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Florida Artist Blacksmith Association

PRESIDENT’S
MESSAGE
Welcome to the President’s
Corner.
Our annual conference is
once again in the history books.
It has been a great success and I would like to give
significant recognition to Kirk Sullens and Helen
Donnell as well as the many members who assisted to
make the conference a success.

Established May 18, 1985

to assist as needed. Our new NW Coordinator is Roger
Bell and Bob Jacoby will be coordinating the NE region.
New Members: Grant Johnson of Tampa; Matthew
Ricchio of Niceville; Marty & June McChimon of Terra
Ceia; Jill Johnson of Bunnell; Danny Cunniff of Boca
Raton and Rusty & Ian Skinner Jr. of St. Augustine. We
thank you all for joining and supporting FABA.
Jerry Wolfe

The demonstrators were great, with many new
techniques and styles of blacksmithing we are sure to
benefit from. The training classes designed by Jordan
Thomas and a number of contributors were a major part
of the conference and will definitely be ongoing. These
classes are training our future members of FABA. I saw
a large number of very excited young and old “metal
workers / crafters / blacksmiths “ who are embracing a
variety of techniques to be creative and learn skills for
future projects. It’s important for those of us who have
been around for a number of years to “mentor” - support
and encourage this next wave of creativity.
A financial summary of the conference will be published
when we have put all the records together and tallied the
results. Early numbers indicate it will show some net
income.
The deadline for receipt of applications for the FABA
Jerry Grice Scholarship is December 31. We want to
encourage you to apply. Unless you apply we cannot
consider you, so get the application information on the
website and send in an application. We want to spend
our scholarship funds wisely so folks can learn new skills
and help FABA grow in knowledge and numbers.
We are going thru a transition of new leadership
starting in January 2014 with John “Boy” Watson as
President, Billy Christy as Vice President and Gene
Kovacs as Secretary. Please support them and volunteer

From the Editor
I had a great time in Ocala and I hope you did too. I
did a lot of things, but one thing I did not do was edit the
Clinker Breaker! Luckily I took a lot of pictures.
Reports from the Regions are here, as well as
November and December meetings and ABANA
Controlled Hand Forging, Lesson 8: Splitting.
Next month’s CB will have much more on the
Annual Conference, but for now this Newsletter is
devoted to pictures from the Conference. These pictures
and more will be posted on FABA’s Facebook page and I
urge you to post your favorite pictures too. And while
you’re at it, take a moment to tag the people in your
pictures , and another moment to help tag mine.

David Reddy

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

Bob Jacoby
Billy Christie
Ed Aaron
Lisa Anne Conner

904-613-2626
850-421-1386
561-748-9824
813-977-3743

NE Nov. 2 & 3 Pioneer Settlement, Barberville

bobjacoby@bellsouth.net
chriswoodforge@embarqmail.com
edaaron9824@bellsouth.net
MelisandeAubrey@hotmail.com

NW Nov. 9 Tallahassee Museum of
History & Natural Science, Mike
Murphy demonstrating.

SE Nov 16 Tanah Keeta Boy Scout Camp
SW WISHES YOU A
HAPPY THANKSGIVING

REGIONAL REPORTS

SE - September

NW - September

Attendance was 16, most were members. I think that
tells most of the story. We've gotten an influx of new
members who are really enthusiastic about learning to
forge. Below is what one new member had to say:

The NW September 14 meeting was held at the
Panhandle Pioneer Settlement in Blountstown. Our host
Willard Smith, had the shop and forge area ready for us.
Our demonstrators were Ron Childers and Roger Bell
aided by Danny Willis and Keith Ivy.
We had 31 in
attendance. With the heat
of the day we made sure
that everyone stayed
hydrated since the sweat
was running off of us like a
river! Ron and Roger
demonstrated all of the
steps required to produce a
forged railroad spike
hawk. They showed how
one end of the spike is
upset, the need to drift the handle hole dead center of the
steel for the handle, and the hammering for the bite and
spike ends. Following this they normalized the hawk head
and followed with hardening and tempering. They put the
handle on this hawk head and repeated this process for a
second spike hawk.

