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                                       Group Photo


Old Dominion Blacksmith Association at Master Blacksmith/Teacher David Tucciarone’s SunRise Forge in Rustburg, VA on Saturday March 12th, 2011.





Front row kneeling L-R: Bobby Floyd, Gary Hatmaker, Steve Ferguson, Wendell Wyland, Ron Howard, Jim Mizio, Bobby Ricketts. L–R in back: Andy Rollins, John Hite, David Oakes, Elisa Rollins, Jim Elliott, Camelia Elliott, Louise Tucciarone, L. T. Skinnell, Bill Roy, Dave Brown, Richard Bartelt, Norman McKenzie, David Tucciarone, Steven Irby, Joseph Irby and Mike Harsch.





Forge Welding  


               By Dave Brown


     Our March event was billed as  “Learning How to Forge Weld and/or How to Improve Upon It” by Master Blacksmith David Tucciarone at his Sunrise Forge facility, and as usual, David treated us to a learning experience that went beyond the advertised content with added bits of useful information.  Some of this was practical information that one would have a hard time finding – even in this age of the Internet Search engine.  Even before starting on Forge welding we learned that one half of a 5 gallon bucket of coal should provide a day of smithing and a the answer to a question about fabricating a replacement spring for a pole vise revealed the insight that it is difficult for to properly heat treat spring steel, and a rugged and serviceable spring results from simply normalizing the spring after forging it into the desired shape.   Normalizing is simply allowing the piece to air cool after heating the entire piece above the critical temperature (temperature above which the steel atoms have too much energy to remain in their room temperature crystal grain structure – around 1440 degrees Fahrenheit; the key property change is the steel becomes non-magnetic above the critical temperature).  


David began with the basics:  what is a forge weld, how it differs from other welds, and why would one use a forge weld.  Despite its appearance to the unaided eye, a piece of mild steel is not one uniform mass; it comprised of many small crystal grains which are interlocked together; the toughness and hardness of the steel depends upon the size and arrangement of these grains.  Each grain is a single iron crystal, which is based on a cubic structure with an additional atom at the center of each cube (referred to as body centered cubic, or bcc).  One cube in the crystal would consist of nine atoms – one at each corner plus the one in the center.  The crystal builds by stacking these cubes in three dimensions, with adjacent cubes sharing the four corner atoms.  When a forge weld is formed, the two pieces of metal at welding heat are brought into such close proximity with pressure that the crystal grain structures of the two pieces are made to share atoms in their structures.  This chemical structure bond joins the two pieces together, but they are not merged into a single piece.  The crystal grains along the weld boundary do not all interlock in a continuous fashion as they would if the steel had cooled from a liquid state as it does in a conventional weld.  Forge welding requires the material’s crystal structures to merge and bond without ever melting, so can only be done with similar metals  - Most of David’s forge welding experience has been with mild steels; he thought stainless and nickel steels would also forge weld, but was not sure about welding different types of steel to each other – but mentioned that Damascus steel is made by forge welding two different steels together and repetitively flattening, folding and welding them to create a steel that is made up of many very thin contrasting layers. This led to a discussion of wrought iron and how it differs from mild steel.  Wrought iron is very pure iron (low carbon) and has layers of silica mixed in with the iron.  These silica layers are responsible for wrought iron’s resistance to rusting and its wood grain like properties that give it vastly different strength with and across its grain structure as well as acting a little like a flux when forge welding wrought iron – although most of us won’t ever forge wrought iron since it has not been produced in years and the only supply is from, 





salvaging old construction.  Lower carbon steels (1006 of 1010) weld more easily; the higher carbon 1018 and A36 is a bit harder to forge weld, but welding heat is achieved at a little lower temperature.


     The next topic was coal and the fire needed for forge welding.  The coal is fed in around the perimeter of the fire where the volatile components are driven off leaving the coke which is what we need.  This coke needs to fill the center of the firepot.  When the blower feeds air to the fire (generally up from the bottom) there is an oxidizing region in the fire where the air enters the firepot.  Above this there is a region were most of the oxygen is gone and there is an abundance of carbon monoxide and coke.  This is a reducing region and is the part of the fire we want to keep our metal in. Above this there is another oxidizing region where oxygen from the air can get to the coke and coal.  The fire needs to be tall and dense enough to keep air from reaching the reducing region.  If the fire has burned hollow there will not be a reducing region and the iron will rapidly oxidize in the fire – if you notice your fire burning hollow push more coal down the sides to force more coke into the center.  Fluxes are generally used when welding; they are not necessary but they melt and coat the metal to keep oxygen away and dissolve iron oxides at a temperature just below welding heat so they will squirt out of the weld.  There are two types of fluxes – those based on Borax and those without borax.  Some smiths flux the iron right in the fire, some flux the iron then put it in the fire.   Which flux you use and how you apply it is a personal preference; David fluxes in the fire and tends to prefer EZ weld, a non- borax flux because it does not leave the white residue that Borax sometimes does.  Later on when one of the demonstration welds was not taking David switched to Borax and was successful; we learned that Borax flows better and can clean better.


     Preparing the iron for forge welding involves forming a scarf where the weld is to be done; this is simply an incline and a little thin part where the weld is to be done.  The thin part is the contact point for the initial weld; the incline allows the flux and impurities to squirt out and allow vertical hammer blows to press the weld together.  The entire scarf area to be welded must be brought to welding heat – and that temperature must be all the way through the metal.  Determining if the iron is at welding heat requires looking into the fire which is pretty bright; David picked up the idea to use a pair of flip up #5 lenses (the flip feature is needed so he can see the iron after it is pulled out of the fire).  It will take practice to recognize welding heat; David calls it “yellow white”; some say the iron starts to blend into the fire.  The flux will run and look ‘oily’ about 50 to 100 degrees below welding heat.  When at welding heat, pull the pieces out of the fire, quickly shake off excess flux, put the pieces together and use a light tap to stick the pieces together.  It is important to do this quickly, particularly with small pieces – so preplan your moves.  Once they are stuck use heavier blows to complete the weld.  If the iron loses its wet look it has fallen below welding temperature – if the weld isn’t complete reheat to welding temperature and finish the weld.


     The first weld demonstrated was the faggot weld which David used to thicken the end of a rod in order to make a flux spoon.  The name of this weld predates the current meaning of faggot; it was a term for sticks bundled together, generally for firewood which led to the word also being a slang term for death by burning a the stake…but I am straying off topic.  The faggot weld is a good beginner weld since there are not two separate pieces so the entire process can be done with one hand holding the piece 
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     The two ends are bent together using the anvil horn so they are aligned, then put on gloves, heat, flux and weld.  David mentioned that when making chain it is easiest to make two links. then join them together with a third – then make a second three and joint the two threes with a seventh link.  If you want twisted link chain, heat each link after it is completed, put one end in the vise and twist it 90 degrees.  The welds in handmade chain are generally left a little sharp and rough – as indicators of hand made.  This is a reversal from prior to the industrial revolution; earlier blacksmiths prided themselves in how smooth a finished surface they could produce – but once machines were stamping out iron objects without hammer marks, blacksmiths started to leave some traces to show their work was not machine made.


