the "T" from inside. Bring the

brass fitting all the way to the "T" and lock it down with a

nut from the outside. Using pipe tape or Teflon paste, attach

your hose fitting and you're ready to test fire it.

I wouldn't really call these a "project" they take me maybe

15 minutes to make with my lathe, 20 if I don't turn it on and

hand crank it.

I also don't put tapered flares on them, I only run them in the

forge and they work just fine. To be fair, they will not burn

open air. If you have use for an open air torch then adding

the flare and doing the trial and error work to tune it will be

worth the effort.

A proper flare is a 1:12 ratio or a 2.5-degree taper.

Frosty
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Strap Hinges
Steve Bloom

One of my many projects (and until

you contribute something, get used to

me talking about what I’m doing!) was

a minor expansion on my shop -

essentially walling in 16' x 7' open shed

area at the rear of the main shop.  The original doors (two 6'

x 8' beasts) moved over as doors on a new storage area and

I needed new doors for the extension.  Those doors needed

hinges, hence this write up.

The basic material was flat bar ( 3" x 3/16") which was

forged into a slight taper. Since these doors are slightly

under 3' across, the lighter steel was sufficient (besides

already being in my shop). For larger doors, I’ve typically

used 1/4" thick plate. The hinge end was given a slight bevel

, rolled into an eye, and drifted with a 5/8" drift pin, then

arc-welded on the front surface. The more traditional way is:

Once the hinges had eyes, they were thrown into a sinusoidal

shape using an adjustable bending fork consisting of two

pieces of angle iron, each with a piece of round stock welded

to the angle iron. Clamp the pair in a vise, and voila, an

adjustable bending fork.

To generate

the dorsal

s p i n e s ,  I

dug in my

junk heap

f o r  t h e

slices I had

made when

I cut up an old band saw blade for Damascus material. The

original blade was 20' x 6" x ~ 1/8", so I had a number of

strips left over with the teeth (a plasma cutter makes this a

LOT easier).  I tack welded (with a Lincoln 110V MIG unit

using flux-core wire) one end of a  strip to the back side of

the hinge and used an oxy-propane torch to bend the strip to

match the curve of the hinge (with occasional tack welds to

hold it in place). This continued until I reached the eye.

The head was cut out of scrap sheet steel with the plasma

cutter and cleaned up on the belt grinder and with files. It

was then arc-welded onto the ‘neck’.

Pilot holes were drilled in the hinges (one for the dragon’s

eye and one on each bend). The hinge was heated and a

square drift was used to make a square hole big enough to

accommodate a 3/8" carriage bolt.

T he p intles were

forged out of ½" x 1"

bar stock using a 50lb

Little Giant power

hammer and the die

shown here.

T he results were

‘ l o l l i p o p s ’  w i t h

approximately 3" x

3/8"shafts and more or

less square 1" ends. A

hole (5/8" diameter)

was drilled in the end.

A piece of 5/8" round

stock was inserted and

arc-welded in place. A

more traditional way

would be to wrap the

shaft material round the round

stock using the technique shown to

the left) and forge weld the pieces

together. Also, the shafts are often

square and given some burrs with a

chisel.  However you make them,

leave a flat surface on the front - it

makes driving the beasts a lot

easier. If you want, forge in an

auxiliary arm to prevent the pintle

from twisting (seen in St. Croix on the Whim Great House)

Installation is simple - get the door in place and wedge it so

that the top of the door is hitting the lintel. Decide where you

want the hinges (a helper or a small hole and a wood screw

makes this less of a hassle) and position the eye back far

enough on the frame so that there is sufficient meat for the

pintle. Drill a pilot hole and drive the pintle home. Repeat

for the lower hinge but take care to get the eyes lined up

relative to one another. 
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FABA Officers
President  Bill Robertson 850-668-2876 applecrossforge@nettally.com

Vice President Jeff Mohr 850-926-4448 mockingbirdforge@peoplepc.com

Treasurer Juan Holbrook 352-374-8888 juanylindagrace@aol.com

Secretary Anne Reynolds 561-793-2452 ARAReynolds@aol.com

Program Chairman Clyde Payton 850-997-3627 paytonforge@nettally.com

Newsletter Editor Steve Bloom 352-528-6508 sab@ironflower.com

Past President –see Prez above – 2  termnd

Trustee NE Tom Kennedy  407-469-3899 burninghandforge@hotmail.com

Trustee NW Ron Childers 850-878-8537 munlaw2@hcsmail.com

Trustee SE Keith Andrews 863-983-8513 -unknown-

TrusteeSW Jerry Wolfe 941-355-5615 wolfeforge@juno.com

The Florida Artist Blacksmith Association(FABA)  is a 501(c)(3) non-profit educational organization whose purposes are to teach, promote, and
preserve the art of blacksmithing.  Contributions are tax-deductible to the extent provided by law.  FABA publishes the Florida Clinker Breaker
monthly, and FABA membership includes a subscription.  We solicit correspondence and unpaid articles on any subjects related to FABA’s
purposes.  ABANA chapter newsletters may reprint non-copyrighted material if it is credited to the author and this newsletter.  You need the
publisher’s permission to reprint copyrighted material unless otherwise noted.

The Florida  Clinker Breaker
FLORIDA ARTIST BLACKSMITH ASSOCIATION

Juan Holbrook, Membership Records
6418 NW 97 Court
Gainesville, FL 32653

Steve Bloom, Editor; P.O. Box 760; Archer, FL 32618-0760; (352) 528-6508 or smith@blacksmithing.org; http://www.blacksmithing.org
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