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President’s Corner
Bill Robertson

I don’t want to bore you

with statistics but with an

attendance of 730 people at last

month’s conference in Madison,

Georgia, the Southern Blacksmith

Association (SBA) is now host to

the second largest blacksmith

event in the country (now that

ABANA has decided that it can no longer afford to put one

on).  Only the Quad State conference held in Ohio is larger

and not by much.  Quad State pulled in about 850 participants

last year.  The auction proceeds at Madison, however, are

second to none with $8,321 raised, a new record.  Part of that

success can be attributed to Jeff Mohr for the impressive

special project he coordinated and Juan and Linda Holbrook

who purchased it for big bucks.  If I’m not mistaken the

Holbrook’s now have the last three special projects hanging

in their house.  Some of the conference highlights for those of

you that could not make it included another successful anvil

shoot (which I finally caught on film after 17 failed attempts),

a great juried exhibit of iron art displayed at the

Madison-Morgan Cultural Center (sponsored by ABANA, the

Cultural Center and SBA), incredible gallery art at the

conference site, and a large selection of rusty iron toys

scattered over several acres of the fairgrounds.  Put it together

with perfect weather, interesting demonstrations, classes and

old friends, and it doesn’t get much better than this.  Clyde

Payton conducted a memorial service celebrating the life and

passing of Floyd Daniel, without whom the Madison

Conference wouldn’t exist.  

Vi Payton was recognized by all seven chapters with a

certificate of appreciation for all her volunteer work over

the years.  Congratulations, Vi!  

The conference was a great success thanks to the tireless

efforts of John and Dot Butler, this year’s conference

co-chairmen representing Florida, also the cooperation

between the seven blacksmith guilds that jointly put on this

event and all

t h e

v o l u n t e e r s

that assisted.

T hanks to

all.

T h e  n e x t

M a d i s o n

c o n fe r e n c e

w i l l  t a k e

place during

t h e  t h i r d

weekend in

May 2009.

The Alabama

F o r g e

Council will

c o o r d i n a t e

t h e

conference .

F l o r i d a ’ s

next turn up

as host will

be in 2019,

f o u r t e e n

years from

now.

GONE TO BE WITH FLOYD

Ed Aarons

Steve Bloom

Billy Christie

Bill Robertson

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

SW-July 28

NE-July 07

NW-July 14

July 2007

NE 07 Barberville - Open forges

NW 14 Panhandle Pioneer Settlement, Blountstown, FL  Project Work Day

SE 21 Boy Scout Camp: info from The 2004 Conference  will get you there.-New path: from I-95 exit go east onto

Indiantown Rd, go north (left) onto Island Way (1st traffic light). Stay on it until it ends at Country Club

Dr-go left--It ends at the entrance to Boy Scout Camp. 

SW  28 Phil Pauley's Shop in Port Charlotte - 9AM  -  Making a tomahawk and making a forge. Phil will demonstrate

making tomahawks.  Also the group will be working on making a forge as our project for the annual

conference. Bring Iron in the Hat item  and a lunch item to share
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Current Events

Future  Events

SE until further notice - Boy Scout camp

NW Aug 11 Mike Bettinger’s Welding, Tallahassee

NW Sep 08 Skeeter & Lou Prather’s shop in

Tallahassee, FL

NW Oct  Annual Conference in Barberville, FL

Report from the Northeast

Steve Bloom

We counted over 50 people who

‘braved’ the rain, watched Ron,

and wiped out several gallons of

chili.  

The movable frame hydraulic

press demo went the way of all

things - into the crapper. The

original motor burned out two

days before the meeting and the

replacement wasn’t quite up to snuff. The problem has been

fixed and we can play with the tool the next time. Check out

the article in this issue if you are interested.

Ron demonstrated making a viking ax, a spear point, and

several tomahawks made from rasps (one of which is

pictured here). I was busy running back and forth and didn’t

get to watch much (except Clyde repairing a hammer with a

loose head).  Many thanks to Ron for a great demo and for

keeping me from going totally nuts trying to do too much. 