     The next weld– the “T” weld uses flat stock and is used for bases.  The angle depends on the number of legs – typically three are used.  The first piece is bent edgeways to 120 degrees (one third of the circle) and a scarf is put on the point using a ball pein or a ball punch tool.  Note that if you make your own ball punch from a ball bearing, be sure to normalize it so it is not prone to send chips flying when struck.  The third leg has two scarf ears put on the corners of the end.





and one the hammer.  No fancy choreography is needed.  First


a scarf is put on the end by upsetting it, sloping the end and drawing a thin tip on the end.  Next, a notch is put in the stock on the shorter side and the bar is folded back on itself and it is ready for welding.  Heat the iron in the reducing region of the fire; arrange a hole to allow monitoring the iron and as it approaches welding heat us a long handled flux spoon to pour some flux onto the iron so it can flow into the seam.  David warned us that this weld is one for which one should wear a glove on the hand. holding the iron, since flux tends to squirt out of the weld back toward you hand.
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     Once the foldback is welded, the thicker section is rounded some, then spread using the cross pein and flattened to an oval shape, which can be dished to shape using a ball pein hammer and a block of wood as a swage block


     The next demonstration was the fabrication of a candle hook.
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David started with 9 inches of 3/8” round stock.  Step one was to bend the ends to make a U shape with 2” ends.  To mark the steel, use soapstone - it is a soft mineral bit like chalk but the mark will survive the fire and is easy to see.  David used the pole vise to do the bend because he has better control of the bending and can get a more precise bend.  The next step is to heat the center and bend the middle around the anvil horn to form a circle until the two corners meet and you have sort of an Ω shape.  It is a good idea to quench the ends while forming the circle to prevent deforming the bends.  Once the circle is done, the ends are heated and brought together.  Uneven ends can be corrected by holding the long end against the anvil and tapping the high side to even the ends.  Next the two ends are welded using the same technique as before.  
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      David mentioned that excess flux is difficult to remove; he uses a wire wheel or heats to a welding heat to melt it off.  After the weld is made the stem is drawn out in a taper; David demonstrated how he strikes with the edge of the hammer like a fuller to direct the metal in the direction he wants it to move. This led to a discussion of hammers.  David recommends a 1000g cross pein hammer as a good first hammer (of course no blacksmith with even a touch of the spirit of Vulcan would be satisfied with just one hammer); the face should be flat and smooth.   A square face is best as it is needed for the fullering technique, and the edges should be rounded but not have a large bevel.  The cross pein should be very blunt – it should push and shape the metal, not cut.  A sharp cross pein would only be used for texturing (such as when making a leaf).  Handle length is a matter of personal preference – but holding the hammer loosely is not; holding it tightly when the blow is struck will transfer the impact vibration up your arm and you will soon develop soreness or tendonitis. Once the taper is drawn, out the eye was rounded out on the horn and the taper was formed into a hook on the horn.    


     The next weld David demonstrated was the Celery weld.  This weld gets its name from the shape of the outer piece prior to welding.  David used to complete a loop handle on the flux spoon from the first demo.  This weld is straightforward; the end of the bar is flared so it is fairly thin, then the end is curled so it looks like the end of a celery stalk.  The bar is heated and looped around so the “C” of the celery wraps around the shaft to form the handle.  The weld area is then heated and fluxed, then brought out and the weld completed with the hammer.  This was the weld that refused to ‘take’ the first time.   David used this as an opportunity to point out some of the things that might interfere with welding success.  He mentioned that the fire might have hollowed and be an oxidizing fire, and occasionally you may run across steel that has spots that don’t like to weld, possibly due to localized impurities.   David mentioned that Borax flows better than the EZ weld and sometimes will flush impurities out; he tried Borax flux and the weld took. He then heated the center of the bar and twisted it to properly align the spoon with the handle and stressed the importance of an even heat when doing a twist – although round stock, the uneven twisting effect of uneven heat will not be noticeable.


     David next demonstrated how chain is made.  Generally round stock is used for chain; for a three-inch link an 8-inch piece is used.  First the piece is heated in the middle and bent to form a “U” shape, and then the two ends are scarfed at a 45-degree angle with the thin portions toward each other.  
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entirety. The rod is upset (made thicker by hitting the end) so it is slightly wider than the hole.  If the middle of the rod needs to be upset – heat the middle and hit on the end – the hot section will be upset – but remember to check the bar for straightness on the anvil after it has been upset.   The hole in the block heated and the hole widened by using a tapered punch and then the bar is driven into the hole.  If the block is to be on the end leave a little bit of the rod sticking out.  The assembly is not heated for welding; have the slot up so flux can run down into the weld area.  When welding heat is reached, the piece is taken out and placed with the slot to one side and hit to set the weld.  Once the weld is set all sides can be struck.  If you are making a decorative multi- faceted ball, the corners can be struck with the opposite corner on the anvil to form two facets at once – but the heat must be even to get uniform deformation.
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     Because of its shape the angle piece cannot easily be turned in the fire so you have to let the heat build slowly to avoid burning the thinner scarf.   This weld will require choreography; the two pieces are brought to the anvil, the angle piece is laid on the anvil and the eared piece is used to hold it in place.  The hand that was holding the tongs for the angle piece drops them and grabs the hammer and taps the joint to tack the weld then harder blows to complete the weld.  
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     Once the weld is solid, the angles and shape can be adjusted as desired.


     The last weld David demonstrated was the Collar weld - used to attach a large object to a rod.  A hole is drilled through the block the diameter of the rod, and a slot is cut from one side of the block into the hole that was drilled.  This slot will provide a place for flux and impurities to go during the welding process and allow for expansion so that the weld is closed around the 
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     The last helpful tidbit of information is that when you shutdown in addition to turning off the blower, you should use the rake to pull the good coke and coal away to cool so it will be there and ready for your next smithing session.    





2





        3





   4





It’s not very often that I reproduce something from another blacksmithing group’s Newsletter to our Newsletter but this article written by Martin Lyon in The Hot Iron Sparkle (the newsletter of the North Carolina Chapter of ABANA) –1st quarter-2011-Jan/Feb/Mar. was so interesting to me that I thought that ODBSA membership would enjoy it also. 





  Interview with Peter Ross


                By Marty Lyon


 (Sec. NC ABANA and Editor of The Hot Iron Sparkle)


---------We have Marty’s permission to reproduce ------





      We had several meetings at Peter Ross' shop where he discussed working with iron and the various processes for making iron and steel. I thought the audience was really interested with the topic. Consequently, I went to Peter's shop and interviewed him to find out a little of what he knows about iron. I didn't think up enough questions so I have augmented some of the interview with a little research. My source for this research was pretty much confined to Wikipedia on the Internet.


