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PRESIDENT’S
MESSAGE
Welcome to the Presidents Corner –
Always a treat to give you a few
words of what I’m thinking. Not
deep thoughts, just “What’s Happening.” The “snow
birds” are going home now and Florida traffic is less,
restaurants are easier to get a table without a long wait,
but we sure are glad to have them here.
The 16th bi-annual Southern Blacksmithing Association
Conference is coming quickly on 16-18th May.
http://www.sbaconference.com/ It’s a great conference
and special effort to attend will not be disappointing.
Donations for the auction are very much appreciated.
There will be a raffle for a “Blacksmith’s Toolbox” and I
thank all who have contributed a tool to put in the box.
Hope one of our FABA members wins it. Also FABA
members Allen Hardwicke and Bob Jacoby will be
doing the Anvil Shoot. FABA is responsible for
organizing the GALLERY, so if you can volunteer two
hours of time it would be greatly appreciated. Also
bring something to “show in the gallery”. A special
Thank You to Jordan Thomas who has made the
FABA contribution to the “sculpture project.”
Our new members for this month are: Bob & Debbie
Colbert, Deltona, and Mark & Irene Pearson of
Deland. Welcome to FABA. Our membership seems
to be stable between 232 and 236 the past three months.
Thanks for sending in your dues. Unfortunately we had
to “drop some folks” for not paying, so if someone says, I
didn’t get the CB, ask them if their dues are paid.
Jerry Wolfe

SAFETY TIP: Summer heat is
on its way -- DRINK plenty of
water and keep hydrated.

Established May 18, 1985

THE 2013

SBA
CONFERENCE
MAY 16-18, 2013
LIONS CLUB FAIRGROUNDS
1190 LIONS CLUB ROAD
MADISON, GEORGIA 30650

DEMONSTRATORS
ERNIE DORRILL
STEVE WILLIAMSON
CONFERENCE FORGING STATION A.P. BILLINGSLEY MEMORIAL FORGE +
DAVID OLIVER MEMORIAL ANVIL

JACK WHEELER
FOR
CONFERENCE SCHEDULE
AND REGISTRATION FORMS
GO TO:

WWW.SBACONFERENCE.COM
Family Registration is $50
If Postmarked by May 1
$60 after May 1
Reserve classes online at
http://sbaconference.org/classes.html

Calendar of Events
The calendar includes events of interest to the blacksmithing community. The regions have no boundaries - everyone is welcome everywhere. Come
to more than one if you can. We hold regular meetings in each region on the following Saturdays of each month: NE-1st, NW-2nd, SE-3rd, SW-4th
except for quarterly Statewide meetings. The actual dates vary so 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 9 AM to 4 PM
and you’ll want to bring a bag lunch if not otherwise noted. If you have any questions about meetings, please contact the Regional
Coordinators:

Northeast Region
Northwest Region
Southeast Region
Southwest Region

Butch Patterson
Billy Christie
Ed Aaron
Lisa Anne Connor

904-964-2499
850-421-1386
561-748-9824
813-977-3743

NE May 4 Pioneer Settlement, Barberville

bpattr@yahoo.com
chriswoodforge@embarqmail.com
edaaron9824@bellsouth.net
MelisandeAubrey@hotmail.com

NW - May 11
Panhandle Pioneer Settlement
Blountstown

I-10

SR 12

SR 20

SE May 18 Tanah Keeta Boy Scout Camp
SW May 25 Jerry Wolfe’s
Shop in Sarasota 941 355 5615

941 355 5615

REGIONAL REPORTS
NW March 9, 2013 Regional Statewide Meeting
The day started out a little cool but warmed up nicely and was a beautiful day for
blacksmithing. Over 100 folks participated in what was to be the last statewide meeting
at Payton Forge. We had many folks selling everything from tools to honey and cane
syrup to forged items, including Edgar Chattin knives and tomahawks. Once the fire was
started in the shop, Ben Rogers demonstrated his expertise and showed how to
accomplish various tasks with minimal tools and without expensive equipment. He
demonstrated making the tapered bands for holding the wood planks for a tapered
barrel, bending angle iron with a monkey wrench clamped in a post-vise, taking old
nuts and bolts and making them more decorative and appealing to the eye. He also
demonstrated how to bend conduit or pipe for railings without it kinking and discussed
using your hearing as a tool while blacksmithing. If you were not there, you missed a
Ben Rogers demonstrates a
tapered band.
very informative demonstration. Thanks Ben for a great demonstration.

