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ELECTION RESULTS FLORIDA ARTIST BLACKSMITH ASSOCIATION'S 
The 1995 election is complete following tabulation of the Quarterly Statewide Meeting 
votes by a committee consisting of John Butler, Mike to be htld in k S.E. R t g h  
Murphy and Patty Draper, Secretary~Treasurer. The 
follo&ng have been ele&ed by the mkmbershlp to serve 
in 1996-1 997. Congratulations to all! 

President Ray Roberts 
Vice President Pete Brandenburg 
Trustee #1 Clyde Payton 
Trustee #3 Skeeter Prather 
Trustee #5 Bill Roberts 

A challenge was made to the election because 
the ballots were numbered. The numbers were placed on 
the ballots to insure that returned ballots were official. 
The challenger objected because he thought the identity 
of thc voter could be ascertained through the number on 
the ballot (no record was kept of which ballots went to 
which member, however). The bylaws do not require 
secret ballots and in past elections the ballot consisted of 
a single page with the ballot on one side and the members 
mailing label attached to the other side. We should 
probably address this issue for future elections. 

Because of the challenge, the board, prior to the 
ballots being counted, unanimously approved the form of 
the ballot and to ratify the election as conducted. 

Guest demonstratorIteacher Roberta Elliott 

S h e v i e w  jlide presentation, West Palm Beach 
Friday, January 26,1996 
130 p.m. to 9:W p.m. 

SAIMay demonstration, Ft. hiderdale 
Lturday, January 27,19!% 

9 a.m, to 4 p,m. 

+Forge-welding class, Royal h i m  Beach 
Sunday, January a, 1996 

Noon to 4:00 p.m. 

For complete details see page 5 of this issue 



Upcoming Events 

The calendar includes events of interest to the blacksmithing communtty. 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-1 st, NW-Pnd, SE-Srd, SW-last. The actual dates 
may vary from month to month; check the schedule below. Our meetings are informal gatherings around the forge. Prospective 

members are always welcome. Come for all or any part of a meeting, bring your tools, or just watch. Most meetings run from 
9AM to 4PM, and you'll need to bring a lunch if you stay all day, unless otherwise noted. If you have any questions about 
meetings please contact the Regional Coordinators listed below: 

Northeast Region: Mike Schmidt (407) 855-3347 
Northwest Region: Clyde Payton (904) 997-3627 
Southeast Region: Ray Reynolds (407) 793-2452 
Southwest Region: Richard Boone (813) 377-8638 

JANUARY 1996 
Maps for January meetrngs are on page 3 

NE Jan 6 Walt Anderson's Eureka Forge. Marion County, Florida. The program is to 
cut and bend railroad rail to make fireplace andirons. Lunch will be provided. 

N W  Jan 13 No regional meeting. 
Jan 13 Board of Trustees meeting. We will be meeting next door to Walt Anderson's 

r 
: 

Eureka Forge in Marion County beginning at 12 noon. 

SE Jan 27 FABA STATEWIDE MEETING. Bo Davis & Sharon Blondet's forge in 
Fort Lauderdale, Florida. Note the date has been changed from the usual 
third Saturday of the month to the fourth Saturday. 

SW Jan27 Crowely Museum & Nature Center. Sarasota, Florida Open forges. 

FEBRUARY 1996 
Maps-fir February meetings will be In the next issue 

NE Feb 3 Pioneer Art Settlement. Barberville, Florida. 

NW Feb 10 Doyle and Bryant Conner's Bar C Ranch. Lloyd, Florida. The program will 
focus on tool buildmg and tool repair.There will be a large tailgate sales area! 
Bring any tools you want to sell or trade. The Conners are providing half of a 
roast pig. Please try to bring a covered &sh. 

SE Feb 17 Mike and Marilyn Luck's forge. Ft. Lauderdale,Florida. 

SW Feb 24 Crowely Museum & Nature Center. Sarasota, Florida. 

MARCH 1996 

NE Mar2 Pioneer Art Settlement. Barberville, Florida. 

N W  Mar9 Rick Jay's Shop. Youngstown, Florida. 

SE Marl6 Location to be announced. 

SW Mar 30 Crowely Museum & Nature Center. Sarasota, Florida. 