Everyone seemed to have a good time, the Buck-in-the-

Bucket and impromptu auction brought in beaucoup bucks

(translation - I didn’t get the amount), we had some new

folks who planned to join, no-one got hurt, and overall, it

was a great meeting. Thanks to all who came, brought treats,

and participated!

LOST-AND_FOUND: 1 pair of sunglasses (StyleScience

wrap-arounds, polarized); 1 GoWalking Pedometer (gray).

If you’re missing these, let me know.

Report from the Northwest

Billy Christie & Mark Stone

The NW meeting

was held at Rex and

M a r y  E l l e n

Anderson’s shop in

Monticello.  Juan

Holbrook was our

demonstrator and

was working on a

table for Show and

Tell for the Southern

B l a c k s m i t h

A s s o c i a t i o n

R e g i o n a l

Conference in Madison,

GA.  The table has

beautiful scroll work

throughout.  The

interesting feature of

the table is the

ornamental bracing

for the tabletop to

the leg support

ring in the middle.

His design was

derived from a

sine wave.

Thank you Mary Ellen and helpers for a delicious lunch

consisting of spaghetti, ham, venison sausage, plenty of

veggies, and tasty desserts.  Iron In The Hat brought in

$75.00. After lunch, a few took a tour of Rex and Mary

Ellen’s new house.  It’s still under construction but it’s

completed enough to see the layout.  It will be very nice

when finished.  

The NW needs to decide on a project for the auction in

October.  Please give me a call with your ideas.  We are also

going to have an “Iron Pour” in August at Mike Bettinger’s

Welding. 

See you soon….Happy Hammering!

Report from the Southeast

Ed Aarons

The S E Region's May meeting was held at the Boy Scout

Camp with 6 members in attendance.  A Scout Mom showed

some interest in blacksmithing,  but the Scouts were too busy

to stop by.

The Scouts will  be in training for the next 3 weeks and 1

week in July.. They have requested that we give instruction

in blacksmithing so they can earn a Metal Working Merit

Badge.. Since it is scheduled on a week day each week, it is

difficult to get instructors,  Sue Lampert is helping 2 weeks,

Dependable Don Shedlock is sacrificing his time for all 4

weeks. I'm working on others and will report on that after the

fact.

Not much else going on here. W ill update happenings at

Tannah Keeta as we go..

Report from the Southwest

Jerry Wolfe

The May 26th meeting was held at Dennis Stiffler's shop in

Tampa.  The small group had a good time doing some silver



Clinker Breaker May 2007   - 4

casting and working with Dennis's "TIRE" hammer.  Thanks

to Dennis and to those attending.

Madison Conference
 

If you missed the conference, you missed great tool sales,

hanging out with friends, watching the demonstrators, etc.

(but you knew that, didn’t you?).  I managed to not take any

decent pictures, so what follows is what I’ve been given.

I was given a number of pictures of the green coal area but

I think these two encapsulate the

activity :

From the organizers:

FABA Family and Friends,

John and I want to thank everyone for their help! Of course,

the other chapters had their own duties but as the host, we

had a lot of interesting challenges that the others did not. We

(FABA) were very successful in planning and expediting our

role of presiding at the Southern Blacksmith Association,

Inc. 2007. 

We want to thank everyone who stepped up to the plate to

help. Jeff Mohr and his helpers, Billy Christie and Mike

Bettinger worked on the special project, the family tree(it

raised over $3,000 at auction). And to the host of others that

contributed to that endeavor, we are grateful. 

Patty Draper, Rick Jay  and Ron Childers participated in

instructional classes that had not been offered before at

Madison. These classes were the first to be filled and were

hotly desired during the conference. We learned valuable

information for FABA from this experience, and we need

more classes to be offered at our conference.

Karen Wheeler and her family were very appreciated for

their handling of registration. This is a hot job and takes a

special person to handle the challenges that arise. That

Karen has a sense of humor is good, and she knows how to

say talk to the hand. This job is a thankless job that Karen

has not been recognized for in the past.  She has done an

awesome job for us.

