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Association. Submission of materials
is eagerly encouraged. Deadlines for
submissions are February 1, May 1,

However, other ABANA

non-profit educational metals-oriented
groups have permission to reprint ma-
terials in HOT IRON NEWS as long as
credit is given to the authors, the mag-
azine and NWBA. The North West
Blacksmith Association and this pub-
lication disclaim any responsibility or
liability for damages or injuries as a
result of any construction, design, use,
manufacture or other activity under-

of information contained herein. The

are potentially dangerous and their
application or use is strictly and solely

tations nor assume any responsibility

design, use, etc., contained herein.

HOT IRON NEWS is the official
quarterly of the North West Blacksmith

August 1 and November 1. All materials
contained herein are copyrighted.

Chapters, blacksmith associations, and

taken as a result of the use or application
projects and processes described herein
at the user’s own risk. Neither NWBA
nor this publication make any represen-
or liability for the accuracy, fitness,

proper design, safety or safe use of any
information, technique, materials, tool
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Jerry Kagele
616 East Rockwood Boulevard
Spokane, Washington 99203

(509) 624-0100
fax (509) 624-9120
kage[e@ao[.com

OFFICERS AND DIRECTORS

PRESIDENT

Don Kemper

20100 N.W. 61st Ave.
Ridgefield, WA 98642
360 887-3903
kemper@pacifier.com

SECRETARY
Dennis Prince

695 S.W. Bear Drive
Madras, OR 97741
Home 541 475-6505
Work 541 475-6629

TREASURER
Kent Rudisill

2520 S.W. 45th St.
Corvallis, OR 97333
541 753-2543
kenbo @proaxis.com

Derry Cook
POB 136
4445 Hwy 3 E
Erickson, BC
VOB 1K0
250 428-8462

pcook @kootenay.com

Maria Cristalli

1134 1/2 Eastlake Ave. E.
Seattle, WA 98109

206 340-9252

Ralph Hinds
POB 441

Albany, OR 97321
541 926-2299

Al Karg

6632 147th Ct.
Redmond, WA 98052
206 883-8146

w.karg @pss.boeing.com

Paul Thorne

1369 Daybreak Lane
Anacortes, WA 98221
360 293-8257

Matthew Tilton

4205 Sunnyside Avenue North
Seattle, WA 98103

206 781-1323

For N.W.B.A. Membership write to:
North West Blacksmith Association
8002 N.E. Highway 99 #405
Vancouver, Washington 98665

Annual Dues are $35 ($39 Foreign) and include a
quarterly subscription to HOT IRON NEWS.

For membership in the Artist-Blacksmith’s Association
of North America (ABANA) write to:

ABANA
POB 206

Washington, Missouri 63090

314 390-2133
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Hammer’s Blow magazines. Regular membership is $45, Senior

(65+) $40, Student $35.
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[€)ri Hofi has got to be the classiest blacksmith around. Who else do you know travels round the world with his own
personal striker! This is a man who has almost single-handedly built a forged-iron industry in Israel. Kibbutz Ein Shemer
is located in the dry part of southern Israel. Because of Uri’s tutelage, the area now contains a number of metalsmithing
shops which are succeeding. Uri is a sabra--a native-born Israeli--who didn’t even get involved in blacksmithing until
relatively late in his career. But he’s made up for the lost time with a vengeance--the same type of determination and grit
that the whole country of Israel has used to escape annihilation. He has now turned the day-to-day operations of his shop
over to his apprentices and concentrates on teaching. He brings different smiths to the United States to give them exposure
to other blacksmiths. At Asheville he and his assistant instructor, Shlomo Erel, performed seamlessly--true poetry-in-
motion. As I think back on the events at Asheville, I find that my memories settle first on Uri and his mesmerizing
performance. Demonstration doesn’t begin to describe the Uri Experience. It’s an experience that is extremely humorous.
Uri’s wit is as sharp as his hardie. Uri will have the whole weekend at Winthrop to impart his wisdom. This is a genuine
treat for the N.W.B.A. This will be Uri’s first visit to the Great Pacific Northwest (For Canadian members: The Great
Pacific Southwest) and I have assured Uri that this will be a treat for ~im. I can’t think of a better place than the rustic old
Western town of Winthrop for him to make his debut!

And, once again, N.-W.B.A. owes a huge Thank You to D.J. and Carol Stull for all of the organization and hard work in
hosting the Spring Conference. We were last in Winthrop in the Fall of 1995 and everyone had a great time. They have
planned another great event--complete with getting one of the great resort chefs to prepare the Saturday Night banquet.
And, of course, we’re expecting another great auction. You can usually forget it if you’re after the same item as Babe
“Spend-Money-Like-A-Drunken-Sailor” Brandon.

The guy hanging around the forge in Winthrop in his Planet Hollywood jacket and sun-glasses is not Bruce Willis, it’s
Terry Willis, who is now hob-nobbing with the likes of Robin Williams and Hollywood starlets following his Supporting
Role in Jumanji! Iunderstand he is now busy working on the props for the sequel epic, “The Creature from the Slack Tub.”
Just remember to humor him.

Back in 1899, James Hay and Frederick Budden were enjoying the peak of the anvil market. They were shipping close
to a million pounds of anvils all over the world. Many of those anvils are still in use today. Iron Age’s article on the
manufacturing process, with its great graphics, captures that lost moment in time. One hundred years later, again on the eve
of a new century/millenium, this previously-lost article is able to again see publication. This illustrates the enduring quality
of the blacksmithing craft. Coming close to dying out in the middle of the Twentieth Century, it enters the new Millenium
in an unprecedented Renaissance of interest and artistic achievement. Just look at the recent Pratt Gallery exhibition: the
depth and quality of work is amazing. Hopefully, the Editor of the Hot Iron News in the year 2099 (probably the great-
great-great grandson of Smedley Soapstone) will be able to pull items out of the current pages of the Hot Iron News and
allow readers one hundred years from now to say, “Wow, that Wade Wade dude was really funny!” or “That Culberson guy
really knew his onions!” So that this is not left to happenstance, and so that we don’t have to depend on the descendants of
Gene Chapman finding old Hot Iron News in the bottom of his old sea chest for our literary survival, the Hot Iron News is
presently being registered with the United States Library of Congress. We’ll receive a registration number and become part
of the Americana collection. So. Want Immortality? Then keep those great articles and photos coming in! You never
know, you might resurface (or be Reincarnated, see page 37) 100 years from now!
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RAMBLINS FROM THE PREZ . . .

Thank You!

fHhe first smiling face you meet at an N.W.B.A. conference is one of the “Blacksmith Ladies” at the regis-
tration desk (unless Kent’s grizzled countenance is present, like a thorn amongst the roses!)--the ladies will
take your money and they will answer any questions you have about the conference at any time. Next another
smiling “Blacksmith Lady” offers to take your auction donation, tag and display it until Saturday’s auction.
Then you’re off to find a cup of Joe and the ubiquitous sweet rolls that seem to be the favorite blacksmith fuel
--yep, that’s right, the “Blacksmith Ladies” make sure that the coffee, tea, juices, sweet rolls and fruit never run
out--.

Stop by our archives, carefully unpacked and displayed by--the “Blacksmith Ladies.” They will catalog the
new demo pieces and--yes--repack our archives carefully at the shows end. Questions on the gallery items, T-
shirts, sale items or 777. . . back to the registration desk you go--do they have the answers? Where do you think
that I go with my questions? And when they say, “Jump!”, I just ask, “How High?” and “In what Direction?”

As Saturday night draw near, they oversee our dinner set-up and work with the caterer to ensure our com-
fort--And get ready for the auction--THINK ORGANIZATION!--The auction is smooth!--It’s fun!--and there

never is a question--except, “I know I bought all these items, but I spent how much??”

Sunday you pick up your reserved library items and pay, yes, the “Blacksmith Ladies”--while they tally and
close the registration desk--pack the archives--and set out a lunch from Saturday night leftovers.

So, “Blacksmith Ladies”--our SINCERE THANKS--as we tip our hats to you, raise our glasses and (All
Together!!!): HIP HIP HOORAY! HIP HIP HOORAY! HIP HIP HOORAY!!!

And for that special “Blacksmith Lady” who gave ME her complete love and support--

DIANNE KEMPER

January 4, 1938 -- January 20, 1999
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This issue éf The Hot Iron News is Dedicated
to the Mernovy of Dianne Kenmpev"whose Smile

and Waemth will alvans be remembered when-

ever the NW.BA. Family gathecs.

LAWAL L JT Y VINTL N\
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Remembering

Dianne
by Babe BfaﬁClOﬁ

What do you say when you lose a dear friend? Just remember
the great times that you had with her? Oh yes, and we have had
many good times. The first time that I remember Dianne was at
St. Helen’s Fall Conference 1993. Dianne came and helped us out

in the kitchen. We were always happy to have help and one who
always smiled sure was enjoyable. That started a long friendship
with Dianne and the rest of the ladies of NWBA.

It’s fun to remember the good times that we spent going shopping Friday morning or Saturday morning before too
much stuff got going and they needed us. Dave took in an Animal Head Work Shop at the Kempers. I spent my time with
Dianne. We went to town shopping, prepared meals for the men, served them and, yes, cleaned up after them. No matter
how much dirt they brought into her home she would just give that big smile and say, “Just boys in men’s clothes!” What
can you say?

We always enjoyed getting together and after she had made one of her great trips to visit her daughter Diana we always
sat waiting to hear all about her escapades. Another time I got to work real close with Dianne at the 1997 Fall Conference
held at John Loeffler’s New Blue Moon Studios, Peshastin, Washington. Three of our gals were not able to attend so that
kind of left us short-handed. This didn’t bother Dianne at all. She just put herself down and started working. We all tried
to do our part and believe it or not it worked. If I saw that Dianne’s face started to get a little red I’d go over and try to slow
her down to a slow run. At least I had fun working with Dianne.

I’'m sure, fellow Smiths and Ladies, that Dianne will be with us wherever we are, giving us a push! Thanks again,
Dianne, for everything you so openly gave to us all.