“Although everyone was very busy on Sunday, working on
their own projects, I got the opportunity to watch Peter and
Bill and Gary demonstrating some amazing techniques of
blacksmithing.
Well, speaking only for myself, today was a great meeting. I
was glad to meet some new people and to watch all the
different techniques everyone was employing to make their
candle holders.”

Please, contact me if you have ideas for future meetings,
tool building workshops, whatever you want to do. Shaun
suggested that the experienced smiths demo their skills at
the beginning of meetings and open forges for other
members to duplicate. This is what is normally donejust need a list of what you guys want to see and we will
try to get a demo together.

Ed Aaron

SW - September

About 15 people attended the SW September 28
meeting at Jerry and Mary Standifer’s in Palmetto. Trez
Cole demonstrated making a bottom swage for the collars
for the ABANA Grill Project.
Trez made his bottom
swage for the hardie hole.
He started with a piece of
square stock that was
bigger than the hardie hole,
established a shoulder and
drew out the end to fit into
the hardie hole. Once the
end would fit into the
Lunch was chicken and rice provided by the settlement hardie hole, Trez was free
to upset the piece quickly
and cooked by the staff, along with covered dishes
because he could place it in
brought by attendees. It was delicious. Following lunch
the hardie hole for vigorous
we called it a day because it was just too hot.
striking. He’s a pretty good
We do want to thank Ron and Roger for conducting
striker.
this demonstration on such a hot day, Willard Smith and
(Swage will produce this shape.)
the staff of the Panhandle Settlement, and all who
After he had established a wide enough flat top on the
attended this wonderful educational meeting.
swage, Trez heated a piece of 1/2" square stock and
Be Safe and Happy Hammering formed it to be a collar with a 1/4" half round profile.
Then back into the fire for the block and hammered the
John Boy and Billy piece into the block to give you the finished collar shape.
Following the
demonstration Billy conducted
the Iron in the Hat drawing with
Lloyd Wheeler drawing and
calling out the numbers. We had
a good number of hand made
items which included a number
of knives, a snake, hooks and
forged pliers. Prior to the
drawing, Clyde Payton
auctioned off the two hawks made by Roger and Ron for
sixty dollars. The drawing produced $163 with a
combined total of $223.
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Trez then finished it up by
filing the edges and softening
them up. After it was filed he
heated up a piece of 1/2" bar
and forged out a collar in the
swage block .
For this particular swage,
he hammered it down flush
with the top of the swage,
since he only needed the
desired shape on one side.
Often a bottom swage and a top swage will be used
together to form the desired shape. For smaller shapes, it
may be possible to put multiple forms into a single
bottom swage.
Buck in the Bucket had a good participation with a
number of nice pieces.
Mary and Jerry provided a sumputous feed
supplemented by covered dishes brought by attendees.
Working in Jerry’s beautifully equipped shop is
almost as nice as relaxing on Mary and Jerry’s amazing
screen porch. What a treat.
Thanks Jerry and Mary for having us and Trez for a
most informative demonstration.

David Reddy

NE - October

SAVE THESE DATES:
NE Dec. 7 - Allen & Chloe Hardwicke's Shop - Altoona
NW Dec. 14 Rex & Mary Ellen Anderson, Monticello
SE Dec. 21?
SW Dec. 14? Combined Nov./Dec. Meeting

(“Nothing fancy, but I got to do a little introductory
program with Boy Scouts this weekend in St. Augustine.”
Doug Hayes, 9/16/13 on FABA’s Facebook page.)