Skeeter Prather rose to the job of treasurer for us. We were

extremely relieved when he said yes to our proposal of this

office.  There have been challenges in the past in the past for

SBA monies and we felt confident with Skeeter on board to

help us.  Working with Juan Holbrook, he processed credit

card expenditures through our FABA account(which helped

our SBA bottom line).

We must say a special thanks to Vi Payton. She received a

certificate of recognition at the conference for her help in

auditing the past records. This is very important when you

walk into the job as the chair. You feel confident that the

paper work is squared away. 

At the conference, many things shake out once you get there.

There were a couple of people that were invaluable to us and

that we want to thank. The first was Bill Adams.  HE

HAULED A LOAD OF EQUIPMENT FOR US. He then

proceeded to do the menial tasks that arose at site. Also,

Esther Gurr was a life saver. She did everything from tying

out garbage bags(essential if you had to do the clean up, you

would totally understand this) to checking in auction items.

Also, thank you Ann Reynolds for working at the auction.

Thanks as well, to Don Shedlock and Colleen Dowd, who

hosted the welcome reception at the hotel on Thursday night

for FABA. 

By the way, the black lab mom that showed up and had 5

puppies on site found a good home. Seems the Humane

society was looking for her. She had been spotted before

showing up on our door. They came and claimed her for a

family waiting to take care of her and her babies.

If we missed mentioning any one, it was by oversight and

that we were a little overwhelmed by it all.  Our figures were

great. We raised $35,000 and our expenses were at

$20,000(can I pinch a penny till it hollers)  :^) ?  We want

to say it was our pleasure to serve as the FABA

representatives. We met so many people that changed our

life. 

Thanks to all and we look forward to getting fired up soon!

Dot and John 

Tom Kennedy suggests :Check out this website:

http://www.kennadycustommetal.com/anvilshoot.htm

------------------------------------------------------------------------

WOW!! WHAT CONFERENCE – 

 Clyde Payton

Dot and John Butler did a whoppingly good job with the

May 2007 Southern Blacksmith Conference in Madison,

Georgia!

I have attended every biennial conference which this

organization has had at the Lions’ Club Fairgrounds in

Madison and this was the best one ever.  The tailgate and

commercial sales totally filled up their area and even spilled

From young to

“Not so” young.....

http://www.kennadycustommetal.com/anvilshoot.htm
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over into the camping area.  Attendance was a record

breaker – the auction income was a record breaker – all of

the craft classes were totally full – the art gallery was best

ever – all demonstrator sites were full – all beginners classes

were full – the Floyd Daniel Anvil Shoot and Memorial

Service, while solemn, was most appropriate – and the

fellowship was akin to an old fashioned family reunion.

This organization has come a long, long way since its

beginning back in the late l970’s when it was known as the

Southeast Blacksmith Association.  It was founded in the

Atlanta area by a small nucleus group led by old stalwarts

such as Alex Bealer, Stan Strickland, David Wall, Ivan

Bailey, John Meyers, Tom Sheets, Don Van Derryt (Mary

Esther, FL), Clyde Payton (Monticello, FL), Bill Durrett,

Claire Yellin, Blanche Blackwell, Doug Wendell, W.D.

McWaters, and Carl McCleskey.  This group held

b l a c k s m i t h i n g  h a m m e r - i n s  m o s t l y  i n  t h e

Atlanta/Marietta/Roswell area.  Some were held at Ivan

Bailey’s shop in Savannah; one was held in Ashville, N.C.

I was President of this organization in 1980-81.  Mike

Hermon of Lenoir, N.C. was Vice President, Doug Wendell

of Atlanta was Secretary/Treasurer, and Paul Lundquist of

Townsend, TN was our Newsletter Editor.

Stan Strickland was the last president – 1981-82 – of SEBA.