STATEWIDE MEETING Northeast Region 
Southeast Region Walt Anderson's Eureka Forge 

* 
STATEWlDE MEETING STATEWIDE MEETING 

FRIDAY NIGHT PREVIEW 
SLIDE PRESENTATION 

LOCATION 

SUNDAY HALF-DAY CLASS 
ON FORGE WELDING 

LOCATION 

SE PLCTON 
Ray & Anne Rcpndcb 

3 
llOM Sunact Bkd. 

Royal Palm &.a, FL 33411 
(q 793-2451 



PRESIDENT'S CORNER d 
First of all, I would llke to acknowledge Tico 

Rubio, the outgoing President, for his four years of 
leadership. Dumg which time FABA more than doubled 
in membership and participation. For all of us, thank you, 
Tico. 

Currently, we have more than 300 members who 
represent the 1 1 1  spectrum of diversity in slulls and 
practice of blacksrmthtng. In order for FABA to provide 
the best membership services I want to improve 
communications between the membership and the Board of 
Trustees by aslung members to let us know your needs and 
desires. 

Call or write to me or to any board member. Or, if 
your comment is of more general interest, send a Letter to 
the Wtor  to Bill Robertson for inclusion in the Clinker 
Breaker. Bill is always looking for member input. 

In FABA, our princ~pal asset rests in the qualities 
of our members. Having been at meetings in all regions at 
one time or another, I can truthfully say that the principal 
attraction has always been the people at the meeting rather 
than the shop or tools or other physical thing. In my 
opinion, t h~s  speaks rather well for blacksmiths in general 
and for us in particular. This does not mean that we don't 
have our differences. We do, and I for one, wouldn't have 
it any other way. 

It appears that our principal ongoing difference has 
to do with FABA's marketing practices involving coal. 
Last year some decisions were made for better control and 
accountability. While this was not universally pleasing to 
all parties, everyone should recognize that good reasonable 
people looked at the situation and made the best decision 
possible under the circumstances. No doubt, in the near 
future, the Board of Trustees will revisit the marketing of 
coal, always trying to better serve members. Let us know 
your r m e n d a t i m s  for improvement keeping in mind 
that the Board would be acting irresponsibly if we could 
not account for the asset the unsold coal represents; could 
not have a timely accounting for the money collected and 
could not feel secure in its storage. 

I hope that you can see that my method of 
operation is to bring problems to the forefront, solicit input 
and discussion and then have the Board of Trustees vote it 
up or down. I also believe in revisiting previous decisions. 

Finaily, I want to thank the membershp for its 
confidence in electmg me president for the next two years. 
I will try to see that your confidence is not misplaced. 

Ray Roberts 
President- 4 

Program Chairman Position Open a 
Program Chairman Steve Bloom has announced 
his resignation effective Jan 1, 1996. Steve has 
served in this position for two years which is 
the normal term of office. Because of a change 
in the bylaws the term was extended a year. as 
was the position for SecretaryRreasurer. m s  
leaves thls very important board position open. 
If you have any recommendations for a 
replacement for this position please call 
president Ray Roberts at 407-283-26 1 1. 

Northeast Region news 
by Mike Schmidt, Northeast Regon Program 
Coordinator 

'The December meeting had 27 
members in attendance. As usual knife making 
was the main topic of &scussion. Bill 
Stapleton and Hany Blackdeer spent time 
explaining the ins and outs of weldmg cable 
darnascus. Alcx Chase departed from his 
normal knife rnalang activities and made a 
rebar snail, very attractive, and a railroad splke 
slingshot. Robert Johnson was makmg hardie 
tools from jack hammer bits. That stuff has a 
very short working range. The rest of us 
worked on readyng blowers and stands for 
future classes and demonstrators. Lots of good 
stories and tall tales. Tico was looking good, 
but had a cold which was kind of rough on him. 

POWER HAMMER #!!?If WORKSHOP 

*r*%+, 
WITH FRED CAYLOR 

1 i? ;;&' a- -- f, .I ,is two dav class will be held 

1 .:;:+#+ 

" 1 at the end of February or early 
March and will cost about 
$75.00 per person. A 

llblB minimum of 15 people are ' needed to make the class fly 
The location will be m the Tampa area. We 
will be completely rebuilding a Little Giant 
power hammer. If you own a power hammer or 
plan to buy one, it would be in your best 
interest to -take this class. .4nything with 
moving parts will eventually wear out. Call Bo 
Davis (New Castle Iron) at 305-524-1441. 