Peter makes reproductions of 18th century hardware, tools, locks, and utensils for clients who want items of the colonial era. Many of his customers are willing to pay the 50% premium to have Peter use wrought iron instead of low carbon steel.


Editor: I was wondering where blacksmiths in colonial America got their iron. Did they smelt iron ore themselves?
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Peter: In the period before 1800, a tremendous amount of iron was smelted in the colonies. Almost every one of the colonies had supplies of iron ore and became producers and exporters of iron. I don't see much evidence that blacksmiths would smelt iron themselves. Blacksmiths made their own charcoal but smelting iron was a specialized skill. There were plenty of blast furnaces around to make cast iron with secondary processes to make wrought iron. By the time of the Revolutionary War, iron production in the colonies exceeded the output of England. Two forms of iron were sold: one form was cast iron pigs for products like kettles, andirons, and wagon wheel bearings. The other form was wrought iron bar. In the 1700s and 1800s wrought iron was hammered, not rolled, so there was flat, rectangular, and square bar, but not round.


Editor: What can you tell me about iron production?


A little research first: Iron ore exists naturally (most abundant material on earth) and is in the form of iron oxide (iron chemically bound with oxygen). It has plenty of other chemically bound compounds, foremost of which are silicates. But, there are other impurities like sulfur and phosphorous. The earliest production method, dating back about 3000 years used a bloomery. A bloomery is a lined furnace with pipes called tuyeres for the natural or forced (with bellows) addition of air. The bloomery burned charcoal to heat the iron ore. Charcoal was also used as a pure source of carbon, which entered into chemical reactions to strip the iron ore of its oxygen. The carbon and oxygen exited as carbon dioxide. The reaction was never hot enough to actually melt the iron ore but some of the impurities, called slag, did melt and ran out of the furnace. Because the iron did not actually melt into a liquid phase, the carbon did not diffuse into the iron. Iron from a bloomery did not contain carbon. When the process was complete, the iron was removed from the furnace in the form of a bloom, which was a porous mass of iron and the remaining slag. This slag, mostly a compound of silicon and oxygen and other impurities filled the voids in the iron. Afterwards, the bloom was reheated and hammered to drive out most of the molten slag. The resulting product would be hammered into a bar of wrought iron. What is important to note is that not all of the slag is removed and filaments of this material remain within the iron bar. These filaments form a grain in the wrought iron. This grain gives wrought iron similar characteristics to the grain in wood. Like working in wood, working wrought iron requires one to strongly consider this grain. This grain does not exist in steel made today.


           A bloomery makes a relatively low volume of iron. Early bloomeys produced about 1kg.. to 15 kg. per batch. Later, when water wheels were used to power the bellows, a maximum of 300 kg. were produced with each batch.


     The blast furnace, around during colonial times, supplanted the bloomery because it could produce large volumes of product. There are some indications that the Chinese had blast furnaces about 7000 years ago. The blast furnace does not make a useful product. It's output is a material called pig iron. Because it operates at temperatures high enough to melt the ore, it produces iron with dissolved carbon. The carbon content can as high as 6%. This material is much too brittle for use. Pig iron is further refined to make cast iron (2.5% to 4% carbon), wrought iron, or, today to make steel. In the blast furnace, iron ore, fuel (charcoal until the early 18th century, now coke), and limestone (calcium carbonate) are added to the top of the furnace. As the material falls down through the furnace it is heated until it melts to a 


liquid. Air is forced into the bottom and rises through the material. When the molten material reaches the bottom, it





consists of slag and pig iron (pure iron with dissolved carbon). ). The limestone has converted the slag to a liquid material that is heavier than the pig iron so sits below. This separation allows the pig iron to be drawn off leaving most of the slag behind. Besides large carbon content, pig iron also has fairly high silicon content (up to 3%). Wrought iron from pig iron made in a blast furnace still contained slag. Actually, the slag was desirable or even necessary, as pure iron was not strong enough to be very useful. You either wanted steel, or iron with slag included. The pig iron can be reheated and mixed with scrap iron to lower the carbon content to become cast iron. Impurities such as sulfur and phosphorous are also reduced in this process. Pig iron was also further refined to make wrought iron in a process that heated up the pig iron with air. The oxygen in the air combined with the dissolved carbon to make carbon dioxide. The first main process for this was done in what was called a Finery forge. Here, charcoal was used to remelt the pig iron. The resulting, carbon free product was removed as a bloom, much like the product from a bloomery. In fact, the bloom was similar: porous iron with slag within the pores. It was handled in the same way, heating and hammered to produce a bar with filaments of slag. In the latter 18th century, the Finery forge was replaced with a process called Puddling. In the Finery process you did not dare use coke or coal to melt the pig iron because the impurities in the coke or coal would become part of the iron. The puddling process used what is called a reverberatory furnace. Here, the fuel and the material to be heated, or melted, did not come into contact with each other. The fuel produced hot gases and radiant energy. Thus, coke or coal could be used in the puddling process - a much more economical process.


     The result was large puddle balls, which were hammered out to redistribute the slag and form the wrought iron bars – much like the blooms from a bloomery or finery forge. The puddle furnace was used until it was replaced by the Bessemer process. The Eiffel Tower was made of “puddle iron”. The Bessemer process could have resulted in cheap wrought iron, but instead, it was such an economic improvement, it made it possible to make cheap steel. If you had cheap steel, you did not need cheap wrought iron. The Bessemer converter was placed right next to the blast furnace and took it's output of molten pig


iron. The equipment consisted of a crucible lined with refractory material. Air was pumped in at high volume. The pig iron was oxidized at temperatures high enough so that all impurities and carbon and silicon were converted to their oxides and left as vapor or solid slag. The oxidizing reactions added to the heat keeping the batch molten. Measured amounts of carbon and other alloying materials, like manganese, silicon, and vanadium were added back to make steel of the desired carbon content and with the desired properties. The great economic advantage of the Bessemer converter is the speed of the process. Steel made from the Bessemer converter costs about one sixth as much as when made from previous processes. Now, even the Bessemer process is obsolete. It was replaced with the electric arc furnace.


Editor: Back to my discussion with Peter about iron was produced. Remember, I asked Peter about iron production.


Peter: A bloomery is a smaller alternative to the blast furnace. They are thousands of years old and some were still commercially operated well into the 20th century. I know people near Brasstown whose grandparents ran bloomeries to make a little extra money during the depression. Upper New York State was a tremendous area for Bloomeries – also working well into the 20th century.
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Editor: Why was pure iron (without the slag) not made and used?


Peter: The processes of the time could never get the slag out because the batch of iron ore would never become molten. Later on, the blast furnace, which makes pig iron, could get the batch molten because the addition of carbon lowers the melting point. Furnaces and bloomeries were not capable of separating out pure iron because the batch is mixed in with the fuel. Now we can make pure iron if we wish, but wrought iron (containing slag) and steel is much stronger than pure iron. Pure iron is made today and used in such industries as electronics and the electrical industries. The core material in transformers, motors, and electrical generators are iron. They don’t have to be structurally strong just magnetic.