At this time the formulation of “Chapters” of ABANA was

catching on and going strong.  The Atlanta nucleus

regrouped and formed the Alex W. Bealer Chapter of

ABANA.  (Alex died in March of 1980).  The Bealer

Chapter is still going strong and is one of the prime sponsors

of the present day Southern Blacksmith Association.  FABA

was started in 1983 and formally incorporated in 1985.

With the formulation of Chapters in each state it was quickly

realized that a confederation of the southern states was

needed in order to promote a regional blacksmith conference

to be held on odd numbered years – ABANA, by this time,

was well established with their conferences on even

numbered years – with such a regional organization we

could now have a major blacksmith hammer-in every year.

So, in 1981 a movement was started to rejuvenate a

southeast regional organization.  Interest sparked aplenty in

the southeast states and a founding father of ABANA by the

name of Floyd Daniel stepped forward and offered the group

a place to meet – at the Lions’ Club Fairgrounds in Madison,

GA.

This group held their first formal odd year conference in

1983 and the rest in history.  

A SPECIAL MEMORIAL SERVICE for Floyd Daniel

Clyde Payton

At the SOUTHERN BLACKSMITH ASSOCIATION’S

Biennial conference in Madison, Georgia a very special

Memorial Service was held for a very special friend of

blacksmithing – Mr. Floyd B. Daniel.  Floyd passed on

March 2, 2007 at the age of 89 – he was a staunch supporter

of blacksmithing.  He strongly believed in preserving and

teaching this noble art.

The traditional Burial-In-The-Fire and Ringing of the Anvil

Ceremony was done by Clyde Payton.  Tim Ryan dedicated

the fantastic Anvil Shoot to Floyd.  The excellent photo of

the shoot was taken by Allen & Matt McGee.  A short

eulogy was given by Floyd’s close friends, Joe Neely and

Tim Ryan.  Floyd taught Tim how to shoot the anvil – by the

way.

I would like to give special thanks to those who helped me

unload, load, and move around the portable forge (very

heavy) which I brought up for this service – Jack Wheeler,

Mark Stone, Billy Christie, Bill Roberts, and Jim Labilito.

ANOTHER TRAGIC LOSS

Clyde Payton

Alphonso Jennings passed away April 11, 2007 at age 44.

He had suffered from Crohns disease all his life.

You will remember Alphonso as the Basket Weaver – you

saw him many times at Blacksmith meetings at Vi and Clyde

Payton’s home in Monticello, and at our meetings in

Blountstown, and the Junior Museum in Tallahassee.

Al was one of the most gentle persons I have ever met.  He

was so willing to teach you how to weave a basket and he

would patiently stay with you until you succeeded.  

Al was taught the craft of basket making by his

Grandmother, Lucreaty Clark.  Mrs. Clark was taught by her

grandparents and great grandparents – whose job was to

make split white oak baskets for the large slave cotton

plantations of North Florida.

Al was a Florida Folk Life scholar and had a national

reputation for his art.  He taught and demonstrated at craft

shows and folk festivals all over the country.  His work can

be seen in the Smithsonian Institution, Washington, D.C.  If

you have ever been to a Florida Folk Festival at the Steven

Foster Park at White Springs, FL – you saw Alphonso

weaving baskets.  I hope you are lucky enough to own one

of Al’s baskets.

Al will be terribly missed by the blacksmithing community.
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Moving Frame Hydraulic Press

Steve Bloom

It’s alive (finally!).  One of my  more elaborate (and time

consuming) builds has been the construction of a 20-ton

hydraulic press. What follows here should be taken as more

of a journal rather than build instructions.