Quarterly Statewide Meeting S.E. Region 

@ 
Pete Brandenburg, Anne Reynolds 

The Saturday meeting will be held January 27, from 9:00 a.m. to 4:00 p.m. at Newcastle Iron, Bo 
Davis and Sharon Blondet's shop located at 6 17 S.W. 2nd Avenue, Ft. Lauderdale, (305) 524-144 1 (see map 
in this issue.) 

Nationally recognized blacksmith and artist Roberta Elliot is corning to 
the Southeast Region to demonstrate at FABA's Quarterly Statewide 
Meeting on Saturday, January 27, 1996. During Saturday's 
demonstration at Bo Davis and Sharon Blondet's well equipped shop m 
Fort Lauderdale, Roberta will demonstrate her signature candelabrum, 
one of her graceful fire tools, and a bell. Whlle she's in Florida, Roberta 
also will give a slide presentation of her work Friday evening before 
Saturday's demonstration and teach a Sunday afternoon forge welding 
class. Remember that January 27 is the fourth Saturday. 

Roberta operates a blacksmithing business in Cobden, Illinois, named 
The Velvet Hammer " . . . the name is meant to describe the look and feel 
I try to impart to all my work. I strive to capture a soft, fluid movement 

6 . ? + ,  
... .- in the metal, yet still have it retain its strength and durability." Roberta 1 

- ..>-w=~ - / _ * , y x  . . 
.. I has exhibited her work in a number of invitational ehbitions and has 

*+ .A .-i' 
* 

, . - - > .  4' - ,- I received many awards for her work. She says "Iron is a 
- 1: &j :T: .$-y:L 
. - c 

4 medlum full of contradictions, which I try to emphasize. 
% I use a soft. fluid line to im~ar t  a feminine sensuality to 1 

0 Q 6 m ~ b t t  my work, whlle maintaining an obvious strength. Much 
physical energy is used in fashoning a piece, yet the 

h s h e d  product should appear effortless and delicate." Roberta's graceful ironwork is 
distinctive and instantly recognizable as hers. 

Join the Southeast Region members for the preview coffee/dessert/slide show presentation 
of Roberta's work on Friday evening, January 26, 1996, from 7:30 to 9:00 p.m. at Pete and 
Mary Brandenburg's home in West Palm Beach, (407) 833-2708. See map in this issue. 
Roberta will show slides and talk about her work. 

The S.E Region is also hosting a half-day class on Sunday, January 28, 1996, at noon, 
with Roberta teachmg a class on forge-weldmg. This will be held at Ray and Anne Reynolds' 
home m West Palm Beach, (407) 793-2452 (See map on page 3). Space will be limited to 10 
people at 5 work stations. The cost will be $15.00 per person on a first-come, first-served 
basis. A spot must be paid for in advance and no refunds will be given, but you can certainly 
find someone else to take your spot if necessary. The cost will include all materials necessary for the class. If 
you bnng your own set-up there will be no further charge for fuel. If you share a set-up with someone, please 
make arrangements to share the fuel costs with that person. Please bring your own tools and folding chairs. 
Cold d d s  will be provided. 

Roberta's visit to sunny South Florida from the dead of winter at her Illinois shop is sponsored by FABA, which 
uses a portion of the profits from the Annual Conference to bring major demonstrators to Quarterly Statewide 
Meetings. There is no charge for the Friday and Saturday events. Everyone is welcome. Please come and 
invite anyone interested in blacksmithing. However, on Sunday there is a small fee for the forge welding class to 
cover the extra expenses for the class because they are not covered by the FABA budget. 

Bring a chair (and your lunch) and spend the day Saturday watching Roberta demonstrate a variety of 
techniques with power hammers and hand tools. 5 



Northwest Region News 
by Clyde Payton, Northwest Region Program Coordinator 

The northwest region held its December meeting at the Sam Adluns Park in Blountstown, Florida. This is a 
county and state park in Calhoun County. There is a special area of this park which is the Panhandle 
Pioneer Settlement, for which FABA is buildmg a mid-1800's blacksmith shop. Once or twice a year the 
northwest region meets there for a workday. The building (all but the double front door) is finished. The - 

brick forge was also finished and is now ready to be fired up!! 