The NE Region meeting was held on SaturdayOctober
5th in Barberville. While most regions canceled their
October meeting because of our Annual Conference, there
are some NE Region members who are unable to attend
the conference and the Settlement also hosts the
Barberville Family Farm Swap & Market so it is helpful
to have the blacksmith shop open to accommodate walk
through traffic.
Our next meeting will be on November 2 at the 37th
Annual Fall Country Jamboree in Barberville. The
Jamboree is both the 2nd and the 3rd and Settlement
blacksmiths will be forging both days.
(http://www.pioneersettlement.org/falljamboree.html).
This is the Settlement's biggest event of the year. We
won't be preparing food for this meeting because there is
plenty available on site. There is a small admission fee,
and we've got to park out in the general parking area, but
if you haven't attended a Fall Country Jamboree, this isn't
something to miss! Lots of activities and interesting
things throughout the weekend.

Bob Jacoby
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Splitting

A coffee table by Doug Wilson using the techniques described

By Jay Close
Illustrations by Doug Wilson,
photos by Jay Close
Lesson Number Eight–Splitting
Deﬁnition:
Cutting a bar by driving a sharp-edged chisel
usually parallel to the length of the bar.

The finished practice piece with dimensions
Lesson: slitting and drifting two mortises or slots
in a square sectioned bar.
Intent:
The smith will learn the technique of slitting and
drifting a narrow mortise to speciﬁed dimensions and
how to anticipate the stretching of the bar to
position mortises accurately.

A slitting chisel

Materials:
24 inches of 5/8 inch square mild steel.
Tools:
In addition to the basic tools you will need a slitting
chisel about 5/8-inch wide forged from W-1 or some other
appropriate steel, & a drift 3/4-inch wide & 1/4-inch thick
Make the drift of the same sort of steel as the chisel,
although a drift of mild steel, carefully used, will work
for a few repetitions of the lesson.
If the chisel is short, you will need chisel tongs to hold
it. A pair of pick up tongs will be useful dealing with the
drift.
Make the cutting edge of the chisel to approximate the
drawing above. The edge is curved and thin. Keep it
symmetrical—an off-center edge will be hard to drive
straight. The length of the chisel edge should be about 75% of
the length of the ﬁnished opening—in this case about 5/8‐inch
for an opening 3/4-inch long.

A drift
Make the drift to resemble the drawing. Provide a long, lead
taper, a parallel section and a driving taper a bit longer
than the bar thickness. To avoid sharp inside corners in the
material, ﬁle or grind a slight chamfer on the edges of the
drift. Round the top where the hammer hits to minimize
mushrooming.

Jay’s tooling for this lesson
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Method:
Overview of the Process: When a narrow slot or mortise is
needed it is often slit and drifted rather than punched.
This is particularly true when it is desirable to retain the
full thickness of the bar stock around the opening.

HAMM ER’S BLOW
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In the process taught here, a slit is cut then a drift inserted
into the slit. This drift works like an internal anvil as the
sides of the bar are progressively forged thinner on either side
of the slit and the ends of the slit squared as the drift is
driven in further.
Step One:
Measure the overall length of the bar you are starting with
and record that measurement.
One inch from one end of the bar place a center punch mark
deep enough that it will be readily observed on the heated
bar. Center the punch mark in the middle of the bar.
Roll the bar 180 degrees and place a corresponding center punch
mark on the opposite side. These two marks will guide the placement of your chisel as you cut from both sides.
Step Two:
With tools ready at the anvil, heat the end of the bar to a
full yellow. Make sure that the area around the center punch
marks is hottest.
Place the heated end of the bar in the middle of the anvil with
a center punch mark facing up.
Put the chisel edge centered over the punch mark aligned with
the length of the bar.
Tip: If you have difﬁculty seeing the punch mark, rub the side
of your hammer across the bar surface. This will scrape the
surface free of scale, but scale will collect in the center
punch mark and make it visible.
Steady the end of the bar you have been holding against your
thigh. Pick up the hammer.
Hit the end of the chisel to leave a distinct but light
witness mark to your chisel placement.
If necessary, correct the placement of the chisel and drive it
hard into the bar a little more than half way.
Hold the chisel vertically. Hit the chisel vertically, and you
will cut vertically.