The basics of a press are reasonably simple. There is

a pump (two-stage) that sucks oil from a reservoir

(typically 5 gallons). The pump is powered by an

electric motor (3..5 hp, 220v, 3400 rpm). The pump

sends the oil through the pressure  gauge (optional)

to the  valve (with up, down, and spring return to

center settings). The valve has four ports - input from

the pump, out to one end of the cylinder, out to the

other end of the cylinder, and a return flow to a filter

through which oil finally returns to the reservoir. The

line from reservoir to pump and from the filter back

to the reservoir are low pressure, everything else is

high pressure.  You can cheap out using black pipe

fittings on the low pressure side but buy quality

fittings and hoses from a  hydraulic shop for all of

the high side stuff. T’ain’t worth having it blow up to

save a few bucks! The motor, the cylinder size, the

pump’s capacity, line sizes, etc. all impact the power

and speed of the press.  There are plans available

that go over the details (Batson, 1994) and the

Surplus Center (www.surpluscenter.com) can supply the

parts.

The presses I have seen in use by knife-makers have fallen

into two general classes.  There are ‘C’ presses  which are

configured  like the typical power hammer - an anvil

running from ground level to the crush point (~ 36" off the

floor) with the cylinder above the anvil hanging from a

heavy spine connecting the two. ‘H’ presses are composed

of a heavy rectangular frame with the lower die at the

bottom of the frame and the cylinder hanging from the top

of the frame. In both cases, as the cylinder extends, the

upper die descends until the work is trapped between the

dies.  Consideration must be given to insure the upper die

moves down smoothly and with minimum wobble during

the extension. Typically, the pump, reservoir, etc. are

attached high on the unit making a top-heavy system and

thus requiring a heavy base and/or a bolt system locking the

unit to the floor. ‘H’ presses tend to be smaller (and lighter)

and may simply sit on a heavy wooden base since the forces

are well contained within the frame itself.  Alternative

layouts are to move the majority of the hydraulics to the

base of the press and use long lines or even flip the system

upside down and have the cylinder push up instead of down

(though to us old power hammer users, that just ain’t

natural!).

The one major down side to these designs is the exposure of

the hydraulic system to the air space occupied by the user

and his trusty gas forge.  A leak in the high pressure side

can result in an atomized cloud of oil looking for a source

of ignition (...remember that gas forge?....). A quick Google

sea rch  turns up  200 ,000+ hits on “hydraulic

leak+fire+explosion”. A Navy study (Hoover et al.,2005)

concludes “It was found that a significant fire and explosion

potential does exist under conditions typical of normal

hydraulic system operations”. With  some prompting from

Bruce Freeman, I conceived of an enclosed press in which the

frame moves as the cylinder cycles (Fg.1).

The key idea is that there is a strong metal cabinet enclosing

all the hydraulic parts. If there is a leak (and or a fire), it will

be contained. The upper end of the cylinder is attached to the

cabinet top and the lower die sits directly above that point.

The other end of the cylinder is attached to the bottom of the

frame. When the cylinder is retracted, the frame is pulled up

and p rotrudes

a b o v e  t h e

cab ine t’s  top .

W h e n  t h e

cylinder extends,

the frame sinks

into the cabinet

until the upper

die (attached to

the inside center

of upper lintel of

the frame) makes

contact with the

lower die.  The

effort in making

the  frame  is

identical to that

of an ‘H’ press

and  with the

castors on the

bottom of the

c a b i n e t ,  t h e

Figure 1: Diagrammatic representation of movement

Figure 2: Completed press

http://www.surpluscenter.com)
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whole thing is movable

(though like pushing a

car!).  Figure 2 will give

an overview of the unit.

I acquired the parts from

a horizontal 20-ton press

which included the

reservoir, pump, motor,

gauge, valve, filter and

cylinder (5.5" diameter,

7.5" travel) along with

hoses and fittings for

$200.  By the time I

bought new hoses and a

number of fittings, the

damages rose to $450.

T h e  f r a m e  ( F g .3 )

consisted of two sections of 6" x 4" I-beams (~38" long)

with the upper and lower lintels being 6" wide x 1.75" thick

x 24" long The lintel

ends were positioned

over the I-beam webs

and heavy angle-iron

pieces (5.5" long x 3/8"

thick) were welded on

both sides where the

lintels connected to the

webs. Diagonal braces

(2" x 3/8") were then

welded on the corners to

further strengthen the

frame. A block was

welded on the top to

provide a lift point and

to prevent the upper

lintel from flexing. A

pair of 6" long pieces of light angle-iron  were welded on

the underside of the top lintel to hold the upper die blocks.