Altogether 31 people showed up for this workday and th s  was a 
great surprise to all due to the fact that it rained all day and was as 
cold as a scarecrow's nose in January. Yes, the weather was 
absolutely miserable. We were so proud of the valiant men 4 
women who were putting on the siding and laying the last of the 
brick. They were bundled up in heavy coats, nailing up boards in 
the rain, with their breath's vapor steaming out in the hgid  air! A 
team was up on the wet, slick tin roof laying the final brick on the 
forge chimney. No one but dedicated volunteers would do this kind 
of work under these conditions. Can you imagine hiring someone 
to do this??? There ain't enough money!!! Only one injury was 
reported for the day. Murph Murphy mistook his thumb for a nail. 

As usual the local ladies prepared us a varietal banquet at lunch 
time. I've never seen so many good thmgs to eat and so many 
scrumptious desserts. Willard Smith also had a hot pot of coffee 
and plenty of doughnuts going all morning - this really hit the spot 
on thls cold day. 

Crate installing the wrought iron hmges 
on the back doors of the blacksmith shop I 

What is the next step? Now that the building and the forge are firzlshed we collectively wondered aloud 
what the next step should be. Obviously it would be to make this fine replication operable. To this end, at 
lunch time a committee was named and charged with the development of a plan of operation. (How do you 
like them bureaucratic terms?? - I didn't work in state government for over 35 years for nothing!!). Of 
necessity, this plan would include: 1) fumishlng tooling, equipment, and supplies; 2) mission, goals, and 
image; and 3) programming, activities and evaluations. 

The following people (in alphabetical order) were named to this work committee: 

Dr. Richard Baker Quitman, GA Clyde Payton Monticello, FL 
John Butler Tallahassee, FL Dr. Charlton Prather Tallahassee, FL 
Patty Draper Tallahassee, FL Willard Smith Blountstown, FL 
Jerry Grice Tallahassee, FL 

Well, this committee has its work cut out for it. We would appreciate any kmd of help and suggestions 
from all members. 

The northwest region will not hold a regional meeting in January. We encourage everyone to try to attend 
the statewide meetmg hosted by the southeast region. 



HEAT-TREATING 
The Backwoods Blacksmithing Method by John Butler Part I1 . 
In Part I, identibing junk steel, methods offorging and soffening the steel to prepare for heat treatment were 
covered. 

"The Quench" 
When you are ready, build a fire large enough to accommodate the piece you intend to heat-treat. 

Then put it into a fairly low fire and bring it up to heat (a slow build-up will ensure that the heat goes all 
the way through). Bring it up to just above the point where it loses magnetism and bring it out. When the 
steel cools to a black color then carefully put it back in the fire and bring it back up to temperature. Repeat. 
Upon the third heat you should have the grain structure small enough for use as a tool. 

Nearly all modem steels are "grain sensitive", meaning they can acheve a very small grain 
structure by heat-treating alone. The smaller the grain size, the stronger the steel. In days gone-by, you had 
to manipulate the structure with hammer blows at certain temperatures to acheve a decent grain size. 
Hammering modem steels at low temperatures does have an effect on structure, but cannot be explained in 
a few pages. 

Somethmg to remember is the trauma the steel is going to go through. If there is a sharp comer or a 
really dramatic sweep there is going to be dramatic changes in that part of the steel. During the quenching 
part of heat treating, your beautiful filing or grinding job can turn into a twisted wreck. Not always an 
unrecoverable wreck, though. You must plan for shrinkage and slight warping; leave a little to grind off. 
Leaving smooth or rounded edges on sharp edges also helps. But this only works for pieces made from a 
contiguous (a single steel) metal. If you are forge-welding (for instance, welding steel to wrought iron), you 
will face more difficult problems. These require hammer and anvil to fix. So don't be too frightened by a 

@ previously straight tool of forge-welded wrought iron and steel that tums into a half-moon. If you have 
done it right, then straightening should not be a problem. 

After the h r d  heat you are ready for the final fire work. This should be done while the steel is still 
hot in most cases (if you don't believe this, I can show you a bucket of stuff that broke in the quench when I 
first started). By now you should have decided what the point of magnetic loss and where you want the 
hardened zone of the steel to be located. This part will take some experimentation ( h s  is the experience 
part; but I can tell you that I have had many failures to show for my accomplishments). After you have a 
good idea about the properties and heat-treating of the steel it will be easier to decide what to do about the 
hardened zones. 