We were able to attend Dianne’s memorial service in Vancouver, Washington. Believe me, Dianne had friends, lots of
friends. I have to tell a short story. Dave and I got to Vancouver about 11 a.m. Saturday morning, and looked up a nice
small restaurant downtown. We had to wait several minutes for a table. While waiting I started visiting with two ladies
that came in ahead of us. They asked us where we were from, little over-dressed for breakfast, I guess. We said Montana,
come for a memorial service. The older lady said, “Are you all the way over here for Dianne Kemper’s memorial service?”
We said, “Yes, she was a good friend.” The lady then told us that she had worked with Dianne on one of her helpful jobs
on the election board. What a small world we live in! We got to meet Dianne’s daughter, Diana, sons Don Jr. and Dana,
and some of her grandchildren. Thanks Don, Mary, Dennis and Kent for keeping us informed of Dianne’s condition. You
made us feel like we were part of her last days with us. Just remember, fellow Smiths, we truly are one large family!
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NWBRA MOVIE MOGOIL-S

Scott Mclssac & Terry Willis
With Their Jumanji Trunks . . .

In the movie Jumanji, starring Robin Williams, young Allan Parrish digs up an old chest containing an ancient

game which wreaks havoc on the family’s home and town. The house floods with water and alligators and a
stampede of elephants and other jungle animals come bursting through the walls. Vintage Robin Williams and
a great adventure. And where did those treasure trunks come from? From none other than our own Canadian
Movie Matinee Idols Scott McIssac and Terry Willis! The movie, which was filmed in Vancouver, B.C.,
specified that the trunks be ancient and that the fittings be out-of-square. The Silver Screen Smiths built tw
identical trunks and were asked to do a third but two were sufficient. Since this job, Willis refuses to take off
his sunglasses, only answers to “Bruce,” and is starting to talk like Jack Nicholson. Is there an Oscar for Best
Prop?
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Upset on long side Fuller or grind

install nail
weld shut

~ ¢
/ Draw out
V. :
Make three or four and find the best one
P
[ 3
Split = ’ é ‘
| ,
Draw
H
' (o Gas Weld
1 l o N
% /\/ '\IJI Taper[ §} [ 1 ) =t Drill round
/ Drill hole }‘T stock 1o fit

o

(6] (7] 3

e
/¢ Willis Leg Vise

f
Make round pieces in lathe

Valve stem handle. Gas weld
one side. Put in drill, file ball.
Insert through hole and gas
weld. Put in drill, file other
ball.

Cut to size and bend
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[eit. Bamboo for Tai Chi

teacher.

Ri()l\t. Linerman's Knile
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My Addiction to Blacksmithing all started with a second-hand book. "Modeen Blacksmithing.”
Then came discovery of a blacksmith shop on the Seattle waterfront (Jack Slack?), who inteoduced

me to the NW.BA. After two basic courses, one on blacksmith'mq and the other on knife‘making, at
the Old Cedar Forge, [ was hooked!

About six months into it [ went tlfwough a fvustvatinq peviod. Evevy time [ went to make something
I needed another tool, sWedge, fuller, butcher, etc. Later you discover that there is more than one way
to do the job and you didn't veally need that expensie tool after all ... but we wor't tell the wife. “Yes,
I veally do need the teip hammer, Deac”

[ do blacksmithing as a hobby and find that it keeps me
velaxed. ['d like to thank all the members of the N.W.R.A.
for all the input and Iqelp whenever [ asked . . . and some-

tirnes even when [ didn’t!

Ieis for Friend
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ric Ziner

Our Maine Man . ..

tips!

an N.W.B.A. transplant to Deer Isle,
@ Maine, Eric haunts the coastal bogs
'# and shores absorbing nature’s art and
translating it into organic masterpieces.
% from fiddlehead ferns to whimsical
£d furniture pieces-- it’s guaranteed to
catch your attention!

. . . and he’s sharing some cool shop
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Oh, Fiddleheads !

HHo forge the fiddleheads, I start with 1/2” round stock,
about 30” long. Itaper a point about 7” long that gets scrolled
into the center. With a double fullering tool, as pictured, I
work the length of the bar, keeping the piece straight and
only working it at an orange heat. When the length is deter-
mined, I fuller out the lobes from both sides of the centerline
trying to keep them equal. The first four or five lobes are
left smaller, the remaining lobes are drawn out full size. I
can do four or five per heat in the coal forge, but with the
right tooling I imagine you could do the whole strip in one
heat! Then I flatten out the strip, and swage it into a “U”
shape with a top and bottom swage, moving it slightly with
each blow. Then I'scroll the spiral tip as tightly as I can with
a rounded needle nose. The rapid cooling prompted me to
rest both the scroll and the pliers on the edge of the forge so
that I wasn’t waving around the small hot spiral and it stead-
ied my hand for better control. After starting the scroll, bend
the radius of the finished scroll ahead, then snug up the heated
length as it seats against the former spiral. Then start to roll
up the lobes and the smaller size of the first few lobes will
be evident, for if they were full size they would have ob-
scured the inner spiral. Taking care not to overlap the previ-
ous lobes, try to keep the spiral in line and not entrap coal
while tightening it up. With about a third of the length left
not in the spiral, draw out the stem and form the curve over
the horn of the anvil. Curving the metal on the diagonal
surface of the anvil horn produces a whole range of natural
curves that make transitions and sweeps that are helpful when
creating the ends of arcs. Keeping in contact with the sur-
face to back up the work, form a smooth reverse arc, alas
the emerging stem. Finish with a wire brush and hot wax
freatment.

Fullers = This spring fuller sets into the die block mounting hole. The Flat dies

To Kiss-block p . . .
(;:%Y 1 EC e 'M in the hammer bottom out on the kiss-block--which leaves the desired

thickness of material between balls.
;ottom

--flat strap bent into a “U” acts as guide to align dies.
--used to make balls in a row =R OIS oman

Ball Fuller --saw my first ball swage at Dave Thompsons on his 25#er. It clamped
& bemm on top and bottom dies with bolts.

Swaging tool to form “U” 90° bender made from Bending dies out of
channels, all edges round angle iron for treadle round stock for treadle
and smooth. hammers hammers.

\ --bottom is truck axle,
) forged to quick taper, then
split as suggested by
Clifton Ralph

Y
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q
NW
Spring 1999 HOT IRON NEWS k

Ziner . . .

Swiveling Scroll
jlg Twirler

--forge scroll, weld onto base (I used a fan-belt
pulley)

--make handle from pipe, weld under base with
attention to location. Handle should be at right
angles to the last 1/4 turn, as this is usually
bent cold, and you need the leverage (3” above
swivel will clear hammer.)

--the base swivels on a shaft welded to anvil
hardy size, a large washer provides the surface
to spin on.

Pipe Sizes:

Make chucks from 3/16” x 1/2”, weld to side of
pipe (the taper will allow various point sizes to
fit, and hold as hook is turned.)

* Position handle 90° from chucks,
then shafts align after bending.

Washer to hold up

Sfrom anvil face.

p

Pull stock v
0Q° Pull handle 90°

Bottom pipe with handle in position to sup-
port shaft in center (bend into a “U”™).

~—== NORTH WEST BLACKSMITH ASSOCIATION == Page 15



Spring 1999 HOT IRON NEWS

?

Ziner . . .

mig forch holder

Is for welding small rod to sheet.
Ring holds mig noozle at proper
distance for the weld. Angle iron
cradles rod. It was suggested that
if weld area was made of copper
it would act as a heat sink re-
sulting in better penetration. Iron
worked fine.

I have taped up the side vent port
on my grinder, which always blew
dust in my eyes. Even with safety
glasses the blast of wind always
caught me by surprise. I was pay-
ing attention to the grinding, not the
vent. This probably won’t affect
the cooling of the tool since its not
run for that long but for the safety
angle its a real bonus.

Coal shovel has stainless steel
pan, drains water out back side.

Straight Fold up sides, let corners lay flat.

Forge poker matches shape
of firepot (mine’s round).
1/8” thick.

Small grinder hang-up racks.
As seen at Albert Paley’s Shop . . .
=,

Q

Onto plywood walls,
benchs . ..

gauge prolector

Cut plastic soda bottle in half.
Invert. Cut around obstructions.

W

[ use these on my fire
extinguisher, mig
regulator, oxy/acet.
I3 gauges, etc. to keep
the sparks (from
grinding) from
pitting gauge.

After while looking for the snips resulted in weld-
ing a pair onto the edge of the bench. I put a
spring on to keep them open and slipped a radia-
tor hose onto the top handle. Every snip

makes it worth the trouble.

Spring shape

“Al Bart’s, CBA” Forge Tender.

Shape
of
Firepot
Bottom

Corner to scrape out
along edge of forge top.

...oronapole.

Page 16
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Ziner . . .

Y shape with one side longer to guide

I made a roll-around stand that holds grinders,
flex shaft, rheostat, a disk and wheel rack and
outlets.

torch in. Mounted wheels (1/4” shafts)

Small 2 _ @4yt stuck into 3 aligned kitchen

trailer rim ¢ W\ #rs8 stove racks--held by the over/

( Do der/
Nozzle holders underfover

Weld together in
this configuration

@

‘,
Mig nozzle ® o

As seen in Albert Paley’s Shop.

Trout Memovy Ches

60" x 60" x 24" Has a (Jlass top (ov (lispla}'i,ng P]\OlO(JI‘(LP]lS of f‘lsl\ing cxploi ts, a lid

that opens and accesses [‘lS]'liI\(} geav, maps, elc.
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PHOTOGRAPHY BY JUDITH CALDWELL
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Lakey Grossaw

Cimuce Davip Tur
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it o Y
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Laua Crerry

Tevte Caa Chares Fo Adevr HOOR LA SCOMT SHopoc i
G Ry ). Mclan
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James Hay

HAY<BUYDIDE K] s

Historical Sketch of an

Enterprising Concern
— e

Not many years ago the solid wrought anvils used by Ameri-
can blacksmiths were all imported. It has been since demon-
strated, however, that wrought anvils could be produced in this
country not only equal but superior to many foreign-made an-
vils. The Hay-Budden Manufacturing Co. were the American
pioneers in this line, and as thousands of readers of The Black-
smith and Wheelwright are users of these anvils, there is no
doubt but what many will be interested to learn more about this
enterprising establishment.

The officers of the company are as follows: James Hay,
president; Frederick C. Budden, vice-president; Walter F. Ring,
secretary and treasurer. In connection with this article we are
fortunate in being able to present faithfully correct portraits of

Xyt
L

x
xxx
XRXEX
*axpxxx

*ERXXNXERX
A

Frederiek €. Budden

AL ADABBACAN ARTVILSS
From The Blacksmith and Wheelwright, January Edition, 1899 . . .

these three gentlemen.

James Hay was born in Elgin, Scotland, and arrived in this
country about 1880 with practically no means, but with consid-
erable experience as a blacksmith. After securing employment
at various times at horseshoeing and general blacksmithing, he
finally obtained employment with E. W. Bliss Co., of Brooklyn
as a die forger. This position he held until about 1890, when he
formed a partnership with Mr. Budden for the manufacture of
die forgings.