“Yes, we had a GRAND 30th FABA NW

meeting here. Thanks to all who came and
made it such a wonderful final meeting for
Clyde. He says this will be his last to host,
but who knows? Maybe he'll change his
mind! Thanks everyone.” Venira “Vi”
Payton. (Dot Butler takes the best pictures!)

The Iron in the Hat was conducted before lunch and brought in $418.00!
Thanks to all who brought the many forged items as well as other useful
items and metal for future projects. While all of this was going on, our Vice
President, John Watson, was demonstrating his mastery of the grill preparing
Boston Butts that he started cooking while we were slumbering in our beds.
GREAT JOB John! Also, thanks to all who contributed side dishes and drinks
to the feast fit for a King. Thank you Vi for your, always wonderful,
hospitality. The Blacksmith Museum raffle for the Micky Wise knife was
conducted and Lisa Ann Connor took home the prize. Thanks to all who
bought tickets to raise money for the construction of the Museum and look
for more beautiful fund raising items to be offered in the near future.

The Payton Forge annual meeting in 2000
was the first FABA meeting I ever
attended. Willard Smith taught me, and
other wannabe’s, to make an “S” hook
and that was all it took for me to write a check for membership. Every one of
the Payton Forge meetings has been a meeting to remember. Thank you Clyde
and Vi for hosting the annual meetings where great memories, great
demonstrations, great food and great friendships have been enjoyed by all who
have been privileged to attend through the years. Our hats are off to both of
you for all you do and have done.

Mark Stone

Clyde takes in a finer
point.
Jim Labolito finds an
empty spot on his plate for
strawberry shortcake. (Dot
Butler)

Who said people in the
Panhandle were too poor
to pay attention?
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SE MARCH 16

NE APRIL 6

Our March 16th meeting was attended by 3 members and
2 guests. Our activity consisted of open forges, working
on projects. John Struthers helped make some hooks drive and "S" to display at Riverbend Park in Jupiter.

The NE Region had a good
crowd at the Pioneer
Settlement in Barberville
on April 6.

March 23- John Struthers and I set up 2 forges and
demonstrated at an annual event at Riverbend Park in
Jupiter. Overall, it was a success with several people
showing interest.

Ben Rogers demonstrated
some difficult techniques
like curving angle iron,
Ben Rogers bending a 1” x 3/8”
tapering rings and hoops
(like wooden barrels hoops). bar on edge!
Ben know his blacksmith techniques! Not only does he
have a wealth of knowledge of blacksmithing but also of
how blacksmithing was added to the Pioneer Settlement.
We had 28 members present with 2 guests. It was great
to see the Hardings back for a visit on the mainland.

Ed Aaron

SW MARCH 23
Instructor Travis Meek and his Honors' Class students
from the Hillsborough Community College Dale Mabry
Campus, welcomed the SW Region to join them in their
Etruscan Smelting
Project. We had a great
turn-out, with lots of
input from our members.
Trez Cole worked
tirelessly to assist with all
aspects of this project.
Scott Brown very kindly
brought out many
historical and technical
metallurgy/metalworking Students squeeze bags to pump air
books from his collection, into the smelting furnace.
while Steve Berglund brought out, not only his traveling
forge, but his whole treadle-hammer set-up! Steve also
demonstrated some chain-saw "Damascus." The smelt
started out with 50lbs of magnetite and 150lbs of
charcoal heated over 6 hours. The result was 10lbs of
“fluff iron.” Since the smelt, Trez has been able to refine
a small amount down and says it is good quality wrought
iron. Trez hopes to refine the rest in the weeks to come.
Travis and his students will continue the project with
Etruscan lost-wax casting and blacksmithing work days.
As per usual, and with the contributions of Travis' wife,
Lisa, we managed to feed not only ourselves, but all of
the students and have left-overs! Travis sends out a big
THANK YOU to all those who participated!

Iron in the Hat brought in $125 with some great pieces
of metal and tools. Ronnie Fowler donated one of his
forged knives for auctioning which brought in another
$90 to FABA. Much thanks to Ben Rogers, Ronnie
Fowler, and the Hardings that added much to the day.
Our May 4th meeting will again be in Barberville. I will
be out of town and Bob Jacoby has volunteered to be in
charge.
Don't forget the Southern Blacksmith Conference in
Madison, GA May 16 - 18. Hope to see you there!