A heavy block with an appropriate hole for the pin for the

lower end of the cylinder was welded to the  lower lintel.

Figure 4 shows that arrangement as well as the partially

constructed cabinet.

I had scrounged the remains of a car-alignment system

consisting of two box supports (36" tall x 24" deep x 30"

wide) made of 3/16' plate which were sectioned and

“frankensteined” into a single cabinet of the same overall

dimensions. Figure 4 show one of those boxes bottom side

up. Eventually, its brother contributed the top of the cabinet

and the material to fill in the gaps in the lower box. Before

too much material had been added to the cabinet skeleton,,

a set of four casters were attached to the bottom of the

cabinet (drill, tap, etc.) and four screw-leveling units were

also attached. After completing the beast, it isn’t going to

move by itself, so those screw-leveling units will probably

never be used.

In the outer “cavities” of the I-beams, I initially bolted a ~24"

of square-tubing (~ 2.25" internal measurement). There were

two ½" x 13 bolts welded to the tubing which ran through the

web of the I-beam. A nut on either side of the web allowed for

adjustment of the tubing relative to the web.  I fabricated a

piece of heavy angle-iron with two 2" square pieces of tubing

(think “U” shaped) welded at right-angles to the angle-iron.

The smaller tubing ‘telescoped’ into the larger pieces while

the angle iron ran from left to right under the frame. By

adjusting the bolts, the frame was able to smoothly slide up

and down on the smaller tubes. The frame was then suspended

in the cabinet with the angle-iron/tube assembly in place. That

assembly was tack  welded in the bottom of the cabinet. The

frame was removed and the assembly was throughly welded

in place.  Having an electric hoist hanging from a beam in the

shop ceiling made all of this possible without requiring hernia

repairs.

The hydraulic layout consisted of the reservoir being centered

at the back and

bottom of the

cabinet. The motor

originally  was

attached to a plate,

was  susp end ed

internally on the

right side of the

cabinet and had its

shaft pointing up.

There was an oil

seal surrounding

the shaft. The pump was above the motor. Due to the original

motor losing the ‘magic smoke’ (just before my meeting, of

course), the pump had to be spun 180 degrees and the

replacement motor mounted above the pump and on the

outside of the cabinet (see Fg.2). I think this is actually a much

better arrangement with regard to oil leaks into the motor and

general ventilation.  A low-pressure hose connected the inlet

of the pump to the reservoir. A  high-pressure ‘T’  runs from

the pump towards the frame. One branch of the ‘T’ is directed

upwards and connects to the gauge which protrudes through

a hole in the cabinet top. The other branch connects to a right-

angle fitting that, in turn, connects to the valve.  The valve is

located on an internal bracket on the left side of the interior of

the cabinet. The valve control rod extends towards the front of

the cabinet,  passes to the left of the cylinder (but to the right

of the left frame upright) and emerges through a slot in the

front of the cabinet. A mechanical linkage connects the rod to

a foot pedal (the yellow thing near the floor in Fg.2). There

are a pair of hoses running from the top of the valve to the

cylinder (it’s a GOOD idea to figure out which one does what

before buttoning everything up - foot petal down ought to

cause cylinder extension and frame movement downwards).

From the valve, there is a right-angle turn to the filter and

finally a hose from the filter back down to the  left side of the

reservoir.  If  I were doing this again, I would make an internal

frame, hang all the hydraulics, then wrap that frame in light

sheet steel as opposed to shoe-horning everything into a pre-

existing space. Oh well, it saved me money. One really

Figure 3: The frame

Figure 4: Frame & open cabinet

Figure 5: Hydraulic layout
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intelligent move is to haul the press to a hydraulic shop

when you buy the fittings and hoses. Having it there when

the guy discovers he needs to improvise may save you many

return trips!