The business was established at Frost street, Brooklyn, in a
small building and in a small way. Mr. Hay and Mr. Budden
personally worked at the forge, and their only other helpers were
the few employees. Oftentimes in the morning the result of the
previous day’s labor would be delivered by wheelbarrows to
the various customers, while the labor of getting out the work
would be continued far into the night.

By hard work and strict attention to business the business
prospered, and additions were continually being made to the

Page 22
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plant, until about 1893 the manufacture of anvils was called to
the attention of Messrs. Hay & Budden, and they decided to
furnish the blacksmiths of this country with an anvil made in
America. It was then evident that their facilities at hand and
buildings were not large enough to meet the requirements of
this growing business.

About this time Walter F. Ring, who was a native of New
York city and had experience in the hardware line and in the
rolling mill business, joined forces with Mr. Hay and Mr.
Buddeen, with the result that the business was incorporated un-
der the style of “The Hay-Budden Manufacturing Co.” and it
was decided to move the entire business to its present location.

It was soon demonstrated that anvils could be manufactured
in this country not only equal, but superior, to those manufac-
tured elsewhere, and hearty encouragement was given by the
blacksmiths to this industry, with the result that the present
plant occupies 52,000 square feet of ground and gives employ-
ment to 250 hands, and that $150,000 are paid out in yearly
wages.

This concern not only supply the wants of the home trade,
but ship their anvils to all parts of the world.

The great success of the Hay-Budden anvil, not only at home
but abroad, fully demonstrates its superior quality. Hundreds
of testimonials could be printed here from blacksmiths who
have used these anvils. They are made with the greatest care
from start to finish, the intention of the manufacturers being to
make each anvil as perfect as science and skill can produce.
Many readers will be interested in the following graphic de-
scription of how anvils are made in the Hay-Budden works.
We are indebted for the following article and accompanying
illustrations to the Iron Age, said article having appeared in the
issue of that publication dated May 11, 1899:

Making A Solid Wrought Iron Steel-Faced Anvil
(From The Iron Age, May 11, 1899)

Although the ordinary anvil is being gradually displaced by
steam and drop-hammers, it is more than doubtful if it will ever
be entirely superseded by any other device or appliance upon
which to pound and shape things. It is essentially an adjunct
upon which the skill of the blacksmith depends in the closest
degree, and without which his vocation would be seriously ham-
pered. It’s form has not been changed materially in the memory
of man, the only alterations being such as have been required
by special operations or the whims of the user.

The blacksmiths must as prerequisites embody certain fea-
tures. The body and horn should be able to withstand the sever-
est usage, while the face should be able to resist the blows of a

5

Figure 1 -- Hammering wrought iron scrap.

ESTABLISHED 1880.

Figure 2 -- Welding steel face under the hammer.
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Figure 3 -- Forming the horn under steam hammer.

hard faced hammer, to resist chipping or flaking and to be unaf-
fected by the heat imparted by the article operated upon. It is
essentially a rough-and-ready tool, in the use of which but little
discretion is exercised, and which, if it fails from any cause,
will undoubtedly be emphatically condemned.

The tone of an anvil, upon which more or less stress has
always been laid, may or may not mean that it is a superior
anvil. While all anvils could not enter an “anvil chorus,” it yet
remains a fact that a poor anvil may have a rich and perfect

ﬁguveé-— Hnwhl.ngthehombyhand

tone and at the same time be weak in its structure. On the other
hand it may be put down as being almost axiomatic that the
good anvil is invariably of good tone. Judging, therefore, its
physical characteristics is not always a safe and sure guide.
The old blacksmith who pounded for years upon the same an-
vil probably appreciates its ring more than any other feature,
and to him it means a harmonious instrument of high grade.

SOLID WROUGHT STEEL-FACED ANVIL

The wrought solid body steel-faced anvil built by the Hay-
Budden Manufacturing Co., of Brooklyn, whose works a rep-
resentative of The Iron Age recently had the privilege of visit-
ing, is made essentially of three parts: the wrought iron base, a
wrought iron body and a steel face of special composition. In
the making of an anvil these three parts are manipulated sepa-
rately and brought as near as possible to their final form, when
they are united by welding, the anvil brought to its true form,
tempered and finished. The method of manufacture and the
material employed in all the parts insure the integrity of the
finished article.

It is very evident that the selection of material is of prime
importance, since it controls the quality of the output. Skill in
the manipulation insures good results as far as workmanship is
concerned, but without perfectly adapted materials to start with
the utmost skill and experience would be thrown away. The
best material may be, of course, spoiled in the handling, but a
quality of the highest grade is necessary to perfect results.
Wrought iron is used for the body of the anvil, for the reason
that it is less liable to be injured by the successive heatings and
hammerings to which it is subjected than steel, and for this
reason the result can be more surely relied upon.

In watching the various operations one cannot but be im-
pressed with the proportion of hand work. At every single step
except one the man is the important factor. It is the individual
who judges the heat, controls the hammer and finally influ-
ences the form of the finished article. This dependence upon
skill makes it impossible to produce close and accurate stan-
dards as far as size and contour are concerned, and since this is
not absolutely essential but little attention is paid to it. One
anvil may and does differ from another in magnitude, and since
the work to be performed upon it is not of the accurate kind as
understood in some mechanical operations there is no good rea-
son why any attempt should be made to follow a pattern closely.
In order to satisfy the whims and to meet the various views of
blacksmiths it is desirable to have a varied assortment of dif-
ferent widths, lengths and proportions for the same weight of
anvil. This permits every blacksmith to find an anvil that suits
his ideas.

As has been said, in only one step is the workmanship over-
shadowed by a machine--namely, in forming the base. This is
an operation which has little to do with the final product, as it
is simply a pedestal supporting the working face, and the method
here pursued in making it is merely introduced as a labor-sav-
ing and economical operation.

Page 24

~—==NORTH WEST BLACKSMITH ASSOCIATION ==




Spring 1999

HOT IRON NEWS

THE WROUGHT IRON BILLET

The wrought iron scrap for the base and upper part of the
body is cut to proper size, bundled, heated in a furnace and
welded into a compact mass under the steam hammer, as shown
in Figure 1. The billets then pass to a second furnace, after
which their paths diverge. The one which is to be incorporated
into the upper part of the anvil is rough hammered into shape
and is then ready to receive the steel face. This is a flat bar of
steel of such composition as will take a certain temper, main-
tain its elasticity and resilience, and be so tough as, with the aid
of the wrought iron backing, to resist fracture. The billet and
steel are heated in the same furnace and welded with the steam
hammer shown in Figure 2. From this engraving it will be no-
ticed that the workman handling the billet places it upon a roughly
curved die which forms the lower part of the upper part of the
body. The blank then passes to another steam hammer, Figure
3, with which the point is drawn down, the tail of the anvil rough
shaped, and the given dimensions approached as near as may be
practicable. The final operation on the top is done by hand, as
illustrated in Figure 4. The sides are here brought truly parallel,
the horn is tapered and properly curved on the under side and the

Figure 5 -- Forming bottom of anvil in hydraulic press

Figure 6 -- Heating top and bottom parts for welding.
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top practically finished. During these operations pritchel and
hardy holes have been formed in the top of the anvil.

Another billet passes from the furnace to the hydraulic press
shown in Figure 5. What we may term the anvil of this press
moves toward the rear, reference being had to the engraving, so
that the billet can be dropped into the opening above the ram.
The anvil is then moved back to a central position, water turned
on and the ram is forced upward, completing the lower part of
the anvil, with the exception of a slight burr due to excess of
metal which has been squeeezed out around the edge.

This finishes at one operation the bottom, which is next ready
to be welded to the top. The small coke heated furnace shown
in Figure 6 supports both top and bottom parts, the parts to be
welded being placed next the fire. When the proper heat has
been attained the base is placed upon the anvil of a steam ham-
mer, the top centrally held upon it, as illustrated in Figure 7,
when the two parts are perfectly incorportated.

The next step, and one of the most important, as far as the
appearance of the finished anvil is concerned, is illustrated in
Figure 8. From the welding hammer the anvil is taken to a
cinder box and by means of stedges the joint is thoroughly ham-
mered down, the surfaces are sprinkled with water and smooth
hammered to remove the scale, after which the hammer is placed
: face down in a furnance and when the steel portion has reached
Figure 7 -- Welding top and bottom parts under steam a dull red heat it is placed in the hardening tank, Figure 9 and
hammer. streams of water thrown upon it. The anvil is left in the tank
until cool. Before hardening the anvil has been roughly ground
on the face, and after hardening it is taken to large grindstones,
where it is ground upon the edges and the face trued up.

—— e e BT
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Fgure 8 — Hnishing Anvil byha.nd ha.mmet'mg
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TESTING

At first glance it would seem unnecessary to test each anvil.
This would appear to be of little consequence, as the material is

first intimately known, the various operations are carefully per-
formed, and the product should seemingly meet the requirements
in every instance; but this is not relied upon. Each heat of steel
for the face is incorporated in one or more anvils, and upon their
completion they are tested in every way possible with the ham-
mer. They must resist indentation with a hard, heavy hammer,
must be free from all tendency to chip on the sides or flake on the
top, and even under the most severe treatment must remain free
from all cracks. Not only is this policy pursued when each new
heat is commenced, but it is followed in the case of every anvil
turned out. After grinding the body of the anvil is painted and the
face varnished and covered with heavy burlap, which prevents
the face from being damaged in shipping.

The Hay-Budden Co. are now turning out about one hundred
tons of completed anvils per month and their trade extends over
the entire world. In this connection it may be of interest to note
that during the past few years the importation of anvils into this
country has steadily decreased. By far the largest supply of for- ;
eign anvils has been received from Great Britain, which country R 3 =

in 1893 sent here 1,567,746 pounds; in 1894, 704,764 pounds; in  Figure 9 .- Hardening face of anvil.
1895, 1,085,054 pounds; in 1896, 859,580 pounds, and in 1897,

605,211 pounds. In 1898 the total importation amounted to

777,903 pounds, valued at $47,797.

g —— D Lo
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BROOKLYN, N. ¥.

Solid Wrought Anvils.