Regards,
Butch Patterson

May 25-26 Gas Forge Workshop with
Mike Murphy
A 2-day gas forge workshop at Mike Bettinger’s welding
shop in Tallahassee, Sat and Sun, May 25-26. Cost will
be $200 to $250 per person. Forges will be made of 12”
pipe, 12” long, with 2 atmospheric burners and a working
area 8” in dia. by 12” long. Call Mike Murphy at 850294-1483, or email at blacksmith@comcast.net.

Lisa Ann
Connor

FABA
Smelting
Crew

Member’s Corner
I have been working with Juan Holbrook at his shop for the last 5 years or so. I would like to submit a photo to The
Clinker Breaker of a project we just completed, made from railroad spikes.
The spikes were drawn out to 14
inches, and the frame is made of 1/2
inch square stock, and measures 22 in.
x 14 in.
The legs have been upset for the
footings and are 4 in. high.
The piece is welded on the underside.
Designed by me, Lisa Smith, assisted
by Juan Holbrook. Included is a photo
of the finished firewood holder.
Respectfully,
Lisa Smith

Florida Artist Blacksmith Association
Walt Anderson Scholarship 2013
This scholarship was established to honor the memory of Walt Anderson, one of our charter members. Its purpose is
to further the craft of blacksmithing and it is available to any FABA member in good standing. The award is limited
to the actual cost or $1000, whichever is lesser. It may be used for materials, tuition, lodging and transportation (paid
at the rate of 43.2 cents per mile or the actual cost of public transportation, whichever is lesser).
A letter of application or a detailed email may be submitted provided the applicant answers the following questions:
1.
What is your name, address and phone number?
2.
How much experience in blacksmithing do you have?
3.
How will this instruction help you with your blacksmithing craft?
4.
What is the name of the school you wish to attend?
5.
What is the name of the course and the name of the instructor teaching the class?
6.
What costs will be incurred (tuition, lodging, transportation, etc.)?
Note: By accepting the Walt Anderson Scholarship the applicant agrees to provide a demonstration of skills learned
and write a report of the learning experience, including “how-to” for publication in the Clinker Breaker. The next
item is not required but strongly suggested that an article made by the new knowledge be offered for auction at the
Annual meeting.
Completed letters of application or emails should be sent to John Butler, Chair , FABA Scholarship Committee, 777
Tyre Road, Havana, FL 32333 or jgbutler@sprintmail.com.
Deadline for receipt is June 15, 2013. Three finalists will be recommended to the Board. The decision of the Board
shall be final. The successful applicant will be notified.
CLINKER BREAKER, MAY, 2013

Barrel Maker
by Jim Robarr
This is a “Tip” for the recent article by Hippie about making Ceiling Fan Blade Brackets into hinges. As it turns out the
very day I opened my e-mail to read the “Clinker Breaker,” I had just tossed out an old ceiling fan. Right back out to the
trash can I dug out the old blades to retrieve the brackets. For many years I have used this tool to make the “Barrels” on
hinges. I started with a scrap block of steel. The size I listed works well for me. If your “barrel”
is longer (or wider) you can adjust the size as needed. I started with a 2 X 2 inch square block
about 2 ½ inches long. To make the base, drill a 7/16 inch hole 3/4 of a inch from the top of the
2x2 stock. I used a die grinder with a cut off wheel to cut down to the 7/16 hole. Be sure the
slot you cut is smooth going into the 7/16 hole. This size hole works using a 1/4 inch pin in the
hinge and provides enough room for a 16 Ga. “Barrel.” Fig. 1

To prep your “Barrel” file or forge (I do it cold) the very end as
shown. The end should be like a “butter knife” edge. Fig. 2
This works for 1/4 inch dia. hinge pins (inside dia. of barrels). Larger or smaller “barrels”
will require a test run to determine the drill size hole in the steel block (base). Having only
used 16 Ga. (.0598 ) or thinner material, this works well for smaller style hinges. As all
forming of the “barrel” is done cold, it’s hard to use material above 16 Ga. thickness.
Heating larger stock may work but I have not tried that method. To start the hinge you can
anneal the stock you plan to use. It will work harden (somewhat) as you form the “barrel.”
Next step is to clamp some bar (1/4 x 1 inch) stock on each side of the hinge. Make
sure hinge material is just below the bar stock to minimize any damage to the
hinge. I have found that if you use blue painter’s tape to stick on the hinge material
to the bar or flat stock it will help to hold it much better and keep it from moving
even when you hammer the barrel. Use the strongest type clamps you have and
make them tight. Fig. 3
As you tap down on the hinge keep
in mind to hold the hinge parallel
to the base. Start with light taps,
but hard enough to force the stock
into your base. Fig. 4