I cut a  7" x 30" slot (½" back from the edge) in the top and

also cut a hole for the gauge. The top was slipped over the

frame (thanks to that electric hoist again!) and lowered in

place. There was also a hole cut above the pump so the

motor and  its shaft-coupler could mesh with the matching

coupler on the pump’s shaft. It’s a real good idea to know

which direction (clockwise or counterclockwise) the pump

wants to move and then to set up your motor to match (how

do I know? Don’t ask!).  ½" holes were drilled and ½" x 13

nuts welded to the inside of the cabinet. There was also a

pair of 3/8" holes (with welded nuts) put in on the front of

the cabinet (~ 9" on either side of the center line).

A sheet of 1/4" plate (10" wide) was cut to fit between the

uprights on the frame, deep enough to overlap the top and

cover the slot, and provided with a front edge that overlaps

the front surface of the cabinet top (See Fg.. 6). A large

block of steel was welded to the top of the plate to form a

base for the lower die blocks and another block was welded

on underneath to provide the attachment point for the

cylinder. This plate is bolted to the cabinet top using the

two 3/8" holes mentioned above and with a pair of

additional 3/8" bolts back behind the frame. The heavy

block was also provided with light pieces of angle-iron to

provide the slides for the lower die blocks.  Since the basic

idea is to contain any major problems, sheet steel was

welded to the insides of the uprights and dust covers were

fabricated to close off what remained of the slot between the

uprights. In addition, a pair of dust covers were fabricated

to cover the  openings in the slot to the outside of the frame

uprights. Just to be safe, I included a hinged lid on the

cabinet top wide enough to allow the business end of a fire

extinguisher to get through.

For those who might be following this, you might wonder

why the die mount plate was only 10" wide when it could

have run from one upright to the other and thus eliminate

the need for the internal dust covers.  That extra space allows

you to get your paws in under the die plate and get the pin into

the upper mount of the cylinder. A little help from the hoist,

a tapered pin and a brass hammer makes this relatively easy.

Electrical connections consisted of a flexible conduit running

from the motor to a outdoor switch box bolted to the side of

the cabinet (Fg.2). A 220V switch connects the power cable

to the motor lines. Be sure to use heavy enough cable based on

you motor. To make getting the top off the cabinet a little less

of a hassle, the switch box has a  ½" x 13 bolt permanently

attached to its back side. The bolt runs through a hole in the

cabinet side and is nutted down. If the top comes off, just back

off that nut and all the electricals are now free of the cabinet.

The final step(s) were to plug all the holes, cut plate to fit the

big openings, fabricate inspection doors, and weld everything

in place, slap a coat of paint on it and have a beer. Okay -

maybe not yet.

N o t i c e  t h e

white dies in

Fg,6. The dies

are blocks of

steel welded

to 6"x6" x

1 / 4 "  p l a t e .

T h e y  s l i d e

i n t o  t h e i r

r e s p e c t i v e

locations and can be rotated as needed. In Fg.6, long work

would hit the motor, so just spin the plates 90 degrees.

Total extension on this system is 7.5" and I’ve set this pair of

dies to allow 4" of clearance. With a 3400 rpm motor, the

system cycles from full open to full close in ~ 3 seconds.

Weight is maybe ½ ton (and could have been lighter except

for the heaviness of the surplus materials). Total build time -

probably 40-60 hours (but a lot of that was due to

reconfiguring surplus materials!).

As an experiment, I worked up some tong dies (Fg.7). The

pair to the left force a bar through the 45 degree bends and the

pair to the right positions the tong blank and crushes in the

rivet location. The “ears” allow the upper dies to be bolted to

the upper die block. Due to good old humid Florida, storage

position is frame up (cylinder retracted) with a piece of 2x4 in

place (so any slow  loss of pressure doesn’t result in gravity

extending the cylinder and exposing the ram to rust).

Now comes the fun part - figuring out what I’m going to do

with it!
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Figure 6: Closeup of business-end of press

Figure 7: Tong dies
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