Every gemuine '* Hav-Budden* A mad 2l 7
nndéaced Stk best Coaorsden) Swr:‘il is e of the best dmerican Wrought Iron,
very gennine “Hay-Budden™ Anvil is made by the latest {mproved methodr
Top and bottom are each one eolid plece. not in t i i :
wia’.\ most anvils, and are welded atr:vaist. ot fmtwo or more pieces, a8 Is customary

We warrant all * Hay-Budden” Anvils 0 be sound, ¢
. , 40 Te free from flaws, and to have
faoe: harg.ha;nd true, and will replace without extra oost any that prove othe:wise.
OTH~ t every genmuing “ Hay-Budden ** Anvil i stamped with 5
Reiular Blacksmiths’ Anvils and apecial Hcmeahoera'Anvgfsin utu?;;rgﬂiezhts and sizes always carrled

in stock. Anvils of gpecial dimensions and ehape made jers” C1i
ing & long fel want ot oniy borons aud & deg(laerr. atghort rotice. Our Farriers® Clip Horn Anvils areflll-

Recoived iold Medal, Blghent Award ery envil user in the United Btates should nee am 4merican-made anvil, and if yoar dealer does
for Anvils, at @maha, 1898, Faot havdie them ho oan get one for you at short notice. Guaranteed equal 10 any envil on the markel.
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Bringing an anvil back to a useful condition from one which has been damaged by careless use is a
simple process. For the average person it can be welded up using 7018 high-strength rod, which is work-
hardening rod. Work hardening takes place as the anvil is used.

Prior to welding up the anvil, pre-heat the anvil to about 400 degrees. Weld it up, then post-heat the
anvil, again bringing it up and letting it cool down slowly (stress relieving). Then grind it and get it nice
and smooth. There are those that claim you need to use harder welding rod, such as Studie or other hard-
surface rod, but I don’t believe that is necessary. For the person who is skilled in the use of an anvil, 7018
work-hardens just fine and eventually will be as good as new. There is usually no need to re-heat treat
the anvil. 7018 does, in fact, heat treat fairly well. If heat treating should become necessary it acts a little
bit like 1045, so it has the potential to be heat treated. Unlike Studie, or other hard-surface rods, 7018
will not crack or fail

If Studie or other hard-surfacing rod has been used and you wish to re-heat treat an anvil, you have a
real possibility of failure due to stress cracks in the re-heat treating process. That’s why I prefer the
7018—it works better, it’s faster and you get a very satisfactory job. Assuming that the person using the
anvil knows how to use it correctly, you won’t have any problems. I have repaired more than a dozen
anvils in this fashion, which are used during workshops in my shop. They hold up just fine as long as I
keep students from using improper blows, improper tooling, etc.

After the anvil has been repaired in this fashion and you put a ding or two in the anvil, it can be fixed
by using a set of hand fullers, a farrier’s rounding hammer or ball peen hammer. A ding is nothing more
than a divot or dent in the surface of the anvil. As material is around the edge of the ding, you can take
that material and fuller it back smooth. Just peen it back into position to remove the ding. No additional
grinding should be necessary. There may be a slight depression or noticeable mark, but as the anvil is
worked this will disappear. If the ding is a serious one, then go back to the repair method.

If an anvil has a broken horn 1-2 inches back, don’t weld it up. Take a heat on the horn and draw it
out, reshaping the horn. There is plenty of material for the reshaping. You’ll need a couple of friends to
help you hold the anvil, but it’s easily done and you’ll enjoy doing it.
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If an anvil has to be totally repaired and re-heat treated, build yourself a kaowool blanket propane
forge fire on the ground outside your shop. The best way to handle the quenching of the anvil is to get a
big cattle tank and lots of water, plus have a couple of extra buckets of water on hand. Take a complete
heat on the anvil. Suspending the anvil upside down, submerge the anvil in the tank to the waist and be
sure to keep the water moving until you harden the top. Leave heat in the waist and feet. By using
Tempil sticks you can draw to the desired hardness you want. We did a 360-1b anvil at my shop this way
and it works great.

If all else fails or you want more instruction, call me and I’ll walk you through it over the telephone.

—Jerry Culberson, Old Cedar Forge, 360-275-6769

“A Bud Vase Called BUBBA”
by Jerry Culberson
Old Cedar Forge

“BUBBA” began it’s journey to existence as a 5 1/2”
by 5 1/2” by 13” block of steel. Using a simple

Sfullering tool made for this one purpose and the enor-
mous 8,000 pounds-per-blow power of the 4B Nazel

forging hammer, impressions were forged into all four
sides of the block. This elongated the piece tol4
3/47.

Then, removing the bottom die to increase the stroke
of the Nazel, the upsetting phase took place in four
serious and successive heats using the enormous force
of the hammer. The result is a 4 1/2” reduction in
total length and an incredible change in the overall
dynamic of the piece. The manifest power and en-
ergy generated as each blow upsets the piece is graphi-
cally shown here as the heated mass became the block
of stored energy known as “A Bud Vase called
BUBBA.”
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§O THAT BLADE YOUu WORKED |

ON ALL MORNING IS Thinhnin?
HOW ARE YOU GOING TO GET
THE ALL-IMPORTANT TOLICH-
MARK INTO IT BEFORE THE
ANVIL ¢COOLS IT313 CHAPMAN,
OF OAK AND IRON, SAYS: HEAT
UP A BIG ¢CHUNK OF $TOCK, PUT

IT ON THE ANVIL, GET THE HOT
BLADE ON IT QUICK, AND

MAKE YER MARKIL
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fiHhis is a power hammer based on Ron Kinyon’s design. This hammer was built
using Ron’s design as a basis to start from. Final design was decided upon after seeing
two other hammers built from these ideas. And, of course, scrap materials on hand lent
to overall design. It is built taller to save our backs and it is also considerably heavier
with a 120-pound hammer head. Anvil base weight is 623 pounds. Overall weight is
1545 pounds. The air system was all Schrader Bellows components except two pieces,
and this is where the upgrade from 70’s to 90’s technology got us into trouble. At first
the hammer would not work as anticipated. So, by deleting some components and add-
ing two others it finally worked. Not exactly like it was supposed to but by this time I
was happy that it was working at all!

Instead of control at foot pedal, this hammer’s adjustment is controlled by an oscilla-
tor assembly and, while this can be somewhat inconvenient, it can also be handy for
repetitive blows at varying strengths or speeds.

I am currently trying to rework the air system so that it will be more “hammer-like.”
I think that I can keep the oscillator control for fine tuning but redirect most of control
back to the foot pedal where it belongs.

For anyone interested in how this turns out, or for specifics on the construction or air
system components, you can call me evenings.

Mark Stender

2107 Urban Avenue K20
Mount Vernon, Washington
98273

(360) 424-6325
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Doug Wilson Workshop Notes . . . a belated article by Craig Hollow . . .

Too long ago, the reknowned blacksmith, Douglas Wilson, traveled from his home on Deer Isle, Maine to be the
featured demonstrator at the NWBA'’s Spring Conference in Sisters, Oregon. For three days leading up to the conference,
Doug gave a workshop on designing and building a forged table. Six smiths: Roger Olsen, Delly Esterbrook, Don Kemper,
Dennis Prince, Geronimo Dayard, and I joined the workshop’s host, Joe Elliott, at his Dry Canyon Forge for the event.

Because the workshop took place so long ago and my memory is so marginal, I have foregone a narrative descrip-
tion of the event in favor of a distillation of the principles, hints and tips that grew out of working through the table-building
process with Doug and the other participants.

A significant portion of our labors was dedicated to designing the table. Doug’s approach to the design process is
somewhat counterintuitive. In designing a table or any functional object, we often heed architect Louis Sullivan’s dictum
that “form follows function,” establishing the parameters of the function, then creating a form that meets those parameters
and finally adding ornament like decorations on a Christmas tree. Doug’s method, in contrast, focuses on developing forms
first without the constraints of function, and only later, after the mind and the subconscious have been fully tapped, eliminat-
ing forms until one is found that marries well with the functional needs of the piece. Here are some of Doug’s suggestions

for ways to “Stay loose” and open to new design possibilities:

. Take time to draw outside of the shop. At the outset of the workshop we took a trip to a local riverside to draw for
more than half a day.

. Don’t draw details such as joinery. Though it may sound odd, try not to think about how your drawings may relate
to your finished design. The idea is to open yourself to the influences around you. So....

. Do draw whatever interests you whether or not there is an obvious connection to the project at hand. Doug showed
us photos of gorgeous forged chandeliers and tables he had made that stemmed from such odd inspirations as apple trees and
the flight pattern of dragonflies.

. Try drawing single ideas for very short periods (3 to 10 seconds) and then shifting to new sheets of paper—another
way to “Stay loose.”

. Use large sheets of paper; draw with the whole arm (rather than the elbow or wrist) using a wide-lined drawing tool
such as charcoal. Again, the focus of the exercise is on creating raw forms, not to bog down in finer details.

. Once you have amassed a sheaf of these roughly formed sketches and scribbles, use an adjustable frame of two
posterboard L’s to isolate shapes in your drawings that interest you.

. Use a mirror to create symmetrical shapes from your asymmetrical sketches. Copy these new forms onto fresh
sheets of paper.

. After all of this, start eliminating possibilities, narrowing down your drawings to what attracts you, developing ideas
in new drawings, slowly wedding your raw forms to the function your piece will need to perform.

Once we had designed our table, we had to build it. This was the point at which Doug encouraged us to think
carefully on the details of our design: Exactly how would we join the base to the uprights? And how do you forge a five-
sided taper? Here are some suggestions for tackling some the problems of the building process and the secrets of our
solutions to some of the key difficulties we met in the building of our table.

. Make a plan. The more specifically you can anticipate the problems you will run into, the better you can prepare to
meet them. If you have to change your design because of a forging or joinery detail, it is far easier to do before you begin
building than it is when you are 90% finished. Whenever possible have a second option in mind that can be used if your plan
fails.

. Test thoroughly. We forged test tapers and textures to avoid wasting both steel and time. We mocked-up a scale
model of the table. We tested our theories about forging with plastalina, a pliable modeling clay we actually “forged” on the

anvil.
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. Take careful notes. It is incredibly helpful in a complicated project to have a record of your plan should you lose
track of what your next step should be. Also, if you get an order for a matching piece years later your notes prevent you
from having to reinvent your own wheel.
. How to forge five-sided stock. Forge a short section of heavy angle open to 108 degrees. Weld it onto a 5/6ths or
3/8ths-thick plate with two round stock supports and a handle as per Figure 1. We used thick-walled round pipe for our table,
but whether using pipe or solid bar, start with round stock that you have pre-tapered. With a striker, forge the first few
inches of the bar in the jig to carefully establish the angles, then work your way up the bar, being certain to correct your
angles anytime they begin to go awry—small mistakes quickly compound, leaving you with a very unpentagramish cross-
section.
To forge the gentle curves in five-sided tapers used in our table we set two notched logs about 18 inches apart
on Joe’s sturdy platen table. Taking a long heat, we set a bar in the notches and, using a 2x4 as a flatter, hammered

along the length of the piece until the desired curve was achieved.