Editor: Steel has existed for quite a while. How was it made? Did it have slag like wrought iron?


Peter: Most modern steel does not have slag but older steel did. Going back to the 1700s, there were three basic qualities of steel. The lowest quality was Blister Steel. This was made of wrought iron that was carburized by packing it with layers of charcoal and baking in a furnace in an oxygen free environment. The process was also called Cementation and it described how you add the carbon to the iron, through packing and heating, not through melting. The iron did not get molten, just quite hot. Carbonization does not remove the slag. The drawback of blister steel was it did not have even quantities of carbon throughout the bar. Essentially, it absorbed carbon on the surface like today’s case hardening process. Structures of Blister steel can be found dating back a couple of thousand of years ago. It can be found in columns in the Greek Parthenon. The next best quality of steel was called shear steel. This started as blister steel, but the rods were cut up and welded back together. This is similar to making a Damascus billet. And like Damascus, the billet was drawn out again. If this process was repeated, it was called double shear. This method of making steel was particularly popular in England. In the mid 1700s a process called cast steel was used. Blister steel was put into a crucible and melted. Once molten, the ingredients would mix equally throughout making the carbon content uniform. The steel was poured into an ingot mold to cool. The ingot would be hammered or rolled out into a bar. Ironically, in the 18th century, steel was considered to be a purer form of iron. It was thought something was taken away from iron to make steel. Actually, it is the reverse as carbon is added.


Editor: Why couldn’t steel be made directly in a blast furnace? Why not just try to make pig iron with lower carbon content to begin with?


Peter: In the open blast furnace it was not possible to accurately control the carbon content. Also, it was difficult to know the characteristics of the product you made. With the materials of the day, it would have been difficult to even do a spark test. Therefore, it was easier to just remove all of the carbon from pig iron than to try to control the carbon content. There was very little demand for steel, in volume, due to the extra cost of conversion. Probably 98% of iron ore was made into cast iron or wrought iron. Steel was used mostly for tools – anything requiring a sharp edge. It also was used for its abrasion resistance and in making springs. Early firearms used very little steel. In a flintlock, there are two steel springs and the face of the frizzen is steel. Barrels were made of iron, not steel. During the second half of the 18th century the Bessemer Conversion process allowed steel to be made more economically. The process started with pig iron. This process allowed the slag to be removed and the amount of carbon removed from the pig iron to be controlled. The carbon content could be judged by the appearance of the flame issuing





 from the converter. The Bessemer process was mostly used to make high volumes of relatively low carbon steel for construction purposes. High-grade tool steel still was made using the cast steel process. The Bessemer converter still starts with pig iron. It could stand right next to a blast furnace so the pig iron from the blast furnace could be dumped right into the Bessemer converter. A main improvement of the Bessemer converter was that the slag found in wrought iron and early steel was not present in the final product. The Bessemer process was able to melt the material and the freed slag would rise to the top of the batch where it could be mechanically removed. Actually, the blast furnace removed nearly all of the slag. What is left winds up in the wrought iron, but is still a small percentage of what was in the ore originally.


Editor: How could you improve the quality of the iron?


Peter: Wrought iron has included slag filaments in it. The bloom of wrought iron, from a bloomery is a ball about one foot in diameter of iron and bubbles of slag. When you take that big ball out of the bloomery and roll or hammer it into a long bar, say 1” square, all the bubbles of slag get stretched out in length to become filaments. In some batches of iron, you could get bigger pockets of slag. One of the ways to make a better grade of iron was to make the pockets of slag uniform in size and distributed evenly throughout the bar. You could use the process similar to improving blister steel: cutting, stacking, and welding and drawing out again. This was done well into the 20th century. The first run was sometimes called muck bar or direct rolled. Then you could have a single, double, or even triple refined iron, each describing a bar that had gone through cutting, stacking, welding and drawing out once, twice, or three times. The better iron worked more predictably and lessened the chance of the bar splitting open at one of those slag pockets. Of course, the more you refined the bar, the more the iron bar cost.


Editor: Today, can you tell the grade of iron just by looking at the grain?


Peter: I tell by working it. If I see a bar lying in the scrap yard, I can't tell how good it is. There are a couple of tests though. You can cut or saw it halfway through then break or bend it cold and see how it tears. You look to see whether the fibers of the slag stick out.


You can also work it hot by punching a hole near the end and seeing if it tears, you are looking to see if the stress of punching and stretching will make it tear. If you feel that you have layers of poorly distributed slag, you can rectify that by doing what is done to refine iron, namely: fold, weld, and draw out the bar several times. There are two other conditions that can affect the quality of iron: One is a hot shut and the other a cold shut.


A hot shut is a condition where there is too much sulfur in the bar (perhaps the bar was made of high sulfur scrap). When you work the bar hot, it tends to crack. A cold shut is just the reverse; it cracks when you work it cold. This is caused by too high a phosphorous content. You can't do anything about those two conditions.


Editor: Please describe the wrought iron bar you find today


Peter: It varies tremendously. Because there is such a limited supply of iron, it forces you to be less and less particular. Because a lot of iron made in the first half of the 20th century was manufactured for its corrosion resistance (for fire escapes, water tower strapping, and silo hoops) manufactures were not too concerned about how it would forge. You could buy hot shut or cold shut iron much cheaper. So, if you were not concerned with forging, that would be what you would buy. Today, this describes a lot of the iron you find.                               Con’t on next page





Editor: What are your sources of iron?


Peter: I look around to find people who have salvaged something.


Editor: Do you try to find out what has been salvaged?


Peter: No I don’t, because I do not find much of a correlation between what was salvaged and the quality of the iron. For example, some say wagon tires are a good source of iron. Some of this iron is exceptionally good and some exceptionally bad. Some is not even iron, but steel.


Editor: How far back was iron recycled – adding old new iron to new a new batch?


Peter: As far back as the end of the 18th century when the puddling furnace was built. You could throw in cast or wrought iron and it reduces the batch to wrought iron. It decarburizes the batch. It uses the same principle as the Bessemer converter except it is built differently. One of the fascinating points about the puddling furnace is that the pig iron melts at about 2500 deg. F, but as the carbon is drawn off, the melting point increases so the batch solidifies into a semi-solid lump. You can pull the lump out of the furnace with a pair of tongs and it can be hammered and drawn out. Another way to recycle scrap was to pile up scrap bar, heat it to a welding temperature and weld it together under a big hammer. That was the normal way to make big forgings such as anchors and crankshafts for steam engines. Recycled iron is part of the dilemma of purchasing iron. It could have been made of scrap and that scrap determines the quality of the iron. For example, I have used wrought iron that worked beautifully but had one corner that was something else, perhaps steel that was welded in.