Jay Close steadies the bar against his thigh.

SPRING 2004

A “witnes mark” center ed on the center punch mark
Do not allow the chisel to stay in the cut! If it
softens in use, it stops cutting and begins to
deform. As a starting point, three quick hammer
blows to the chisel and then get it out of the cut.

The cut halfway through
Especially for a W-1 chisel, as soon as you notice
it turning red, quench the edge. Residual heat in
the rest of the tool will slightly draw the
hardness, keeping the tool from becoming brittle.
Tip: If the chisel sticks, twist it to slightly
widen the slot and it should pull free. Sometimes
tapping the sides of the slot will knock out a
reluctant chisel. Or turn the work upside down and
swat the end of the bar on the edge of the anvil to
use momentum to pull the chisel free.

Removing a sticky chisel
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With the cut a little more than half way through,
put the bar back in the ﬁre.
Tip: Inspect the chisel. If it has deformed on the
edge, correct and resharpen before continuing.
Unless you need to resharpen the chisel, resist the
temptation to thoroughly cool the chisel. It will
cool in the air as you reheat the bar and will have
enough remaining heat to not overly cool the bar as you
continue cutting.

The completed slit
Step Three:
Repeat step two chiseling through from the opposite
side until the two cuts meet halfway through the bar.
You should see a clean opening all the way through with
the sides of the slit bulged out.
Step Four
Prepare your tools so that the drift and pick-up tongs
are handy. Take a good yellow heat on the bar around the
slit. Tap the drift into the slit until solid resistance
is met, i.e., until you are beginning to reshape the ends
of the opening just by driving in the drift.
The lead taper of the drift should extend through to
the opposite side of the bar. Make sure you are hitting
it in over the hardie hole, the pritchel hole, a
bolster block or open vise jaws.
The trick is to support the work as closely around the
slit as possible.
Tip: An unsupported bar can collapse into a wide
pritchel or hardie hole, so hold the bar along the side
of the hole where one edge at least will receive support.
If you are hitting the drift a number of successive
blows, move the bar left, right, front, back around the
square hardie hole or around the circumference of a large
pritchel hole.
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Once you meet resistance, forge the bulge of the sides
against the drift working both sides evenly. Knock the
drift in further to continue squaring the ends and bulge
the sides again.
Remember, you are shaping the sides of the slot with the
hammer working against the drift, but the ends of the slot
can only be cleaned up by driving the drift in against
them.
The exact balance between forging the sides with the drift
in place and driving the drift deeper to clean the ends of
the slot is a matter of experiment. The variables include
the width of your chisel, the taper of your drift and how
aggressively you pursue each shaping option.
Repeat the forging of the sides and then remove the drift
by tapping on the end of the lead taper or tapping the lead
taper on the anvil surface.
The sides will stretch longer and thinner. This is good.
But the wall around the slot will also stretch wider. This
is bad. The undesirable stretch must be forged out with the
drift knocked free of the slot.
Do this now. A couple of hammer blows on each side should
sufﬁce.
WARNING: the drift is now VERY HOT and can only be handled
with tongs!
If the drift has taken on a red color, quench it quickly
to black but not down to hand-holding temperature.
If the bar is still at least orange, put the drift in
from the opposite side of the slot and repeat the forging
in of the bulge and resetting the drift.
Do not work below a clear orange to bright red heat. Do
not allow the drift to get red and soften while in the
slit. Get it out and keep it relatively cool. A soft
internal anvil is of little use.
Resist the temptation to cool the drift to hand-holding
temperature. This will rob heat from the workpiece and slow
down the pace of the work. Handle the drift with tongs.
When the bar is red, remove the drift, forge in the
unwanted stretch in width and get it back in the ﬁre.
Step Five
Complete the drifting of the hole using the same procedure
outlined in Step Four:
Tap in the drift until the drift squares the ends of the
slot. Forge in the bulge on both sides evenly. Remove the
drift and dress the top and bottom of the slot. Re-set the
drift from the opposite direction and work the sides evenly
again.
As a ﬁnal sizing step, as the bar cools to red, drive the
drift through all the way from one direction. The sides
should not bulge.