On Friday morning, after putting the finish on the table and before dispersing, we had a discussion about some of
the issues surrounding the business of blacksmithing. We each anonymously calculated the price of the group’s table as
though it had been built in our own shop. The prices ranged enormously from about $400 to over $2,000, illustrating how
the different approaches to shop rates, design fees and the client-smith relationship add up to vastly different realities of the
viability of smithing as a profession. Without opening the debate about shop rates and plagerism, here are some suggestions
that seemed to garner consensus among our group about how to work with clients and run a blacksmithing business.

. Try not to bring your realities with money into the process of making bids. Few cash-starved, tool-hungry smiths
could afford to purchase their own products at their real prices, but lowering prices because they seem high in light of our
budgets is a sure way to spend countless hours working, unhappily, for free. Always consider what the market will bear (and
you will quickly find out if your prices are too high) but there is rarely a need to undersell the market anymore than the

amount necessary to stay competitive.or to break into the business.

. Give your client a few design options, all well-conceived. Don’t give them your whole sketchpad or drop a library
of books in their lap to thumb through. Likewise, don’t confine the client to only one design.

. Charge for design time. Doug, who charges a $60/hour shop rate, charges $45/hour for design. This assumes
keeping a careful record of how time is spent and not charging for time not spent working.

. Site visits are also charged time.

. Making samples and scale models helps clients, who often are not artists, to visualize in three-dimensions.

. Establish contract terms up-front. Tell the client your fees and layout the payment schedule. Doug writes “FOB”

on most of his contracts, alerting his clients that delivery is not included in his price, nor is installation.
. To make an itemized bid add up all the operations involved in making the piece. Ask yourself how much you like
the piece and adjust the price accordingly.
. Francis Whitaker, oft-quoted throughout the workshop, has a rule that Doug follows: “If it costs less, charge less; if
it costs more, take the loss.”

All of these are suggestions only—each smith must find a way to run their business in a way that meets their

financial and aesthetic needs. It can help to hear how others run their shop but no one can give a blueprint for success.

I would like to thank Doug Wilson for his excellent workshop and Joe Elliott for opening his well-equipped shop
p to us, closing it for a number of business days. My sincere thanks as well to the NWBA and my fellow work-
op participants for their undue patience as they waited . . . waited . . . and waited for me to write this article.

Craig Hollow, POB 35, Seattle, WA 98111
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FROM THE WILDS OF THE CANADIAN PACIFIC SOUTHWEST ...

TIMBER THNGS

BY JOHN ADHLPH

Spring 1999
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NEED TO FETCH SOME
FIREWOOD? THIS INTER-
ESTING PROJECT RE-
QUIRES ARTFUL FORGING
TO MAINTAIN FUNCTIONAL

STRENGTH!

~—s== NORTH WEST BLACKSMITH ASSOCIATION ==

Page 34



NWB
Spring 1999 HOT IRON NEWS D o

Forging the Timber Tongs . . .

Use stock 17 to 1 1/4” in diameter, cut 29” to 30” long. Use SAE 4140 Hot Rolled. Heavier tongs can be made from 1 3/8” to
1 1/2” thick stock cut to 32” to 33" in length. |l indicates heated areas in the drawings.

Step 1 iT up and down
—11/27 | 47 14—
[ ; = " ” ° e — upset

Heat with torch rose bud and upset on anvil face rotating in your hands as you upset. ;
Comaann PR Y

If heated in fire 5 1/2” long, quench 4” in water to black heat and upset in three heats.

Step 2

[ I~y . N{)o Flatten ball to 1/8” thicker than diameter then bend over
' . anvil horn about 30 degrees.

Step 3 ‘

L Punch hole to 3/4” diameter.

Step 4 « Ear end for link hole.

R l. B o T Rotate to left 25° and flatten ear end to 3/4” thickness on end where link hole goes.

Step 5
Punch ear end hole 3/4” in diameter and countersink hole from
both sides with ball-peen hammer. Re-round link hole at end of
anvil horn.
Step 6
.j —- —ee ]’ 1/4”$ ‘
~ =G

= 112" 4=
Heat and flatten to dull chisel point.

Flatten in line with rivet hole flat side.

Step 7
Hot chisel cut off one side of chisel point _
k"/ and round to dull point. ()

{ {
!’ Cool point to black in water. Round over anvil horn almost 90° then hammer to sharp point. File to needle point.
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Timber Tongs . . .
Hold with hand.

tLeave straight for 8”.

Step 9 —1 8” Straight. |

11 11 “LJ O Cold.

Heat to bright red and hammer into a radius
that is almost half-heart shape. Bend or shape
both arms to same configuration.

Curved.

Step 10 Rings and Links: Ring stock is 3/4” diameter 4140 and 15” long.

Q Heat red hot and shape into u 2 radius. Then hammer C shut into a perfect

4” L.D. ring.
q‘)) by |
L———-————.-;
Step 11
Links: 5/8” diameter 4140 12 5/8” long to make a link.
17 Radius.
4
4” x 2” inside dimension. 4 Install and weld
Links may be welded in forge or by electric into ear ends.
arc welding. Preheat to 500° F. and weld with ——T—
E11018 electrode.
Step 12 Rivets: 3/4” diameter 4140. Allow 1 1/2” times diameter minimum

for rivet head forming i.e. 3/4” rivet, 2 1/4” for 2 head formings +
2 1/2” of tongs (if 1 1/4” tongs)= minimum 4 3/4” total length, 5"’ maxi-
mum.

Note: In one rivet hole in one shank of tongs

chisel two notches so rivet will only turn on only

5 Form head. one shank to prevent binding. Chisel when hot.
L Hot rivet is driven in so as to seat in the notches.

—_ ¥

Mandrel for rivet. Weld links into tongs. Rivet tongs while rivets are white hot. Heat
3 riveted part of tongs to red hot heat and open and close rapidly back
and forth until loose, oil mixed with graphite will lubricate hinge
parts. Now weld ring into links. Do not heat treat or temper the
tongs! You’re ready for logging!

John Adolph, Welding Consulting Services and Realistic Art
2757-128 Avenue, Maple Ridge, British Columbia, Canada

V2WIN5 g&w *

~——=== NORTH WEST BLACKSMITH ASSOCIATION ===



Spring 1999

HOT IRON NEWS

Cowboy Iron and Poetry by 6req Harteln

Reincarnation

by Wallace McRae

What does reincarnation mean?”
A cowpoke ast his friend.

His pal replied, “It happens when
Yer life has reached its end.

They comb yer hair, and warsh yer neck,

And clean yer fingernails,
And lay you in a padded box
Away from life’s travails.

“The box and you goes in a hole,
That’s been dug into the ground.
Reincarnation starts when

Yore planted ‘neath a mound.

Them clods melt down, just like yer
box,

And you who is inside.

And then yore just beginnin’ on

Yer transformation ride.

“In a while the grass’ll grow

Upon yer rendered mound.

Till some day on yer moldered grave
A lonely flower is found.

And say a hoss should wander by
And graze upon this flower

That once wuz you, but now’s-become
Yer vegetative bower.

“The posey that the hoss done ate
Up, with his other feed,

Makes bone, and fat, and muscle

Essential to the steed.

But some is left that he can’t use

And so it passes through,

And finally lays upon the ground.
This thing, that once wuz you.

P - i e

“Then say, by chance, I wanders by
And sees this upon the ground,

.And I ponders, and I wonders at,

This object that I found.

I thinks of reincarnation,

Of life, and death, and such,

And come away concludin’: Slim,
You ain’t changed, all that much.”

From Cowboy Poetry, a Peregrine Smith

Book.

While driving south from Oregon’s
“Outback” and on into Nevada, I got to think-
ing about what to expect from a blacksmith
workshop entitled “Ranch Blacksmithing.”

What I knew was: the workshop was to
be instructed by well-known blacksmith Frank
Turley; he operates a school of blacksmithing
in Santa Fe, New Mexico; the site was to be
at the metal shop of the Great Basin Commu-
nity College, Elko, Nevada; this second an-
nual event was being held in conjunction with
the Fifteenth Annual Cowboy Poetry Gather-
ing, an event that strives to perpetuate and
preserve the culture of the cowboy and the
American West, a West where self-sufficiency
was a way of life and no remote early-day
ranch could have gotten by without some
blacksmithing skills; and, Ihad just passed a
road sign saying, “Next gas 147 miles!”

What I found out was: this workshop was
started with an educational memorial fund in
honor of an Elko area rancher who enjoyed
blacksmithing; Frank Turley was a

e
!
|

laid-back guy with a teaching technique
that was reinforcing, understandable and
challenging; this workshop drew smiths
from south central and northeastern Or-
egon, northwestern California, Idaho,
Nevada, Alabama and Michigan; and
northern Nevada was not as desolate as
you might imagine (I met several ve-
hicles in that 147 miles!)

Our workshop sessions consisted of
demonstrations and lectures by Frank
followed by hands-on work at the
forges. Of course, we made a horse-
shoe! This was an exercise in bending,
drawing, fore-punching, punching,
back-punching and hot rasping to re-
move frog eyes left by the punching.
Shouldering half of a discarded horse-
shoe over the edge of the anvil with half-
blows to soften the transition between
different cross-sections, drawing out
with sequential steps of S.O.R. (square,
octagonal, round), and a little more
bending yielded a hoof pick. A hole
punched and drifted into the end of the
handle and dressed up over the point of
the horn, formed an eye by which to
hang it.

In this manner the workshop pro-
gressed with welded eye hinges, welded
eye pintals, eye welds in round stock,
collar welding and joining support legs
to branding iron stamps with a lap weld.
Also, the group hammered out ribbon
scrolls, fish-tail scrolls and half-penny
scrolls. Our coal quality was not good
and when welding our fires had to be
cleaned every heat or two. However,
from this we learned how to reach into
the fire and draw out the sticky molten
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clinker and rebuild a good fire. After a
demo on hardening and tempering, 3/4”
round tool steel was provided for those
wanting to make a cold chisel, pritchel
or other tool of their choice.

As the workshop drew to a close,
names and addresses and “if you ever get
up my way” invitations were exchanged.
Organizers of this event were laying out
tentative next-year plans for a class-built
project to be donated to a silent auction
to benefit the Cowboy Poetry Gathering.