Editor: Can you use the same techniques working with wrought iron as you work with steel?


Peter: The slag is a drawback because when you have grain in the material, like wrought iron it no longer has the same characteristics in all directions and it is difficult to machine. You have to think about it like a piece of wood. Wood is not as easily machinable as a material that is equally strong in all directions. Wrought iron is the same: not as strong in all directions. Working with wrought iron takes a different set of skills. Most blacksmiths today have learned their techniques around mild steel. You can't use these techniques indiscriminately with iron. For example, you


can't cut sharply across the grain to make a corner to set a shoulder. The piece will break at that spot. If you hit half off/half on your anvil with steel you can do this at the anvil's sharp edge. You can't do this with wrought iron. You must use a rounded edge.


Editor: How do you make a nice sharp right angle bend in wrought iron if you are making something like a frame?


Peter: You do that by upsetting or welding two pieces together. If you upset wrought iron too much and get even a slight hot shut at the inside corner you will lose about 2/3 of the strength at the corner. In working with steel you can get away with a lot that you can't with wrought iron. So keep a radius.


Editor: How do you draw wrought iron out to a fine point?


Peter: Heat the bar to a welding temperature, which is hotter than for mild steel. This welds the strands of iron together and the slag acts as a flux. This means that as you are drawing out to a point you are forge welding as you go along. Welding heat for wrought iron is a couple of hundred degrees hotter than for steel. The grain direction determines if you can make something out of one piece or not. For example, if you need an “L” shaped piece you will have to forge weld two pieces together. If you could cut an “L” shape out of wrought iron plate, you would have grain running the length of one leg (good) and across the other leg





(bad) of the “L”. You do much more forge welding with wrought iron. You have to weld pieces together to get the grain running in the proper direction to maintain overall strength.


Editor: Is it easier or harder to forge weld iron, do you have to worry as much about cleanliness of the fire?


Peter: You have to get the work hotter. The slag in the bar acts as a flux so you conceivably have a self fluxing material. When you get up to a welding heat, the slag is molten and covers the iron keeping oxygen away.


Editor: Do you use other flux?


Peter: Yes! Use of flux though is not universal. While most American smiths use flux, most smiths in England do not use flux even for steel. I use the same flux for wrought iron as I use for mild steel.


Editor: How does iron work cold? How is it for filing?


Peter: Iron is a lot softer than steel. You can adjust things much easier cold in wrought iron than in steel. Because it is softer it tends to bend easier. It rivets nicely too.


Editor: How do you repair a historical piece of ironwork?


Peter: Riveting, brazing, or by peening.


Editor: Is there any difference in hammer control working with iron?


Peter: Since iron is softer than steel you don't have to hit it as hard. Since it has a higher melting point, you can get it hotter without burning it up. This makes the work softer still. The challenge is that you must be more precise in your forging. For example, when drawing out a bar, I watch a lot of smiths today who are going to draw out something and make it round. They draw it out square and start rolling the bar to make it round without making it octangular first. If you do that with iron, it will split. You must draw down perfectly square. Don't let it get to be a parallelogram or rhomboid in cross section. Then hammer it to be octangular in cross section. Finally, you can hammer it round. Each step must be done very crisply. If you are sloppy in any of those steps you will cause cracks in the iron. It's often not a matter of the technique you use, but how carefully you use that technique. We haven’t talked about iron’s corrosion resistance. Iron excels at resisting rust. Iron will often last a lot longer than steel. It develops a surface rust coat that becomes quite stable. It's not that iron does not rust; it's just that it doesn't wither away to dust. It also lasts a lot longer in water. I like to use iron for exterior hardware even if it will be painted.


Editor: Why would a blacksmith want to use wrought iron today?


Peter: For most people, there is no advantage at all. It's harder to find, it's harder to determine the quality of the raw stock, and it's more technically difficult to work. But for me, making historical pieces that would have been originally made of iron it makes perfect sense.


Editor: What premium do you charge for making something out of wrought iron?


Peter: It costs about half again as much to use wrought iron, so that is what I charge my customers. It's due to the time to procure the iron. When I get it, it is rarely the right size so I have to resize the bar. Actually making the object is rarely much different. Sometimes it is actually faster making a piece of iron because it is a softer material. There is just that added cost to get it to the starting point.


Editor: Do you ever get a shipment of iron that is unusable?


Peter: Yes, but my experience working in iron allows me to salvage stock that a beginner would not be able because they know the difference. They can see the grain in the finished work. 


                                                                                 Con’t on next page





They are more discerning than the typical customer. To them, it's worth the extra cost. Many smiths may try wrought iron but do not continue with it. The biggest obstacle is that you have to relearn your technique. It's never great to hear that what you have been doing for 10 years is not good enough. But for those who really want to improve their technique, it can be a very enjoyable material because it is softer and it is beautiful to forge once you know how. But, you really have to learn how.


EDITOR’S NOTE: Lee Sauder of Lexington, Virginia has done extensive work with his homemade bloomery. He wrote an article in the July 1999 issue of ABANAs “The Anvil’s Ring”. You can see his unedited version of the article at: http://iron.wlu.edu/anvil.htm. He also has much more information on his website: � HYPERLINK "http://iron.wlu.edu/" �http://iron.wlu.edu�. I thank my wife, Frannie, for proofreading this article. She hopes that newbie blacksmiths realize that when we talk about upsetting iron that we are not discussing its emotional condition.














I am sorry to let you down on this. Should things ease up, I'll resume a regular contribution.


     Master Blacksmith/Teacher David Tucciarone is now Old Dominion Blacksmith Association Educational Director. David was the first to hold this position but at the time did not have a computer or digital camera. He now does and has agreed to provide us with how to do articles and other articles on a monthly basic. His first will be in our May’s Newsletter. We would like to thank Master Blacksmith/Teacher Dale Morse for the wonderful job that he has done while in this position.