Most tools that you will forge will not require hardening of the entire piece. As an example, a one- 
inch wide knife will require a 112 inch of hardness from the edge for long life, even though a 114 inch will 
suffice. A wood chisel will be hardened for the entire length of the sole so it can be sharpened all the way 
back and still have the appropriate hardness, etc. 

"The Temper" 
All of the found steel that I use is checked by the temper-stick method. Once you have found a 

suitable steel and quenched it (at least a couple of inches), you can then draw the temper along its length as 
a guide to hardness in that particular steel. By starting behind the quenched area, apply heat in a steady 
fashion until the colors run. If you do it slow and purposeful you can achieve a band from light blue to light 
straw. This will pass through many variations of color. Once this is accomplished, you can take a file and 
check the hardness along the length of the colored portion; from easy filing to skating. 



HEAT TREATING The Backwoods Blacksmithing Method (cont.) 

HARDNESS OF TOOLS 
Knives- By selectively hardening knives, the hardness of the edge need not vary much unless it is meant for 
rough duty. Most knives need a pretty hard edge to hold sharpness If it is hard to file, but you 9 file, it 
should be about right. On rough duty h v e s  such as camp h v e s ,  if you are hammering it through a piece 
of mild steel and the edge cracks, it's too hard. 
Wood Tools- It has been my experience that these tools should be as hard as h v e s  generally, but some 
need to be harder. In order to keep the extreme hardness it is sometimes necessary to forge-weld to wrought 
iron for enough strength to avoid breakage. 
Screwdrivers- Every screwdriver I have made has held up well. They were all made from 5 160, quenched 
at the tip and drawn to a deep blue. 
Wrenches- I used to think these needed to be a deep blue color in 5 160, but they were nearly all broken in 
rough jobs. I now normalize them only and they hold up well (if I were going to sell these I would quench 
them and draw them to six or seven hundred degrees). Another method is to forge them out of medium 
carbon shaft steel and quench them only. 
Hot Work Tools- These tools are best made from the "S" or "H" series of steels. But I make them out of 
any hgh carbon steel that is the right size for the tool. It takes a bit more maintenance to keep them 
performing properly but I'm not in a production situation in my shop and can afford the time. The one 
exception to this is my quarter inch punch. I punch a lot of these and it doesn't take many holes to cheese it 
out if made from "just any old thug". I have two; both are made from star drills. 

HARDENING TEMPERATURES OF COMMON STEELS 
This is not a list of "for sure" steels; as a matter of fact there is no telling if the steel you have is 

anywhere close to the items on this list. You will have to forge and heat-treat a few specimens of the steel 
you are te- before you have a good idea of the type of steel you're worlung. All temperatures are in 
Fahrenheit. 

As a general rule of thumb, critical is when steel loses magnetic properties (curie point); however, 
it is much more complicated than that. So if you want to learn the INS and OUTS you will have to allot 
some time for study (re. metallurgical sciences). 

Hardening Temp. 
1450-1500 
1475-1550 
1500-1650 
1425-1475 
1500-1 600 
1800-1875 
1450-1550 
1450-1500 
1400-1550 
1400-1 550 

1700- 1800 

2000-2200 
1650-1750 

Possible Junk Sources 
some fileslsome cable 
most automotive leaf springs 
most automotive coil springs 
old ball bearings (us.) 

11 

some planer blades 
some saw blades 
some drill rod 
some files 
some files 
some drill bits 
- 

Quench 
water or oil 
water or oil 
water or oil 
water 
oil 
air 
oil 
oil 
brine or water 
brine or water 
air 
air or oil 
oil 



Reprinted from the newsletter of the Tallahassee Museum of History & Natural Science Dec. 1995 

\%* 

Mike Murphy and sGurt&an~he^iwe WQ guys thafcre easy 
to find at the Museum. Just follow the noise of steel against steel or 
the smell of coal smoke. If you come early Saturday you may catch 
Mike lighting the forge with flint and steel, soon followed by billows 
of smoke that quickly changes to a clearer hot exhaust curling out of 
the blacksmith shop's chimney. He pumps the huge bellows 
steadily until his fire can hear metal to a forging temperature of 
approximately 1800 degrees. A cold rod is thrust into the forge box, 
air is pumped in from below, and the metal soon emerges glowing 
bright orange. It is then moved quickly to the anvil, and falls under 
the regular well-placed blows of the hammer. The metal's plasticity 
will only last for a number of seconds, so every blow must count in 
order to produce a finished product, reheating the workpiece as few 
times as possible. 