1 believe the most valuable thing I
brought away from this workshop was
my notes. I found myself writing con-
stantly during Frank’s demonstrations.
Even though Frank was a relaxed type
of instructor, his dialogue was not idle
conversation and the only way I could
hope to retain a significant portion of this
out-pouring of information was by tak-
ing notes: Forgotten information is lost
information.

I would like to thank the N.W.B.A.
for sponsoring my attendance at this
workshop. My notes are available by
sending a business-size, self-addressed
stamped envelope to me.

Greg Hartell, 1277 Community Av-
enue, Klamath Falls, Oregon 97601
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THE ANVIL 5 FARTHE ST SDE ..

By Bob Race

This morning, while I was watching for the weather report on the TV, they flashed an old Irish proverb that I though
you might enjoy—You're not as young as you used to be, but you’re not as old as you're going to be. So watch it!

I would like to deviate a little from my usual stories and steal someone else’s thunder. The masterminds, John
Prutsman and Harry Newton, usually volunteer Mondays at Fort Vancouver. Both men’s company is that which would allow
one to enjoy the day, for they are each quite easy going and any mischief involved is lighthearted and even their victims
appreciate the fact that they were chosen to be honored as part of their plans. All of this became more than evident when we had
rather a tragic accident involving Mike Darrig, the Fort’s resident blacksmith. It was late last Spring and Mike was walking
down the wheelchair ramp from the office, slipped on the wet wood, struck his ribs on the railing, and hit his head. As a result
of this fall, Mike is now out on sick leave, and is suffering from constant headaches. Both John and Harry feel quite bad about
Mike’s condition, (as we all do) and both believe that laughter is one of nature’s best medicines. Mike has, but not overly so, a
caution concerning safety and also a penchant for period strictness. Their solution was to attack these minor limitations by
periodically sending him letters of the latest antics during their days of duty. Here are some excerpts from these thought-
provoking letters:

LETTER #1

Dear Mike’

Well things are going great here in the Blacksmith shop. As you can appreciate Harry and I have things pretty
well under control on Monday mornings.

You’ll be glad to know we’ve been doing quite a bit of maintenance in the shop. Harry patched up the bellows
with some duct tape and a soon as he gets it painted you should hardly be able to tell what happened. We were afraid
the explosion may have damaged the new fluorescent lights we hung over the forges, but they seem to work most of the
time.

Harry has been showing me how to weld. He’s been trying to weld a patch over the hole we burned in your old
tea kettle but he has been having a tough time getting it to hold. Is that thing made of cast iron? We also made two
replicas of swords that were used during the 1840’s. They look pretty good and the kids get a real kick out of playing
with them. Incidentally we’ve been trying to make the shop a more interactive experience for the kids. One of their
favorite things is learning how to use an axe. Some of the older ones are actually able to throw it hard enough to make
it stick in the bull’s-eye target we painted on the door. Another game they like to play is one we call “Heat, Hammer
and Quench”. Some of the smaller kids couldn’t reach the anvils so we had to pile up some dirt around them.

We have been trying to implement some of the aspects from the lives of the historical blacksmiths. Did you
know that the smiths were issued a daily ration of rum or whiskey? We think it adds a touch of authenticity and
certainly makes the time fly. The other day Harry came up with a great idea to use the rest of that black powder. We’ve
decided to shoot one of the anvils. I told Harry we should either move the anvil to center of the shop so we have a little
more headroom and don’t have to worry about it flying through the ceiling or do it outdoors, but Harry seems to
think we should be OK if we limit the charge to about 8 ounces of black powder.

The shop is working real well. We’ve made a few changes that have really helped things. We found that you
can start the tires in the morning without using newspaper and charcoal. About a 1/4 cup of paint thinner or kerosene
poured right down the fire pot seems to do the trick. At first we tried gasoline but that caused a few problems.
Incidentally, all of those fire extinguishers should probably be refilled one of these days. Regards, “F Troop” P.S.:
If you want to stop by sometime, HAPPY HOUR starts at 11:00 A.M.

LETTER #2
Dear Mike,

I thought I'd bring you up to speed with what’s been going on at the blacksmith shop. Shooting the anvil went
really well. We ended up shooting it inside the shop right near where the grindstone used to be. Incidentally the guys
in the shop really like the new skylight.

We finally gave up on trying to patch that old tea kettle you use to have. We replaced it with a GE coffee pot
that works great. Until we have to fire up the wood stove again we set it right on top. Some of the guys said the chrome
coffee pot doesn’t blend in with.,the wood stove. It should look better once we spray the stove with aluminum paint. We
laid some boards over the extension cord so it barely shows. Some people keep tripping over it, but I'm sure they’ll get
used to it after awhile.
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We’ve been trying to promote a better understanding with other government agencies. We invited a guy from
OSHA over for a tour of the shop and Harry gave him a welding demonstration. Those OSHA guys sure do get excited
easily. He acted like he’d never been burned before and tried to make a big deal out of it. We told him to lighten up and
that our guys get hurt worse than that all the time. Personally, I don’t think he was very bright. I had to spell your name
for him at least four times. Harry finally told him to quit trying to scare us with a bunch of legal threats.

The kids are having a lot better time in the shop since we took those rope barriers down. Most of the kids think
it’s a great idea because they can get real close to the forges. One adult was a little critical of the new program but I set
him straight. I told him he ought to stick to driving his ambulance and leave the blacksmithing to us. The “Blacksmith
For A Day” program is also working out well. Some of the kids don’t even get hurt. When the kids do get hurt they are
usually pretty good sports about it. 1t’s the adults who are always threatening to sue.

We’re getting the shop set up for the candlelight tour. We found when you turn down the light and turn on the
strobe light it looks just like an old-time movie. By the way, the new blacksmith costumes are great. Wearing tennis
shoes instead of those clumsy steel-toed boots lets us get to the burn can a lot faster. We hope you’re feeling better.
Don’t worry about things here at the shop. Harry and I still have everything under control. Regards, “F Troop” P.S.:
We had to change HAPPY HOUR. It’s now BYOB.

These are two of the four letters which I have and I will submit the remainder in the next issue. Generous thanks to
John and Harry for the permission to print these letters, and best wishes to Mike for a full recovery.

A SUBTLE RESPONSE

Last Summer there was a young lady, about nine or ten, who wandered into the Fort Vancouver blacksmith shop. She
had long blond braids down her back, hands casually clasped behind, and was wearing a Fur Trade-era period dress. Believing
her to be part of the Annual Brigade Encampment for that weekend my inquiries were directed in that direction and the
majority of her answers were of a taciturn nature. It was established that she was there only for the day and not really with the
Encampment, but came with her mother who was part of the group which cares for the Fort’s garden. She also informed me, in
her brief manner, that she wandered into the blacksmith shop because she was bored of pulling weeds. When I asked how long
her mother had been volunteering at the Fort, she replied, “I don’t know. A long time, for my mother is quite old.” “And how
old might that be?” “I think about thirty three.” I could not resist baiting the next question, “But she is not quite as old as your
grandmother?” The answer was quite unexpected but most definitely honest and straight forward. “No. Because my grandma

is absolutely dead.” Subtlety wins once again. /%-/

“Quick Quench” Soap Solution Quench

For Mild and Low Carbon Steels. This is the fast quench that a lot of
blacksmiths swear by. The original formula calls for:

5 Gallons of Water 5 Pounds Salt 32 ounces Dawn dishwashing
liquid (blue) 8 ounces Shaklee Basic “I” Wetting Agent (accept no
substituted Shaklee product)

Quench at 1550 degrees F. (light cherry red)
Expect 43 to 45 Rockwell C on 1018 mild steel.
Since the original formula its been discovered that with the new Ultra
Dawn dishwashing liquid, you only need to use 28 ounces.

Also, if the Shaklee Basic “I” is not available in your neck of the woods,
you can substitute a bottle of Jet Dry (dishwasher rinse agent). You will
not achieve as good of results with the Jet Dry, but it will work in a pinch.

Remember, this solution is color-coded so that when it changes from

According to Gene Chapman, vetived guys blue to green itis no longer effective.
have a cectain “smile.” Gene forged the

-

--Formula from Robb Gunter, Forgery School of Blacksmithing

one l'le says l’l@ $awW on BOl} RG,CG,
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' ‘ ' ) Darryl Nelson workshop, Circa 1980

Northwest Blacksmith Association
P. O. Box 9203
Seattle, WA 98109

Fire Mountain Forge was the spot
where over 60 of the nicest people
you'd ever want to meet gathered 10
make short work of a barbecued pig
and all the trimmings, and to get in a
litle pounding and talking. The weather
was in the high 90's which kept activity
in the Forge to a minimum, but there
were plenty of die-hards who would
light a fire under any conditions. S0
there was plenty to see and do.
Congratulations to Terry and Daryl,,
with an able assist from Dave Phillips on
extension cord; they finally got an anvil
into orbit! On the second try {aw, hell-
put the whole can of powder in) the
anvil went out of sight above the top of
the phone pole, and about an hour and
a half later came to earth 18 feet from its
launch point. Special thanks go to all
the Carsons and Nelsons and everybody
else who helped to make this a really
outstanding day.

The 80s: Off to a Fiery Beginning--Tales for the Twentieth!

by Terry Carson

So much was happening in 1980 that it’s tough to believe anyone was able to get any substantial amount of work
done.
January 26th thirty-five of us headed to Mollala, Oregon and spent two days on a cold hilltop, but with warm fellowship
and forges, at Russ Swiders shop, with demonstrations by Russ, Harry Robinson, and Jim Fleming. A business meeting
was held where we discussed Chapter status and a motion was made and carried that we organize and start collecting
dues. The festivities ended with Russ’s shop being dismantled and packed up for his coming move to New Mexico.

In February, a meeting was held at Jack Slack’s Blacksmith Shop in Pioneer Square in Seattle, where it was decided to
use the California Blacksmithing Association charter, as our own with only minor modifications. Thanks for bringing it
north, Mr. Rolstad.

March 30th a “Symphony in Fe-Flat Major by Ferro Battutto” was held at Enclume Forge in Seattle, hosted by Stuart
Kendall and Jim Garret.

This was the first time for many of us to see power hammers used with the skill and intensity that made us aware that
they were a valid and necessary shop tool. Little Giants , Mayers Brothers, Chambersburgs, Nazels—the magic names
rolled off our tongues. Mechanical, pneumatic, steam—the options were debated and defended by their proponents.

In July, the first issue of The Blacksmith’s Gazette published by Fred Holder came out. Hot Iron News by Jack Slack and
Chuck Powell was included on page 10.