     Old Dominion Blacksmith Association Hats and T-Shirts have been ordered with ODBSA funds instead of my own personal funds as in the past. Total order is about $400 including tax and they should be here before the Event at my home on April 23rd. Our cost for T-shirts have gone up to an average of $13 each but we will still sell them for $10 each. The hats are about the same price as before and we again will sell them for $10 each. They will be for sale at the sign in table at our Monthly Events. �Order placed:�1. (1) small�2. (3) medium�3. (5) large�4. (8) x large�5. (8) xx large�6. (1) xxx large  �7. (10) hats �Note: Something new: If you want to reserve a hat or T-shirt let me know. It must be pick up on April 23th at our Event at the Plantation Forge.�1. Donnie Montgomery--------   (1) xxx large t-shirt�2. Mike Harsch--------------------(1) hat�3. Bobby Ricketts-----------------(1) x large t-shirt





COAL:  10.99 Tons received (3 trailer loads) cost $2465.58. Profit for ODBSA is $110.42. �Members who already picked up/paid:�1.   Steven Irby---------------------------30 buckets �2.   David Tucciarone------------------- 124 buckets �3.   Michael Harsch----------------------26 buckets �4.   David Oakes--------------------------10 buckets  �5.   Marshall Ecker-----------------------10 buckets �6.   Bobby Ricketts---------------------- 30 buckets�7.   David Brown-------------------------30 buckets �8.   Bobby Floyd--------------------------134 buckets �9.   Bryan Fritts--------------------------- 60 buckets �10. Norman McKenzie-------------------60 buckets �11. Bill Roy--------------------------------10 buckets�12  Wendell Wyland----------------------10 buckets �13. David Hinshaw------------------------10 buckets�14. Gary Hatmaker------------------------10 buckets (Paid)�15. Richard Bartelt------------------------30 buckets�16. Ron Howard--------------------------  5 buckets (special pick up)�17. Johnathan Falls----------------------- 20 buckets�18. ODBSA ------------------------------- 35 buckets--- (paid with our funds). This is kept in a separate pile at my place for any future member that needs some at $ 4.00 a bucket and for any future beginner clinic/class that will given.�Total as per March 23rd---- 644 buckets taken/paid X $4.00 each bucket (33 lbs of coal) = $2576.00 �Note: Norman McKenzie, even thought he did not need anymore, said that he will help us by taking the balance of the third trailer load so that we could place this order. Say thanks to Norman for making it possible to place the last order --------that's it folks, No More Coal.


                                                                            Con’t on next page
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          Current News


                  By Bobby Floyd


     Old Dominion Blacksmith Association Cups and Mugs. We have 5 cups ($10 each) and 3 mugs ($14 each) remaining and hopefully all will be sold at our Event in April at my place. Chuck Almarez made these cups/mugs a little over 4 years ago for us and I forgot all about them. We will not order anymore.  When all are sold, I will mail Chuck a check. We made no profit on the sale of these items. Note Mary Bartelt designed the logo five years ago.  If you want to reserve either a mug or cup, let me know and you can pick it up on April 23rd at the Plantation Forge. These are collectors dream items!!!! No more made. 





�





     Part of an e-mail from Dale Morse:  I have a high level class with Tom Latane coming up in April 18th to the 22nd. The cost is $600 and I have two spaces left. I've been offering it to the SVBG membership first as some of them requested this class. All that seem interested have signed up, so you are my next person/group to offer to. Please send out the following description from Tom to your membership. I will send a couple of pictures from Tom also. People can call me directly at 434-960-9718 about the class, or email, but it will not be on my school web site unless I have to advertise through ABANA. I'll leave it open to ODBSA for a week�     You have probably heard that I have been elected president of SVBG. This, the school, my regular work, and a myriad of other things have absorbed all my time. I will write you some more articles for the newsletter, I just can't promise when or how often. �





Six new members took advantage of the one-day free beginner class/clinic that Old Dominion Blacksmith Association offer new members at the Plantation Forge in March. Two of who were not beginners but wanted to take it anyway to improve their skills and maybe teach beginners in the future.














�





Joseph Irby





March 4th





Steven Irby





�





Michael Harsch





March 10th 





All did my training program that was written up last month in our February Newsletter. They all started between 7:00 am and 8:00am and most finishing after 6:00pm. My wife Jocelyne provided breakfast biscuits and lunch. They all made a poker, fire rake, curly cues, hooks with regular twist, rope twist, alternating twist, drive in wall hook, screw or nail in hooks, leave on top, leave on bottom, leaves on both, flux spoon and many nails. They also learned how to round stock, work the fire, draw out, upset, to apply different kinds of finishes, how to make hand-forged product stand out, etc.





�





John Hite





March 19th 





The below photo is of Jonathan Falls who is not a beginner but is becoming a very accomplished blacksmith. We spent the day hammering on hot metal and learning from each other. He completed the 10-hour training class in less than 2 hours.





�





Jonathan Falls





March 24th





�





March 30th





Jonathan Falls
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Chris Lynch 





�





How ODBSA Insurance works: Only members can work on forge stations at any of our events (public or not). The area must be roped off a good safe distance from were we are forging when demonstrating to the public and only members are allowed behind the ropes. The insurance does not protect members if they are hurt. In your application you signed a waiver of liability and also when you sign in at each of our monthly Events there is a waiver of liability. No Forge Welding when public is nearby.


     We are a non-profit organization. Anyone hosting an Event that we sponsor cannot make a profit for himself/herself or any other entity or organizations.                      Con’t on next page





    Clover Hill Village Event on April Sat. April 9th: Why participate? It’s a great opportunity for us to share some of our knowledge of this craft to the public as we take turns demonstrating. This Event is held in a small-reconstructed village near Appomattox, VA. The time period is early 1860’s with re-enactors participating (General public, Yankees and Confederate). We will be demonstrating Blacksmithing from 10:00 am until about 5:00 or 6:00 pm and will be set up in front of the blacksmithing shop on the right side.�     Everyone that is helping, demonstrating or just there and wants a free pass and supper meal must be there by 9:30 am and tell me ahead of time so that Richard Bartelt can prepare your package. The ones with forge stations must have their vehicles out by 9:30 am.�Members who said that they are bringing Forge Stations:�1.    Norman McKenzie �2.    Charlie Hudson�3.    Michael Armes�4.    Bobby Floyd


Others that will be there by 9:30 am whether helping, demonstrating or not.�1.    Justin Armes           �2.    Eva Marie Brooks�3.    Ron Howard�4.    Jonathan Falls�5.    Chris Lynch


Note: coal is furnished by Clover Hill but you do need to bring your own metal, especially, if you are selling your hand-forged items made this day. I will bring a limited supply of quarter inch stock for anyone to use.


     Any member that wants to do some hands-on demonstrations will have the opportunity. We will be sharing our forges with any member that wants to demo.  It's another opportunity to learn from each other.


    Only ODBSA members are allowed to forge or be behind our roped off area. No forge welding by anyone when the public is near by. Dress in time period, if possible. Bring your own chair.  


    If you are planning on coming, helping or demonstrating and will be there by 9:30 am, please let me know now because Richard Bartelt needs everyone’s name so that he can prepare the package that contains the name tags, admission fee ticket, meal ticket, etc. Note: this includes all family members that are with you. Anyone arriving after 9:30am must pay admission fee of $10.00 and will not get a free supper meal.


     Parking for anyone that is bringing forge stations, items to sell, equipment to use, etc. will be in the near by Church parking lot if you come by 9:30am and if there is space remaining. Everyone else must park in the approved parking lot that is down the road about a mile and you will be shuttled back and forth.


    Directions: From Appomattox off Rt.460, go East on Rt.24, half a mile past National Park Entrance, turn right onto Rt. 627 (River Ridge Road) one mile to Clover Hill Village on right.