Mike turns out fireplace pokers and complete outdoor campfire 

m cooking sets, knives, roasting forks, tomahawks, wall 
hooks, plant hangers, even book markers. Mike 
hammers a t  the Museum to demonstrate the ' 
blacksmith's craft, but he also has a home shop and his 
work is for sale. He is willing to custom fabricate 
metalwork to meet special needs. When Mike's in the 
Museum shop covered with soot and pounding away on 
hot iron, you'd never guess that his other work is at the 
keypad as a computer programmer. Mike enjoys talking 
and entertaining the public, but takes our educational 
mission seriously and explains all processes as he 
works. 

Charles Courtemanche came to the Museum as a volunteer and is now a paid weekend historical 
interpreter. He is a many-faceted individual who does woodwork and leather craft, as well as 
blacksmithing, and has worked as a professional chef. Charles is always eager to explain how the 
blacksmith's art has evolved, having worked previously with the 17th century Spanish interpretive 
program at the San Luis Mission site. He is interested in historical research and if he doesn't know the 
answer to your question he'll try to find it. When Charles is in the shop you are likely to see a variety of 
decorative household items from hooks to cabinet pulls to towel bars and coolung utensils and knives. 
Charles also sells metal and leather craft, but sees his work at the Museum as a pleasurable avocation and 
a welcome break from his main remunerative work as a department manager for Worldwide Sales, where, 
among other tasks, he installs (what else?) computers. 

Come out some weekend and see these guys heat and beat. Call ahead to make sure they will be 
demonstrating. Ask Jennifer or Jim at 575-8684. 

9 
Submitted by alert reader Skeeter Prather 



This article is from lhe Hammer s Rlo r w, a publication of ABANA. 

Step 5 - Chisel a decorative line from a little above 
the top of the foot to 1" or 2" from center. 

Step 6 - Duplicate these steps for the other end of 
the piece. Do it the same way and when you're 
finished and you will have two identical pieces. 

M 

Step 7 - Bend the feet out from the legs at about 2 

60 degree angle, (just eyebail it) and then curve the 
legs as shown. Fasten the two legs together with 1/4" 
bolt to hold them in place for aligning the feet until 
all four touch the table. 

Step 8 - For the center pricket, try 318" square, about 
12" long. Taper one end with a long, thin taper, 
sharp point. 

Step 9 - Put a decorative mist or two in the center 
of the pricket bar. 

Step 10 Forge or file a 114" tenon about 
314" long. Any book on blacksmithing will tell 
you how to make one. 

Step 11 - For the candle bracket arms, use 20" of 
3/8" square. Spread at the center to about a 1" or 1 
112" area. Drill or punch a 114" hole in the center. 

P Step 12 - Bend three inches of one end to a 90 
-his fixture features both pricket and strap holders degree bend. 
on one unit. The sires listed are alI approximate 
since the origind is s t a  in a muscum some plze in Step 13 - Spread the 3" area away from the main 
Europe. piece to create a piece that looks like a stick with a 

flag on it. about 1" x 3" and near 118" thick 
Step 1 - For the feet, two pieces 1/23" or 3/16" by 1" 
will do, about 15" long. Drill or punch a 114" hole in Step 14 - Taper the bend area to make a smooth 
the middle of each piece. progression from the 3/8" square to the flat area 

Step 2 - Forge a notch near the end witfi spring Step 15 - Bend the flat area around the horn of the 
fuller, guillotine fuller, or hand held fullers. anvil or around a tapered bick to shape the strap 

bracket. The bottom of the bracket should be about 
Sap 3 - Taper both sides toward the notch. keeping 3/4" in size and the top should taper up to 1". This 
the hichess uniform. Leave the square at the end permits different size Candles to fit. 
for the foot. 

Step 16 Do the same procedure to the other 
end of the piece. Care must be taken to see * 

- Round the quare make it into a that the strap brackets curl in opposite 
"penny foot". directions from the other. 



me Hammeris Blow (cant.) 

Step 17 - Curve the arms up into a U shape, leaving Step 19 - Finish with floor wax, boiled linseed oil, 
the spread center flat. varnish, paint, or whatever you like. 