The drifted slit
Supporting the bar with the edges of the pritchel hole
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Then, drive the drift through from the opposite direction as thebar loses
forging heat. If necessary, do some low heat dressing of the bar surfaces and
tap the drift through one ﬁnal time.
Step Six
Now that you have slit and drifted a mortise, measure its overall length
with the bar at room temperature.
Compare that to the overall length of the bar before the mortise. The
difference will tell you how much the bar stretched to createa mortise of that
size.
Knowing this stretch factor, mark the center point for another mortise that
will end up 3 inches from the center of the ﬁrst one.
For example, say you started with 10 inches of bar. After you made the ﬁrst
mortise the bar grew to 10 and 1/2 inches. From the mortise center, the
mortise pushed the bar 1/4 inch forward and another 1/4 inch back. If
you want a second mortise aspeciﬁed distance from the ﬁrst, you must
anticipate this 1/4 inch stretch center to center.
Mark the center of the second slot half the overall stretch of thematerial
closer to the ﬁrst slot than the needed ﬁnal dimension.
Slit and drift the second mortise just as the ﬁrst.

next mortise. If this does not help, you probably need a narrower chisel.
Sometimes the chisel cuts are centered in the bar but misaligned along the
bar length. Often this problem will sort itself out in the drifting. You can
also put the drift in—it will enter at an angle—and tap it more upright as
you forge in the sides. Do alittle at a time from both sides taking advantage
of the stiffnessof the drift “on edge.”
Chisel cuts not centered in the bar will leave uneven material in the mortise
walls. You can help the problem by concentrating your hammer blows on
the thicker sections and avoiding thethinner ones. In the drawing below
with two off-center chisel cuts, hit where the arrowspoint.
A similar correction can assist if the slit is angled away from theaxis of the
bar. Work the areas shown below more.

Troubleshooting:
Your mortise should look like a rectangle reﬂecting the cross-sec- tion of
your drift. If it looks like the drawing below, the drift never had a chance
to square the ends of the slit. This cameabout because either (1) the length of
the chisel cutting edge wastoo long compared to the width of the drift, or
(2) you did not drive the drift in far enough before stretching the sides of
theslot.

Correcting off center chisel cuts

Resultsof a chisel too long for the drift
If your mortise looks like this, you have over-stretched the sidesof the
slot so that on the ﬁnal forging the drift was not com- pletely ﬁlling
the mortise.

Resultsof overstretched sides
You can also create a mortise that is fairly rectangular but too long. This
comes from over-stretching the sides of the slot. With a careful heat
localized around the slot you can upset the slot shorter and then re-forge
and drift. Remember to adjust the bal- ance between stretching the sides
and driving the drift on the

SPRING 2004

Tip: A poorly shaped chisel edge can cause much frustration. Even if
centered on the bar and struck vertically, an asymmetrical edge will lead the
chisel at an angle causing poorly centered cuts. Inspect the cutting edge of
the chisel often.
If your mortises are not 3 inches apart, you will need to adjust them—
hopefully, just slightly. For greatest accuracy, remember to make your
assessment when the bar is at room temperature. For your own interest,
record the measurement both while thebar is red and when it is at room
temperature and note the dif- ference.
If the holes are a little far apart, take a long heat in the middle. Make
certain the two slots are cool and carefully shorten the bar by upsetting.
With care this can be done without producing an obvious bloating of the
middle of the bar.
If the distance between the slots is short, you'll have to draw out the middle
to lengthen the bar. Again, take a long heat and dis- tribute your efforts
over a long section of the bar so as not to produce an obvious thinning.
TARGETS
Time Targets: With experience and conﬁdence you will be able
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Chisel cuts angled away from the axis of the bar
to cut the slit in one heat and drift it in
perhaps two or three more. For your ﬁrst efforts,
cut half way in one heat and take a second heat to
complete the slit from the opposite side. Then