        Tom Latane’ Bio


                    By Bobby Ricketts





     Tom Latane', dedicated artist involved in woodworking, woodcarving, blacksmithing, and repousse', was born in Baltimore, MD. Tom lived in Baltimore until moving to the mid-west, near the childhood home of his wife, Catherine. Tom and Catherine settled in Pepin, Wisconsin in 1983. They have one daughter. Her passion is horses, which she keeps barefoot.


     Tom started forging odd bits of metal while in high school in 1972. He set up a mud and brick forge in his backyard in Baltimore and did woodwork in the basement. When Tom sold a small iron-bound chest he made to one of his teachers, a lifetime interest in blacksmithing as a career had begun. 


     After high school Tom went to work producing wood and ironwork for sale at local art fairs and consignment shops. Later he began making tools, lighting, and hearth equipment for Avalon Forge; a company selling Revolutionary War period implements to re-enactors.


     Over his career in blacksmithing, Tom has been impressed and influenced by the work of Samuel Yellin, the Colonial Williamsburg smiths (Peter Ross in particular) and the other smiths he’s worked with in the Patient Order of Meticulous Metalsmiths. The ‘POMM’ is a group that was formed to produce projects for ABANA conferences. 


     Tom considers himself a traditional blacksmith, but his work differs from many of the historic-period smiths; in that he is not focused on any one tradition or period. He has been guilty many times of mixing traditions.


     An interest in handmade antiques and one particular experience in high school led Tom to a lifetime interest in using traditional hand methods of metalworking and woodworking. In eleventh grade Tom approached his shop teacher for help in cutting boards from a 6" diameter cedar log to use in a small chest project he was working on. The shop teacher refused to use the shop bandsaw to saw the log. As a result, Tom’s determination grew and he constructed a small sash saw and cut the log into boards by hand with a friend. The satisfaction gained from this experience led Tom into making the hinges and nails for the chest as well.


     Although Tom enjoys and respects the traditional hand methods, he sometimes takes advantage of modern technology. He occasionally uses an oxy-propane torch to localize heat or to normalize sheet metal too large to heat in the forge. An example of this is when Tom was working on the repousse' Neptune and shell for the gate project for the Villa Terrace Decorative Arts Museum in Milwaukee. The gate was a collaborative project with Dan Nauman and Erik and Jeff Moebius.


     Tom studied jewelry and metalsmithing with John Fix at Towson State University. He also studied with Francis Whitaker at the Yellin studio, Peter Ross, Kirsten Skiles, and Håvard Bergland at his shop in Norway.


    When asked for the most interesting commissioned jobs he has accomplished, Tom recalls making half sized anvils for Tim Kris; creating a mug rack with clockwork carousel in the center; repairs to arms and armor destined for a museum in Alma, WI; making various decorative locks for use or display by collectors; and several jobs creating hardware for antique collectors in his area who built 18th century style homes. Tom believes that the job he is the most enthusiastic about at any time is the job he is going to start next which has unlimited potential and is unburdened by reality, including the restraints of time and economics.





          April Event


Old Dominion Blacksmith next monthly Event is on Saturday April 23rd at the Buttercup Plantation in Long Island, VA with Master Blacksmith Tom Latane’ as our Demonstrator.





Host: Jocelyne & Bobby Floyd (Plantation Forge)


          816 Honeybee Rd


          Long Island, VA 24569


Time: 10:00 am until at least 3:00 pm (come early if you can)


Admission Fee: $15.00 (spouse/significant other, children until 18 and host guests are free)


50/50 raffle: yes, for those that want to participate


Breakfast snack, Lunch & refreshments provided: $5.00 each person at the sign in table.





What Tom will Demonstrate: He will produce a swaged chest handle and the hardware for mounting.  In doing so he will forge a pattern and make a closed die for the center of the handle, forge an open die using the direct chasing method to produce material for the pivot eyes, show how to use a jig to shape then handle, and if time permits, show a common way to cut out escutcheons and mount the handle on a board, clinching the ends of the pivot eyes.





Note: This is a rare opportunity to see one of the best known blacksmiths in the Country that lives in Wisconsin. We could never have afforded to get him here if we had not caught him in between two of his engagements: Dale Morse’s Virginia Institute of Blacksmithing week class with Tom as the Educator and Fire on the Mountain Festival in NC where Tom is the main demonstrator.


       Tom is one of the very few professional Blacksmiths that uses a hand crank blower and no power hammer in his shop/studio, which shows me and other hobbyist smiths to make a living at this craft, excel at this craft, and be nationally & internationally known and respected, does not require power hammers, electric blowers, etc.


         My wife Jocelyne and I look forward to Catherine and Tom Latane’ spending the night at our home, the Buttercup Plantation, on the night before this Event. 





 Directions:


      From South  (Danville area) 29 North to Gretna-29 North Bus. In Gretna to traffic light. Turn right (40 east) go 10 miles to Mount Airy. Turn left on 640. Stay on 640 to 761. Turn right on 761. Stay on 761 You will see Straightstone Baptist Church keep on 761 and turn right on 3rd paved road from Church. Honeybee rd rte 639----- about 3/4 mile is the 2nd mail box on right (white #816) Turn right here. Gravel driveway is ½ mile. �      From East (Brookneal) 40 West to Cody (brick country store) at Cody- turn right on 640 and stay on 640 to dead end. Turn left on 639- When you see sign of leave Halifax county enter Pittsylvania Co. it is 1st driveway on left –white mailbox #816 –Gravel driveway is ½ mile long.�     From North (Lynchburg) 29 south to traffic light at rte24. Turn left (24 east) to 501. On 501 go south to Gladys (approx 8 miles). In Gladys at Exxon station (on your left) TURN RIGHT onto rte 761 to Long Island and cross railroad tracks and stay on 761 past Staunton river bridge for 2 to 2 and half 
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Members/Guests who have already said that they are planning on attending this Event are:


 Bobby Floyd


2.    Jocelyne Floyd�3.    Phyllis Juettner�4.    Ron Howard�5.    L.T. Skinnell�6.    Norman Mckenzie�7.    David Tucciarone�8.    Steven Irby�9.    Joseph Irby�10.  Wendell Wyland�11.  Gary Hatmaker�12.  Bill Roy�13.  Bobby Ricketts�14.  Camelia Elliott�15.  Jim Elliott�16.  Tom Harrell�17.  Val Harrell�18.  David Oakes�19.  Jonathan Falls                                                             �20.  Chris Lynch


21.  Noelle Lynch�22.  Ted Crockett�23.  Mike Harsch


      24.  Tom Latane’�      25.  Catherine Latane’


      26.  David Hinshaw�Note: It is imperative that you tell me in advance if you are coming because a meal will be provided by my wife Jocelyne and friends. I realize that some of you do not know until the last minite but still we need to know by Thursday April 21st. The ones that said "maybe" on the sign in sheet or Facebook are never counted. As always, if you are listed and cannot make it, let me know.