Step 18 - Assemble the fixture by removing the 114" 30 not be concerned if your candle holder is a 
bolt in Step 7 and putting the pncket tenon through little out of lint. The original is way out of line in 
the bracket arms and both foot pieces. Put it all the photograph. Be sure to make a hok in the 
upside down in the vise and over the tenon bottom ofthe candle that is at center. Otherwise it 
lightly. Remove and check alignment, then hnish will split. W 
with a tight peen on the tenon. 

Membership in ABANA (Artist Blacksmith Associ&tion of Nor'& America) 
.inclub a wbraiption to the Anvil's Ring and to quarterly publidoas of 
the Hammer's Bhv.  



Everything you ever wanted to know about railroad spikes . . . but never asked 
by Pat McCarty, from Blacksmiths Association o f  the Potomac Newsletter 

Lately there has been a lot of discussion about our favorite source of rusty iron - the railroad spike! 
No one is sure just what type of steel they're made of, so I made some calls to find out. I first Looked 
up forging - railroads in the Thompson Registrar at the library. This source lists all types of 
manufacturers for just about anything. I found the J & J Rail Sales Company. They don't 
manufacture spikes; they just stock them. They gave me the name of Spike Industries in 

Youngstown, Ohio. 

Here's what I levntd about railroad spikes: 
They come in either high- or low-carbon steel. The low carbon is an A-36 steel or a ClOll to C1017 
steel. They range from .ll to .19 points carbon. 
The high-carbon s@es are marked HC on the head, along with a manufacturer's mark. Spike 
Industries uses an X for their mark. The steel must have at least .30 points carbon. The amount varies 
according to the customer's specs. Spike Indushies' standard is a C1035 steel with 3.5 carbon. I t  is a 

water-hardening steel. 

The standard size is 5/s" square by 6 long. They also make a 9/16" square x 5%' spike. 
They have offered to ship us 100 spikes in trade for a couple of finished knives. If any knifemakers 
are interested, let me know and I'll have them send us some. 

BOOK REVIEW 
by Clyde Payton 

TITLE: Werk and Werkzeug des Kunstschmieds 

AUTHOR: Otto Schmirler 

PUBLISHER: 1981 by Vetlag Ernst WASMUTH Tlibingen , 
Austria 

ISBN #: 3803050405 

COST: UNDER $30.00 (when I bought my copy in 1984) 

SOURCE Order through your neighborhood bookstore or 
Centaur Forge 

Roughly translated the title of this book is "Iron Artwork of the 
Blacksmiths." The book is written in three languages - German, English, and 
French. It is one of the best illustrated books I have ever seen! ! It has about 600 
photos, pictures, drawings, diagrams, and layouts. The contents covers shop 
layout, basic equipment, tooling, iron shaping techniques, decorative work, jigs 
and fixtures, patterns and designs, joinery, surface treatment, and using the 
treddle hammer ("Oliver"). 

One of the m t  useful features I found in this book was the use of a 
multitude of various fonning tools for use in the hardie hole or in the vise. The 
author illustrates the configuration of each of these tools and how they are used to 
form metal into hundreds of shapes. These forming tools are really quite simple 
and many of them can be made in your own shop. 

My recommendation is that this book is a MUST for your library! 



Reprinted from the newsleter of the Upper Midwest Blacksmith Association 

TOOL TRR Rivet Heading Vise for Decorative Rivet Heade 
@ Steve Hackbarth, 

proprietor of Badger Village No More Chaging Rivrtci Around In Circles!!!!! 
Blacksmithing, sent in this handy 
little tool idea It is cut from a 
piece of angle iron approxi- 
mately 10 inches long. First find 
the center, saw cut through the 
web on one side only, then heat 
and bend back upon itself Insert 
a thin piece of cardboard (about 
a buisness card in thickness) into 
the gap and drill the holes. The 
cardboard helps keep the drill 
centered That's it! ! 

Bent in half and then drilled 

From The Pounders Press Vol. 13, No. 3 

This gadget is to hold all of those bottom tools you have that never seem to fit your hardy hole or 
swage block. Take 4 pieces of 112" x 2" flat, cut on a 45 degree angle, welded to the angle iron 
as shown. Then to make insertion into the vise a one hand operation diill 1/2" holes and 
counterbore two of them to 5/8". Weld 112" pins to one side, assemble and peen the other end of 
the pins in the counterbore. Now put this in your post vise with the largest hardy.shank you 
expect to use to see how big of a bead to run so the vise jaws will clamp evenly. 
Editor's note: The Buzzard made one of these and says it really works! 