H AN D
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allow four or even ﬁve heats to complete the drifting and
a ﬁnal one for clean up.
Shape and Dimension Targets: The dimensions of the slot
will be largely determined by the size and shape of your
drift, i.e., 1/4- inch by 3/4-inch. This should be “on
the money,” no more than a 1/16-inch longer than the
drift is wide.
The bar should remain the same dimensions through the slot
as the rest of the bar. A straight edge laid along the
ﬂats of the bar should show no particular swelling or
cavity around the mortise.
Tip: Hot-rolled bar often has slightly rounded corners.
The area around the two mortises has been bulged, stretched
and reforged enough that the corners are likely quite
square. The contrast of square corner areas and round
corner areas can often fool the eye into “seeing” a change
of dimension where none exits, so observe carefully when
testing the sides for straightness.
The slots should be centered in the bar with even wall
thicknesses. The distance between the two slots should be
3 inches plus or minus 1/16-inch.
If you upset or drew out the bar between the slots to
achieve the proper dimension, any dimensional change in
the bar should be spread over as wide an area as possible
and not be immediately obvious. The bar should be
straight along its axis.

This article first appeared in
the Spring 2004 Hammer’s Blow, a
quarterly publication of ABANA.
For more information go to
www.abana.org

Lesson Nine: Mortise and
Tenon Joinery, by Doug
Wilson, will appear in next
month’s Clinker Breaker.
Please send you letters, comments, companion articles and
pictures to
editor@blacksmithing.org

Rustic Steel Creations, Tampa

NONPROFIT ORG
US POSTAGE
PAID
Tallahassee FL
PERMIT 871

Florida Artist Blacksmith Association
Gary Kemp, Membership Records
11045 Fernway Lane
Dade City, FL 33525

NOVEMBER, 2013
The Florida Artist Blacksmith Association (FABA) is a 501(c)(3) nonprofit 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 noncopyrighted material if it is credited to the author and this newsletter. You need the publisher’s permission to reprint copyrighted
material unless otherwise noted.

FABA Officers
President
Vice President
Treasurer
Secretary
Program Chairman
Past President
Trustee NE
Trustee NW
Trustee SE
Trustee SW
Editor

Jerry Wolfe
John Watson
Gary Kemp
Jim Labolito
Kirk Sullens
Rex Anderson
Jordan Thomas
Ron Childers
Ed Aaron
Lisa Anne Conner
David Reddy

FABA MEMBERSHIP APPLICATION
Florida Artist Blacksmith Association, Inc.
Date __________ New____ Renewal ____
Name_________________________________
Spouse’s Name__________________________
Address_______________________________
_____________________________________
City
State
Zip
Phone:________________________________
E-Mail________________________________
Check here to receive newsletter by PDF______

941-355-5615
850-421-8005
352-567-7304
850-567-6464
352-357-7221
850-997-2748
352-473-5228
850-556-8403
561-748-9824
813-977-3743
813-875-2098

wolfeforge@hotmail.com
Circlejbar3@gmail.com
Treasurer@blacksmithing.org
fernforge@comcast.net
kirksullens@gmail.com
rexaanderson@embarqmail.com
firebrandforge@hotmail.com
Ron@munlaw.net
edaaron9824@bellsouth.net
melisandeaubrey@hotmail.com
editor@blacksmithing.org

Credit Card Visa__ MC__ Discover__
#_____________________________________
V code_____ Exp Date___________
Signature______________________________
Your FABA membership begins when your application and
membership fee is received. Membership is per family and lasts one
year. Send $25.00 fee and application to:
Gary Kemp, FABA Treasurer
11045 Fernway Lane
Dade City, FL 33525

Any fees incurred by returned checks will be passed back to the member.