The last drawing shows the length
of the barrel when you have
finished rolling it to make the
hinge. With this size stock you will
lose about 13/16 of a inch in the
overall length. At this point you are
ready to cut, file and otherwise
prepare the “barrels” to complete
your hinge. The rest is standard
work getting hinges together and
working. Fig. 5

Member’s Corner
About 15 years ago Elmer Rousch demonstrated for us at a SW Regional Statewide Quarterly Meeting at the
Crowley Museum and Nature Center near Sarasota. The meeting was well attended, which made me happy and
very relieved as the SW Regional Coordinator. The Crowley was our regular meeting place and turnouts of 3-5
people were all too common.
Elmer did a wonderful job demonstrating one of his dragon heads and some other things destined for the auction.
After the formal presentation was over a number of us stayed behind talking, including my, then 15 year old,
daughter Emily (She wanted to come. I swear I
didn’t make her.). Elmer grabbed a piece of
square stock and started working it while he was
talking. You know how the really good people do
– he hardly seemed to be looking at it, but in no
time he had produced an amazing dragon’s head
which he presented to Emily.
This is the slow part of the story. Emily really
liked her dragon’s head, but… In the fullness of
time she left and it stayed behind in a basket of iron
items on the hearth, where it seemed quite content
for about 15 years, until she got her own house and
I promised to turn the dragon’s head into a doorknocker.

Elmer Rousch Dragon Head.
I got my design inspiration from John Boy Watson and
Billie Christie’s description (and Rex’s pictures) of
Rex Anderson’s demonstration for the NW Region last
December. Of course the doorknocker we built ended
up all different, except for the strike plate, which was a
different size.
I heated and hammer textured the strike plate and took
it, along with the dragon’s head, to the SW January
meeting at Jerry and Mary Standifer’s. After Trez
Cole’s great demonstration, I persuaded Jerry to help
me to drill the mounting holes in the strike plate and
dragon’s head shaft. My hand drill was not up to the
task.
Jerry has a beautiful shop and drilling a few holes just
got him warmed up and attracted a few more helpers.
Well, naturally the holes needed chamfering and then
we had to have a hinge plate and making rivets takes
hardly any time at all…
In short, in record time (both ways) Emily had just the
doorknocker I wanted for her – one made beautiful by
the work of many skillful, caring hands.

David Reddy

FROM: Philip Simmons Artist Blacksmith Guild

January/February 2013

Originally in the Arizona Artist Blacksmith Association’s “The Anvil’s Horn”
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Drawing a Round Taper
By Jay Close
Illustrations by Tom Latané

Place a chalk or soap stone mark 3 inches in from the front edge
of the anvil. This will be a reference for drawing your taper to
finished length. Alternatively, set the points of dividers 3 inches

Lesson Number Three– Drawing a Round Taper
Definition: “Drawing”, “drawing out” or “drawing down” means
to reduce the cross sectional area of a bar.
Drawing a round straight taper to a point 3 inches long on the
end of a square sectioned bar.
2. Needed straight taper and dimensions.

1. The final forged shape.
Intent:
The student will learn to forge a round taper of a specified length
on the end of a square bar and to control for the material stretch
that results from converting square to round sections.
Tools Needed:
Basic tools only, these to include a rule, straightedge, dividers
and outside calipers.
Materials:
24 inches of 1/2 inch square mild steel.
Method:
When forging a round sectioned taper, first create an accurate
square sectioned taper. The square taper is hammered to an accurate octagonal taper and sometimes to a 16 sided or 32 sided taper
before final rounding.
As the square taper is forged progressively toward round, the
length of the taper will grow about 20%.
Knowing this, the square taper you begin with should be 5/6 the
desired length of the round taper you need.
Step On e:
Review the previous lesson on drawing a straight square sectioned taper on the end of a square bar.
Starting at a yellow or light welding heat , forge a square taper
on the end of the 1/2 inch square bar. This taper should be 2
and 1/2 inches long and hammered to a sharp point.
Review also the Targets section of the previous lesson on drawing
out a straight taper.
Make sure the sides of your taper are straight and the point on
center. It is hard to make a round taper significantly better than
the straight taper you start with.
Step Two:
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apart and keep them handy for comparison to your work.
Note in the technical sketch shown above the “fingernail” transition between the square and round, and where on the bar we
measure to judge the needed length.
Carefully reheat the bar with the point pushed through to the far
side of the fire so that it does not burn before heavier sections of
the bar are at a working temperature.
At a yellow or light welding heat, bring the bar to the anvil and
place it “corner up.”