News about members 
Dear Fellow Smiths, 
I must announce my departwe from Florida and a return to the family hometown of Alexandria, Virginia. 
Engineering work was not sufficient to retain me at at my consulting firm plus I have had a desire to be close to the 
parents. In Virgmia I shall reestablish my Apopka shop and be creating new work in furniture on a part time 
basis. My date for dqarhm may not be until February since I am researching the best professional employment 
opporhmity. Therefore I shall try to visit some of the regions in the coming weeks. I have enjoyed being a member 
of FABA, one of your demonstmtors and a skit producer. May God bless you abundantly in 1996 

Sincerely yours, 
John Dittmeier. 

WELCOME NEW MEMBERS 

William & Maureen Harris 
506 S.E. 2nd St. 
Gainesville, FL 32601 
H: 904-375-29 1 5 
W: 904-334-285 1 

Doud Kennedy 
6 104 Hillvale Rd. 
Lithonia, Georgia 30058 

Dennis & Juanita Hall 
Rt. 1 Box 200 
Altha, FL 3242 1 
H: 904-762-8269 
W: 904-762-3201 

Jay & Kim Little 
324 Croton Way 
West Palm Beach, FL3340 1 
H: 407-832-6698 
W: 407-732-5644 

Louis & Stella Blanchette 
PO Box 1224 
LaBelle, FL 33935-1224 
H: 941-675-4916 

Doug & Jean Batchelor 
P.O. Box 2224 
Flagler Beach, FL 32 136 
H: 904-439-7934 

Bruce & Melanie Hole 
322 19 5th Ave. 
Deland, FL 32720 
H: 904-669-9420 
W: 904-736-64 1 1 

Jay Stewart 
7101 Carmel Dr. 
Tallahassee, FL 32308 
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FABA MEMBERSHIP APPLICATION 
Florida Artist Blacksmith Association, Inc. 

Chapter of ABANA, Inc. 

Date New n Renewal 

Name 

Address 

Clty State ZIP 
Home Business 
Phone Phone 

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

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

Patty Draper, FABA SecretarylTreasmer 
Applecross Forge 
Rt. 7 Box 1082 C 
Tallahassee, FL 32308 

Make check out to FABA. The FABA membership 
year begins May 1. New memberships received after 
Dec. 31, 1995 cover the following membership year. 
Membership is for a family. You don't have to be an 
ABANA member to join FABA, but many FABA 
members are, and we encourage membership in both 
organizations. 

FOR SALE: Personal collection of 
blacksmithing books, most out-of-print and 
collectible. Several that document the late 19th 
and early 20th century decorative styles in 
ironwork. Request description and price list 
from John Dittmeier, 1420 New Bellevue Ave., 
No. 1809, Daytona Beach, FL 321 14-5658 
(904) 257-531 9 
WANTED: Classified ads for the Clinker 
Breaker. Ads are free and run for two issues. 

ABANA MEMBERSHIP APPLICATION 
Artist Blacksmith Association of 

North America, Inc. 

Name 

Address 

City State Zip 

Phone 

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

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

full time student (1 yr only) $30/year 
regular membership $35/year 
senior citizen (age 65+) $30/year 
overseas airmail $70/year 
overseas surface mail $50/year 
contributory membership $100/year 
public library subscription $25/year 

Call (g12) 988-6919 to charge your membership to 
VISA or MasterCard, or make a check to ABANA 
and send to: 

ABANA 
PO Box 206 

Washington, MO 63090 



The Flohih C W K E R  BREAKER 
FLORIDA ARTIST BLACKSMITH ASSOCIATION 
Bill Robertson, Editor 
Rt. 7 Box 1082-C 
Tallahassee, Florida 32308 

JANUARY, 1996 

The Florida Artist Blacksmith Association - Chapter of Artist Blacksmith Association of North America, Inc. [FAEM] k a 501(c)(3), non- 
proiit 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 Norida Clinker Breaker monthly, and FAEM 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 author's permission to reprint 
copyrighted material unless otherwise noted. 