Open forges continued on a monthly basis and in August the first West Coast ABANA conference was held at the
University of California campus in Santa Cruz. Demonstrators included the Yoshihara brothers of Japan who demon-
strated traditional swordsmithing. Starting with single refined ore from magnetite sand, they drew out, folded, welded
and worked a beautiful blade complete to the heat treatment stage. An awesome demo with elements of both craftsman-
ship and religion, that was enjoyed by all.

In September, a work shop was held at Fire Mountain Forge where Ken White of England led us through the construc-
tion of a traditional-style gate. Heel bar, mortise and tenon joints, dog bars, hinges, etc. were all explained and forged. If

we’re lucky maybe Darryl will bring the still to be completed gate to the 20th where Ken can coach us through the final
steps!
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Columbia River II was held in October, with Russell Maugans showing us Timberline Lodge motifs that he employed in
restoration work at the Mount Hood lodge originally built by the WPA. Harry Robinson, entertained us with forge welding,
striking and hook and chain making demos all made to look easy with his 50-plus years of experience. Russ Swider and Jim
Garret showed us techniques using air chisels and joinery that opened new avenues of design that can still be seen to be an
influence on work today.

This time Dwight Irish led a highly successful iron pour that had us tapping the cupola for 80 Ibs. of incandescent liquid
iron every 1 5 minutes for several hours. An incredible experience that left everyone involved exhausted, proud, happy and
in possession of cast projects as their molds allowed.

Mixed double-striking contests were held. I can’t remember whether Jess Spromberg and Kathy Dobek, Jack and
Jennifer Slack, or Darryl and Sue Nelson won. In any event the ladies all showed that they certainly knew how to use a
sledge hammer and could communicate with their partners (When I nod my head, you hit it).

The catered food at this conference was the worst of any before or since (green hot dogs and macaroni & cheese as |
recall) and we vowed at the time not to let an activity as important as this fall into incompetent hands again.

After this, 1980 wound down to a not so frantic pace and 1981 waited until April to get off to a rousing start at Russ Jaqua’s
Nimba Forge in Port Townsend.

Francis Whitaker, Russ Swider and Russel Jaqua demonstrated. We were treated to tool and hinge making, sculptural and
animal head demos. Energy and enthusiasm remained high. J Carl Freedman took some excellent notes that were published
in the newsletter, and are partially reprinted here.

Fire Mountain Forge went “whole hog” August 9th with the first of what would become an annual event, roast pork with
all the trimmings, cold beer and large quantities of hot iron being forged. The grand finale was the blowing of anvils with a
new altitude record being set nearly every attempt.

Darryl and I had decided that if we fattened the hog ourselves it would be of superior quality so after buying a weiner pig
from a friend we had to catch it. If you’ve never had to rope a pig in a two-acre pasture with downed trees and brush, while
on a sidehill, with siblings and an angry sow hog helping , you’ve missed out on an adventure that everyone should have the
opprotunity to try. I swear that sow had teeth six inches long.

About this time reforging of anvils was in vogue, the recipe is simple: take one mis-shapen saddle-beaten anvil that
generations of folks have hammered out of flat as well as having used the horn as a blunt instrument then build a large coal
and coke fire, next fabricate bolt on handles, then submerge anvil in fire face down, when sufficient heat is obtained have
four bodies remove anvil and set on solid surface. Two strikers stand and strike in unison on opposite sides. When you’ve
regathered the material from the sides, flatter the top and tune up the horn , quench under running water (volume is impor-
tant) and you have an anvil good as new.

If you are tiring of my rambling reminiscing please feel free to send send notes, corrections or photos to Terry Carson
7926 320th St. E Eatonville, Wa. 98328.

Next issue we will talk of Hephaestus and his beautiful golden handmaidens visiting the great Northwest, photo to be

included. , &

1 | E T0 ANISH YOUR AUCTION ITEM FOR THE SPRNG
' ,CONHERENCE. N\Y/BA DEPENDS ON THE AUCTION, PROCEEDS TO HELP. BKING

 TOP DEMONSTRATORS. BESIDES, WE WANT TO SEE YOUR PROJECT DISPLAYED
"kAT THE AUC'TION AND THE PAGES OF THE HOT IRON NE\VS'
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N.W.BA. Spring conference
April 30 -~ May 1
Israels Uri Hofi & Striker
-~ Dor't Miss One of the
Premier Demonstrator’s in
the Craft!

Dn’t Forget to visit D.J.’s Forge & Iron

D.J. 5 all and wife Carol are 'hos’cmg the SPring conference in Winthrop. The last conference was
the Fall conference in1995. Uri Hofi will be bringing his own striker along from Israel to demonstrate

a comPlete range of blacksmith technique e emPhasizing hand work. Uri is humorous and a true
showman. His ABANA demonstrations were among, the most Popular. Uriis trulg a Must-See Dem-~
onstrator! Demos will start at 1 p-m. on Fridag and 9 a.m. on Saturclag and Sundag, which runs to
noon. Costs are the same and registration will be at the door. $50, $10 for Spouse and kids over ten,
with a $5 Discount for an Auction Item. Win’chrop is a rustic Old West town with lots of charm and
lots of great little shops. The Saturdag NigHt E’)anquet will be a Western Barbequc. The site location
is The Barn, locatccl one block west of downtown on Highwag 20. There’s Plentg of room for a
ga”erg 7o) bring all of your show & tell stuff!
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Winthrop

To Pearrygin
Lake
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Visttor Center [E@ Shafer Museum
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x ublic Parking p
" TW-‘—B* Clty Park e
School -I-
To Wolf Cr. and ‘%
Sun Mountain & P

To industrial
Arpa

Highway 20
0 Twisp)

Post Office

Ken Tice, the Button Man, is reac{g to
Punch in YOUR name at Winthrop!

Points of Interest

Winthrop National Fish Hatcherg visitors welcome 996-242
Smoke'umper Base, “f)irthplace of Smokejumping” Innovative
and effective method of Fightir\g forest fires began in 19%9.
Visitors welcome.

White Buck Museum 996-%500

Schafer Museum 996-2712 Mining displag, buggies

SaFe’cg Glasses

Rec]uired for attendance at any metal-working oPerations.
Dogs

NoPe. Except Cisco.

Loclgl ng
Best Western Cascade Inn 996-3100,/800~468-~

6754
Chewuch nn & Cabins 996-%107/800-468-6754

ToSmomimeer o mman’s Bed & Breakfast 996-2484

Hotel Rio Vista 996-35%5/800 %98-0911
RiverRun Inn 996-217% /800 757-2709 ( two
blocks from site and offers 20% discount)
River's Edge Resort 996-8000/800 9%7-6621
The Winthrop Inn 996-2217/800 444-1972
Virginian Resort & Restaurant 996-25%5/800
8542854

Camping
Methow Va”eg KOA Kampground 996-2258
Pine-Near RV Park 996-2391 (% blocks from

downtown)

Contacts

D.J. stull shop & message 509 996-270%

home 509 996-35%»
Winthrop tourist info & !odging 888-4METHOW

Facts

Elevation 1765 ft., Snowfall average 82”

Washi ngton Pass 5477 Ft., X.C Ski Trails 200 miles
Snowmobile Trails 400 miles, Population,
Winthrop %50, Twisp 1000, Methow Vaﬁey 3500
Has oldest ]egal saloon in Washington: 3-Fin-
gered Jacks;
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CULBERSQON P oo

NORTHWEST BLACKSMITH ASSOCIATION (NWBA)
BASIC BLACKSMITHING WORKSHOPS

LOCATION: Old Cedar Forge DATES: Apeil 9-11 and May 14-16

220 East Cronquist, Allyn, WA 98524 (360) 2756769 Fax. 360-275-9579

INSTRUCTOR: Jevvy Culberson, Artist Blacksmith

CURRICULUM: Class size is limited to 12 students—fiest come (pay), fiest sevve.

Basic blacksmithing techniques and. demonstrations. Hands-on projects include punch, chisel, FPoz” tongs, ficeplace poker and
7222 Many demonstrations 'mclud'mg heat teeating, fovge build'mg, tool'mg, and “wish I'd thought of that” ideas and teclaniques.
Students take home what they pvoduce n Wkashop‘ ‘
COST: $300 with $150 non—vefundable deposit vequived to guarantee space. Rema'ming $150 due at vegistration Fviday
morning, Note: If you are not cucvently an NWBA member, two checks ave vequived. One made out to Old Cedar Fovge
for wockshop; a second check made out to NWBA for membevship $35.00 US.; $39.00 out of country). You may send both
checks to Old Cedar Fovge, but do not combine $ amounts into one check. ALL g8 ARE US CURRENCY.

THINGS TO BRING: Drvess W(:wmly. Bv'mg safety gla,sses, ear pLLLgS, work clothes (NO POLYESTER) and cotton or leather
glO\JQS, {old'mg chair, leather boots or shoes STEEL TOES PREFERRED). No tennis shoes. NOTE. YOU MUST HAVE
SAFETY CLASSES AND EAR PLUGS. Be sure and bv'mg a notebook and a couple of sharp pencils for notetaking.
TOOLS AND MATERIALS: Al ace provided, but you are encouraged, to bv'mg your favorite hammer, tongs and anvil Gf it
doesn’t weigh over 675 pounds). Mark your tools in some fashion for casy identification when we checkout at end of session.
GRUB: Lunch is pvooi,ded all theee days as well as dinner on Satw:dcty niglat. We eat blacksmith style—good and plenty of
! (Vegetcwtcms, just let us know so we can throw in a couple more tuenips). Fviclay morning during vegisteation sign-in,
coffeertea, pastries and feuit provided. If you wish to bv'mg your spouse with you, s/ he is welcome. Chcwge is $5.00 per meal.
HOURS: Friday. 800 AM. until 22, Saturday. 800 AM. until 22, Sunday. 800 AM. until noon, then clean-up and
graduation/photo

LODGING: p[enty of camping space at Old. Cedar F orge (some electrical hook-ups; shower in the shop). Nearest motel is
6 miles. Belfaiv Motel, NE 2322 H'LghWQy 3, Belfaiv (360) 275-4485; ask for NWBA blacksmith vates.

CONTACT: [na Culberson, Wovkshop Coovdinator Phone: 360-275-6769; fax 360-9579

7 SN
don’t forget to bring your gallery pieces along to

winthrop--where they’ll wind up in the pages of the
hot iron news--and international fame in goes to the Australian
\ chapter) Jj
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Pratt Gallery, continued . . .