3. Corner up position.
Raise the hand holding the workpiece until you can feel good
contact along the downside corner of the square taper.
Starting where the bar is thickest, match your hammer blows to
the slope of the upper corner and forge a neat flat or facet all the
way down the corner.
As the taper narr ows, so too must the facet. Lighten your hammer blows progressively as you approach the point. You want to
create a clean facet. This facet will end up with an elongated,
asymmetrical diamond shape.
The diamond will be widest at the base of the original square
taper. It will taper gradually toward the point. Above the base of
the square taper, the diamond will come to a quicker point centered on the corner of the bar. This is where the hammer overlaps on the corner into the parent bar — the diagonal dimension
of the bar is greater than the diameter of the needed round taper.

HAMMER’S BLOW
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4. Forge a neat flat all the way down to the point.
Roll the bar 90 degrees left or right (remember which) and work
another flat on the next corner.
Roll the bar 90 degrees in the same direction and now the bottom flat of the first forged facet will come on top.
The anvil has already begun the facet for you. It is not as broad
as the hammered facet, but the smooth anvil face has probably
made a neater flat than you could hammer.
Forge this facet to match the one originally hammered. Roll the
bar another 90 degrees in the same rotation and refine the other
facet started by the anvil face.
At this point you should have four long diamond shaped facets
centered on the corners down the length of the taper. On the
original flats of the square taper you will see long triangular
facets. Your goal is to create an equal sided octagonal section
down the entire point length.

6. The goal is to create an even-sided octagon
approached the work in the organized fashion described, and if
you have managed to keep the taper well supported on the anvil
as you work, there should be little correction needed .
If the taper is too short, and you began with a proper square section taper, the material must be “hiding” somewhere. Are the
sides of the taper straight? Check against a straightedge. Any bulge
is material that could be forged into length.
Perhaps, you did not forge an accurate or complete even sided
octagonal taper before rounding. The result is a taper that is still
“squarish” in section with rounded corners.

7. Cross sections of a “squarish octagonal” bar and desired round

5. The forging should look like this.
Step Thr ee: At another light orange to yellow heat, work down
each of the corners of the taper to create a 16 sided taper. This is
especially important where the taper is heaviest and the most
material needs to be reshaped.
Step Four: This can often be done at the end of the heat of
Step Three. Keeping the taper evenly on the anvil surface, slowly
roll the bar beneath the hammer to create an an even texture of
hammer marks approximating a smooth, round, even taper.
Trouble Shooting and Corrections
Shape And Dimension Problems:
Check that the sides of the taper are straight and that the point
is centered. Review the lesson on making a straight taper with a
square section for hints on correcting these problems. If you have