Menu for April 23rd Event at the Buttercup Plantation


                 Prepared by Jocelyne Floyd


Breakfast: sausage biscuits, blueberry muffins, and coffee





Lunch: fried chicken wings, ham, roast beef, pasta shrimp salad (Bill Roy’s favorite), potato salad, 3 bean salad, Canadian cole slaw (my favorite), rolls, brownies, cookies and various beverages.





All to be served in the screened in back porch of the historic 1825 Cookhouse.


     Breakfast -- you need to come early --before 10:00 am


     Lunch is at noon. 








Note: The Restroom for the ladies is on the left side when entering the Sunroom of the Manor House and the gentlemen’s restroom is inside the Cookhouse.





  PLIGHT OF THE ANVIL


                        By Wendell Wyland


    


      I await my master's arrival each morning. He enters the smithy and begins his day by tending to the fire. He rakes back the coal and discards the clinkers. He places tender in the fire pot and lights a fire. He waits for the heat to build and slowly rakes in the coal. He starts to pump the bellows to bring forth the heat from the coal. He selects his wrought iron and places it in the forge. He watches and waits for the iron to reach the desired heat and he comes toward me with hot iron held in tongs and grabs his hammer and places the hot iron upon me and begins to beat the hot iron upon me. What did I do to deserve such harsh treatment? I am always at my appointed place. I never flinch when he commences to wail upon me. I admit I do protest with my ringing.


     What have I done to deserve such barbaric treatment? I admit I defy my master by never yielding to his blows. I always remain steadfast while the hot iron yields to his will. I hate that hammer. He deliberately misses the hot iron to torment me. That is when I ring the loudest protest to my master's abuse. I am determined to never bend under his blows and always show the hot iron the hardness of my constitution. Again, what have I done to deserve to be beaten mercilessly day in and day out? I never touched the master's wife. Although, I did soil her dress once when she brushed up against me. That was not my fault, I never moved from my assigned spot. I think the master became jealous because she admired my hardness and endurance. Such is the plight of the anvil. To endure all abuse and never yield to the will of others. How many wives wish their husbands could be anvils. 


Note:  Wendell's Plight of the Anvil article has staying power because now we will always think differently about our anvils. Good job my friend; you do have an extraordinary talent! 





6. Noelle Lynch


7.





Chris and Jonathan are partners in their new business adventure, the Old Moneta Iron Works in Moneta, VA. Their plan is simple, to keep their day jobs for about two years and not go into debt while building up their blacksmithing business and improve on their blacksmithing skills. I believe these two men, who have been friends since grade school, have a real chance of making it in this craft. Why: their location near Smith Mountain lake where the growth of new expensive homes is still on the rise, the old building that their studio is in is owned by Jonathan’s father, and from what I’ve been told, Chris’ wife Noelle keeps them both in line and does the office work for them that frees them up to concentrate only on forging and they’re not afraid to put the time in to make it happen. 


    Jonathan has been involved in blacksmithing since he got his first forge, blower, anvil, pole vise, etc around 13 years old, pulled six years in the Army with 2 tours in Iraq and got out last year. Starting in February of this year he has been helping Chris learn this craft and has done a great job because Chris forging skills are as good as the top 10% of our membership. He completed the beginner’s clinic that I give in a little over two hours. Jonathan’s skill level is better than mine and is in the top 3 % of our non-professional membership. He has an eye and understanding of how thing are made. An example is: The Colonial chandelier that Ken Schartz(the Master Blacksmith and manager of Colonial Williamsburg blacksmithing shop) made last year as part of a demonstration to ODBSA. Jonathan was able to replicate it almost exactly at my shop yesterday in about a two hour period.  


   Yesterday, their Android’ or something similar was going off at least every hour with news of business cards ordered, business permit approved, etc. They will have a booth at the Sedalia Center Celtic Festival April 16th and our Event at Clover Hill on April 9th where they will also demonstrate.


    They are the new young blood professionals that will keep this craft alive!  Any craft shows in our area that they could go to let me know.
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Thanks go out to some of ODBSA members for helping out the Jacksonville Center for the Arts in Floyd, VA. It’s my understanding that they were able to retrieve three pick-up loads of coal that was donated to JAX by someone that had it in her basement in north Roanoke. Ron Ferguson & John Riddle helped in this process. Others who did volunteer to help with loading and unloading were Dillard Frazier and William Finley. Dillard Frazier told me that he is still going to practice at the blacksmithing shop at the JAX and clean up the place as promised. I have also been told by the Center that April Young has made numerous visits to clean up the studio also. Way to go guys/gals, you are keeping your promise to me.  Thanks.





Member Richard Bartelt is a volunteer blacksmith at Clover Hill Village near Appomattox and on March 25th demonstrated to a group of students (50) from Richmond, VA. Oh yeah, thanks for doing the Administrators job at our last Event. 
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miles and take first paved road on left Honeybee rd/hwy 639 and go about 3/4 mile (White box # 816) Turn Right. Gravel driveway is ½ mile. �    From West using Rte 40 Stay on 40 east until 10 miles past Gretna to Mt Airy. Turn left on 640 and stay until 761- turn right on 761 and stay on 761 (you will see Straightstone Baptist church) keep on 761 to the 3 rd paved road on the right. Turn right onto rte 639 Honeybee Rd. Our driveway is at the 2nd mailbox on right (white box #816). Gravel driveway is ½ long
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                                                               ODBSA May’s Event


                                “From the Notes of Francis Whitaker"





The Saturday May 14th Event that was scheduled for Stuart at Gary Birkett’s shop/studio has been changed to David Tucciarone’s shop in Rustburg. Gary has been ill for a while but is feeling better as of late and still wanted to have it there but I thought it better if we were not to impose upon someone that has not been in top form in recent times because I know how much is involved in preparing and hosting one of these Events. We wish Gary Birkett the best, a speedy recovery and a very special thank you for offering to host one of our Events at his studio in Stuart, VA-- Maybe next year. 





“From the Notes of Francis Whitaker" is the title of the May 14th ODBSA Event. I asked David Tucciarone if he could use his notes that he took while taking classes with Francis Whitaker years ago and talk some about this great Master Blacksmith/Teacher and demonstrate some of the things that he learned from him. After David finishes his presentation after 3:00pm, he again is offering a training section for any member that wants to learn how he makes his type of leaves; all under his supervision as you try it yourself in his training studio. 











�





The above photo is of the five ODBSA members who stayed to learn or improve their forge welding ability under the watchful eye of Master Blacksmith David Tucciarone after giving his daylong demonstration/presentation on the subject. David has two complete forge stations set up to teach blacksmithing at any level. Just give him a call if interested. Prices of his small blacksmithing classes do vary.  


A lot of photos of the Forge Welding Event are on our Web site at the bottom of the Current News page; they were taken by Bobby Ricketts, Camellia Elliott, Bill Roy & Bobby Floyd. 