Wrappep & Puearep Vase Jiomn E.J. Catpwet

Aex MosICOMERY

Maspata Scor Szoc

Wavy Bowt Juomr E.J. Capwel

Weooie, owl Jomt & Dawet Calpwall Sair Portrar wit CGotp, rom TE L & Deamn Sres Norswn 1. TAYLOR
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Frame joint

777

Split the end of the horizontal bar.

Upset to open rivet holes.

L

Bend with fork to 90 degrees.

Upset ends together, but one up, one down.

Slit for rivet holes
New England Blacksmiths
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Dear N.-W.B.A. Friends:

It pleased me so much to see Russ’
name in the Hot Iron News. He was
always so happy to have been in on
forming N.W.B.A. And it was a high-
light period in my life as well. All those
great conferences and wonderful
friends. Jack and Jennifer Slack, Darryl
and Susan Nelson, Terry Carson,
Russell Jacqua, Stuart Kendall, Jim
Garrett. Now Alice and Japh are keep-
ing Russ’ big Chambersburg with
sparks alive. Please put this check to
further the enthusiasm.

With Loving Memories,

Betty Maugans, 940 Springdale Road,
Atlanta, GA 30306

N.W.B.A. thanks Betty for the memo-
rial gift for Russ Maugans. It will be
used to purchase an item for the edu-
cational program.

Dear Members of the NW.B.A :

My sincerest apologies for this very
tardy letter. Ihope your club and mem-
bers are prospering. It was in 1982 that
I stole the prize 125# Skagit anvil in a
contest to design your then-new logo.
I was not a member of your club and I
hope there was no hard feelings.

The anvil came at a turning point
in my life. Ihad been partners in a re-
tail quilt and fabric shop and enjoying
my situation less and less. Ihad turned
to reading about the manly art of
blacksmithing to get away from fabrics,
quilts, pillows and the sewing lessons I
was teaching. Submitting my two de-
signs to your club was a welcome di-
version. I left the business later that
year, and to support my wife and baby
son I began to make photo props in my
home shop. Funds were very tight when
I received the anvil, but after that,
things started looking up.

I have enjoyed the anvil in my shop.
While I'm still not a blacksmith, a big
chunk of steel is a great asset to pound
stuff into submission. I just finished a
prop for a Shake ‘n Bake TV spot. The
curve of the aluminum seat back for the
chicken shaker was “refined” on the
anvil.

I understand that you will be celebrating
your 20th anniversary in the Fall of 1999.
Enclosed please find a check for $100 to add
to the festivities and I’d love to see a photo of
your August group. My family and I toured
beautiful Washington State and the Skagit area
some years ago and we hope to do so again.

Thank you and best wishes for your mem-
bers to have a safe New Year.

Sincerely yours,

Edward S. Koizumi, Design
514 South Gunderson Avenue
Oak Park, IL
N.W.B.A. thanks Edward for the thoughiful
gift--and he deserved to win the anvil!

wwead

X

Call For Artists . . .

The Bellingham Planning and Community
Development Department is commissioning
an artistic railing for the Amphitheater Over-
look in Maritime Heritage Park. Fee is
$20,000 for a 52’ railing. A jury has devel-
oped criteria. For details contact Tara
Hardesty at the Department. 210 Lottie St.,
Bellingham, WA 98225. (360) 676-6880 or
thardesty @cob.org.

Caniron . . .

Big to-do in Calgary, July 1-4, eh? This will
be a mega-event. Every demonstrator in ex-
istence will be there. Big public auction--
just look how much you can buy in Cana-
dian Pesos! Commemorative anvils,
Mounties, beavers, Norm Larson, Lake
Louise, Aunt Louise, Louise Perranegra--you
name it, they’ll a// be there! They’re even
busing in busloads of Japanese tourists from
Banff just because they won’t be able to un-
derstand Mark Pearce’s jokes. If you survive
all of this, you can stick around for the
Calgary Stampede which starts July 9. It
will then be a slow crawl back across the bor-
der. In short, Be There or Be Square!

Need more info? Derry Cook will show up
on your doorstep with a tract, quicker than a
Jehovah’s Witness. Or call (403) 284-8641.

Or cyber-access at www.sait.ab.ca/caniron

Caniron Gallery . . .

A public exhibition gallery will be part
of the festivities at Calgary. R.G. McRae
is in charge: mcrae @cadvision.com
Send us a picture of you trying to con-
vince the U.S. Customs Agent that you
didn’t buy that candleholder in Canada!

Fold-Forming Workshops

Charles Lewton-Brain will do Fold-
Forming Steel on June 27-30 and Ad-
vance Fold-Forming on July 12-15, both

in Calgary. (403) 263-3955. If you take
in all of these events in Canada this
summer you’ll have to apply for a resi-
dent visa.

Peter Ross . . .

N.W.B.A. Workshop on Box Joint Tools,
November 5-7, 1999. Bob Race is co-
ordinating. (503) 253-7334.

Bob Race. ..

Will do a workshop on, “Forging a Y2K-
Compliant Bending Tool.” This will be
part of the Ross Workshop. No added
charge.

Fort Vancouver Guild . . .

The Blacksmith’s Guild at the Fort will
host Peter Ross for a series of lectures
and demos. November 12, 13,and 14.
Peter has a special fondness for this set-
ting because he can work from histori-
cal artifacts from the Fort’s extensive
collection. $20 for the first one and $15
after that! Contact Dean Moxley, 5537
NE 37th, Portland, OR 97211 (503)
284-6138.

N.W.B.A. Fall Conference

October 8, 9 and 10, Lewis County Fair-
grounds, Centralia, Washington. This
will be the Twentieth Anniversary Cel-
ebration. Featured demonstrators in-
clude James Horribin from England,
Peter Renzetti of ABANA Gothic
Doorknocker fame, Gabrielle Ridler
from England, doing gold leaf, and
many more. Plus a Killer Auction!
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English Smith in training and plan-
ning to visit the U.S. in May for ap-
proximately 6-8 months on a study/holi-
day trip. Would be interested in hear-
ing from anyone who could use a pair
of semi-skilled hands for a couple of
weeks or months. No monetary pay-
ment required but board and lodging
would be a great help. Further details
of experience and recent employment
can be supplied. Lynda Metcalfe, 42
Harehills Avenue, Leeds, LS7 4EU,
United Kingdom. E:
lyndametcalfe @iname.com

Treadle Hammer and Forge . . .
One Clay Spencer type treadle hammer,
$700. One Sandia gas forge fired once,
$650. Call Dannie O. Phillips at (801)
955-1643 or 432861945 @msn.com

Metal Lathe 13” x 80", manufac-
tured by Willard, circa 1908. Includes
some tooling, $1500. Paul Casey, (206)
862-3007.

Forge Small iron and steel forge,
brick-lined and gas-fired. With regu-
lator hose attachment. Electric forced
air fan unit with it. Steel stand. Used
as a tool room furnace. $300 plus ship-
ping and without stand, or $250 U-haul
from Portland with stand. Brad Hanna,
8214 SW Brookridge St., Portland, OR

Oak and Iron Publishing Purveyors of

Iron Age Primitives and other great
knifemaking books by Gene Chapman. POB
1038, Kingston, WA 98346 (360) 297-2495
oakniron@silverlink.net. Free pickle reci-
pes with each order.

Blacksmith’s Journal Published
monthly and a one-year subscription is about
190 pages. Free sample available. $32 per
year. (800) 944-6134 for credit card orders
or send to POB 193, Washington, MO 63090.
Hot Iron News Editor has all the issues, sub-
scribes, and highly recommends this publi-
cation for all skill levels.

Deadline for the nextissueis May 15!
Send in your work photos, hot tips, articles,
memoirs, 1998 Tax Return . . .

DOUBLE-BICK, 8640 CAST STEEL ANVILS

GLADIATOR 450 1.BS. $1,450.00
CENTURION 260LBS. §$ 965.00
TITAN 120LBS. $ 690.00

{Prices guaranteed through December 31, 1998.)

< Flat face from tip to tip

<+ Exceptionally wide face on body of anvil

“» Square bick provides varied working face as bick
narrows to its tip

“» Hardie and pritchel holes placed closer to the anvil’s
center so you get maximum work done per blow

< 8640 steel, a deep hardening alloy, heat treated to
45 Rockwell

For further information please call:

Russell Jaqua
Artist-Blacksmith
Nimba Forge & Anvils
360.385.7258 (office/fax)
nimba@olympus.net

Mape v THE U.S.A.
cast 8640 anvils

GLADIATOR 450 LBS.
CENTURION 260 LBS.

LR
% Russell Jaqua’'s

NIMBA FORGE

TLL/FAX 360 4 385 & 7258
353 Glen Cove Raad « * Washington 98368

for information call:

* Port Townsend +

HJumes Cchastain

rsmiITH

BLACKSM(TH‘ TOOLS

Phone: 909-734-2207
Fax :909-371-8690

2331 Red Cloud Ct.
Norco, Ca. 91760

FEATURING ) PEDDINGHAUS B rooLs

Blacksmithing Books If Norm
Larson doesn’t have it, it probably
hasn’t yet been written. Norm’s been a
great supporter of NN-W.B.A. over the
years and makes the effort to attend a
lot of our conferences so that members
can see the books in person. Let’s con-
tinue to give Norm the same support
that he’s given us! He’s happy to dis-
cuss your needs. Call him anytime at
(805) 735-2095. 5426 Hwy 246,
Lompoc, CA 93436.

Francis Whitaker Scholarship
for experienced smiths will be awarded
at the John C. Campbell Folk School,
Brasstown, N.C. for October 22-Novem-
ber 6, taught by Bob Becker. Submit by
September 1 for the class. Details at
(828) 837-8637. www.grove.net Tu-
ition value is $528.

Surplus Equipment? Tail-gate
them at Winthrop. Add to the haggling,
whining, sniveling.

N.W.B.A. Library of books and vid-
eos can be checked out from the Prez.
See the last Hot Iron News for a list and
also check it out in Winthrop.

Thank You

To all of the N.-W.B.A. fam-
ily who so generously gave me
and my family kind support,
prayers, thoughts and friendship
during the times that we really
needed it.

Don Kemper
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Trout M emory Chest lay Eric Zi.nep

Cover: Leg Vise by Terry Willis
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sz'ing Walk by Eeic Ziner, tiles by Melissa Greene, his spouse.
Has an oval glass top on top of the flova. Tiles depict bears
emerging in spring, sucrounded by the flova that geeets them
including fiddlehead ferns, jo.ck—i.n‘tl'\e-pulpits, skunk cabbage,
blood voot, trillinm and onion grass. Weig]'\t 100 pounds,
487x35'x19”.
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