SPRING 2003

Go back and hammer down these rounded corners as facets once
more. Then forge down the new corners before rolling and
rounding.
Sometimes the taper will be a bit short simply because the hammered texture isn’t refined enough. Make sure there are no obvi- ous
flats or facets left on the work that are more than about a
1/16 inch wide.
If your taper is too long, determine why. For example, you may have
worked into the square sectioned bar beyond the start of the initial
square taper. You must do this on the corners but not on the flats of
the square. Using your hot cut hardie, trim the tip back to prepare
for drawing and rounding the taper once more.
Important: you must trim back more than the needed shape
change. If the taper is 1/2 inch too long, trim off 1/2 plus a bit
more. You still must draw out the now blunt tip. How much to
trim is a matter of experiment and experience, but you’ve lost the
element of control that working from a specific square taper gave
you. As a “guesstimate” to get you started, try trimming back an
extra 50% of your original error. For example, if the taper is 1/2
inch too long, cut back 3/4 inch.
Having trimmed the tip, re-draw the point starting again with
facets down the length of the taper that are then blended into a
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smooth round. When changing the dimensions of a round,
always work from facets first.
If the taper is too long, maybe you have over forged some por- tion of
the round creating concave sides. On a thin point like, this do not
attempt to upset the bar to shorten it and fill out the concavity.
Rather, trim as recommended above and redraw the point, square
first, then round.
Surface Texture Problems:
Small concavities or dimples are a common problem with the surface,
especially near the thicker part of the taper where the corners of the
bar are first forged . These dimples result from not
having the bar hot enough or from not hitting hard enough or a
combination. If not severe, they can be forged out and blended into
the surrounding surface.
Remember to keep your anvil surface clean and work the bar down
to a black red finishing heat. Hit hard to make the shape change, but
lighten up with finish work. Hit light, sharp, smoothing blows. Keep
the taper well supported on the anvil. Create an even textured surface
with no individual hammer mark predominate.
Targets
Time Targets: See the earlier lesson on drawing a square sectioned
taper for goals for the first step of this lesson.
Once the square section taper is established, try to convert it into an
even sided octagonal taper in one heat.
Take a second heat to make the upper part of the taper 16 sided and
round the whole length. (A larger diameter taper may require the
whole length worked 16 sided or even 32 side. A smaller diameter
taper may be able to skip the 16 sided step.)
A third heat working down to a dull red may be used to refine and
smooth the surface.
Dimension Targets: Strive to create a taper that is 3 inches long plus
or minus 1/16 inch.
Draw the point as fine as you can, but no more than 1/16 flat on the
end.
No section of the taper is to be greater than 1/2 inch diameter.
Except on the corners above the taper the original 1/2 square bar
should remain unchanged.
Shape Targets: The point must be on center.
The sides of the taper must be straight. (The previous lesson on the
square section taper will give guidance on judging this.)
The section of the taper must be round not “rounded squarish”.
Except for the corners, the dimensions of the parent bar must
remain unchanged above the taper.
Strive for a clearly defined “fingernail” transition between the
square and round sections.
Forging Dynamics
(1) There are three reasons to work the round sectioned taper as a
square, then a series of progressively smaller facet before achiev- ing a
round:
a. When using wrought iron, the traditional and historical mate- rial
of the blacksmith, this was the way to retain the fibrous integrity of
the material. Premature rounding causes the individ- ual iron strands
to shear past one another and create internal cracks and other flaws in
the bar.
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b. With any material, this method allows the greatest control of
dimension and repeatability of results.
c. A hammer blow that travels across a surface in motion or a hammer
blow that makes a sweeping motion itself is less effective.
Working the bar as opposed stationary facets for as long as possible makes
most effective use of the hammer blow.
(2) Comparing the cross sectional area of bars helps predict material
requirements for different forging operations. For exam- ple, a one inch
square bar has a cross sectional area of one square inch. On the other
hand, the cross sectional area of a round bar one inch in diameter is only
about 80% of the square:
area of a circle equals pi times the radius squared, OR area of a 1
inch circle equals 3.14 times (.5 X .5), OR .785 inches
When the square becomes round, the material in the corners of the
square gets forged in, causing the bar to stretch.
It is actually quite easy to make a round greater than one inch in diameter
from a one-inch square bar. Do this by not retaining the one inch
dimension as the corners are first forged to create an octagon. The bar will
swell to greater than one inch across the flats.
If you want a one-inch diameter round from a one-inch square, first
hammer the square slightly undersize, then octagon and then round. This
anticipates the swelling that results from forging in the corners of the
square.
(3) When you forge the first facet on the top corner of the square taper,
the anvil is beginning a facet directly underneath on the bottom corner.
The hotter (softer) the bar and the harder you hit, the more closely will
the bottom facet made by the anvil approximate the dimensions of the top
one made by the ham- mer. However, even with the hardest blow on the
hottest metal, the iron itself absorbs some of the impact of the hammer so
the bottom shape change will never exactly equal that of the top. This is
why we work all surfaces of a bar if a uniform product is desired.
(4) If the hammer blows are light and/or the bar is cool, the shape change
brought about by the hammer is increasingly con- centrated on the
surface directly beneath the hammer. If you don’t forge the corners of
your taper forcefully enough or hot enough the corner alone will spread.
As the adjacent corners spread you create a small pocket or concavity in
the surface. Look for these as they are an indication of working the bar
too cold or not hitting hard enough to force the shape change into the
middle of the bar.

This article first appeared in the Spring
2003 Hammer’s Blow, a quarterly publication
of ABANA. For more information go to
www.abana.org

Lesson Four: Bending
Will appear in next month’s Clinker
Breaker
Please send you letters, comments,
companion articles and pictures to
editor@blacksmithing.org
HAMMER’S BLOW
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