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     The third project using the same size metal (but it was cut into two sections), we put a scarf on both pieces and welded them together. We used the team approach. One person would hold the pieces together and another hammered them together. 


    The fourth situation was using 3/8” rounded stock cut to about 6” long to make a chain link. The objective was to work with different stock, use tongs this time, work on the anvil horn and make another weld.


  The next two exercises were not forge welds. We made nails and a flux spoon. The purpose was to learn to draw out to a point, drawing out a thick piece of metal, how to use the hardy cutter, upsetting, when to hit hard and soft, when you need really high heat and not, hammer control, size of hammers, horn use, fullering with a tool, working with wood and the effects of vibrations on metal.


   The highlights of the day were: Bob made as good a weld as anyone when he made the chain link. One of Mark’s 2 ½” nails was perfect (the head was rose headed, thin, and centered).  Mark, also made an excellent flux spoon about 1 ½’ long, with a little twist just before the spoon. Except for their first attempt at a weld they made them all on the first try. Were there some flaws in most of our weld? Yes, and even had some with burns but they were welds “that held” and with practice, we all will get better.       The welding techniques, used this day, are probably not accepted by a lot of smiths but for first timers and myself, it did and does work most of the time.


     The procedures used: White heat in the fire toward the top, metal needed to be high yellow before putting borax all over the area, slow heat the metal, turning it occasionally until it started to have a few “starburst” coming up and then count to ten, remove the metal from fire and, if it is sparking some, rapidly flip it once to remove flux, just as quickly put it on anvil and hit it firmly, but not hard, one to three times and immediately put more flux on it in the fire and reheat until forging temperature is reached again. This time when forge welding, hammer all around the heated area and try to complete the weld. With practice you can forge weld in one heat.


     If you get a lot of starburst, you have probably just burned your metal a lot and it is no good because it was “cooked” too much. Do not hesitate, at any stage, when metal is removed from the fire for a forge weld, they say with small stock and proper welding heat, you have only 3 or 4 seconds to make the weld happen.


     It is best not to have any sparks because you are burning your





metal but I have found for myself and beginners this is easier to recognize than poking a hole in the coke and looking into the fire for the flow of something, besides it not good for your eyes.


    Two negative lessons learned: Hot dark metal burns skin. Right Mark? Mark did appreciate the ice in his drink bag.  And when you have a very narrow neck spoon, it will likely vibrate off when hammering the other end of the handle. Right Bob? The very surprised look on Bob’s face when the spoon handle broke and fell to the earth was worth a million.


     As far as making most of our forge welds this day, “maybe we all held our tongues right.”------- Next time, who knows! ------ I have been told if you think about forge welding, as something “fun to do,” you will make them successfully.


     Now that Bob and Mark know as much about forging as I do, I have no clue what we will do at our next session.


     Note: If any of you want to spend a day learning some basics with me, or if some of you who want to teach an old dog (me) new tricks (as far a blacksmithing is concerned) let me know. I would like to thank my wife Jocelyne for furnishing Mark, Bob and myself with some delicious homemade ham/sausage biscuits in the morning; large homemade hoagie and lemonade for lunch and also, for the hot dogs and fries for our late dinner. 


      


       


   


 








     The screw categories can be divided into seven different sections. The main one for dating is what we, in the United States, call the wood screw but a more appropriate name for this report will be the screw- nail.  The screw nail is made of metal and it holds two pieces of wood together or holds something to a piece of wood. The second is the screw bolt and will be defined as threaded piece of metal with a nut to tighten it to something. The third is the precision screw. The fourth is a screw that holds pieces of metal together.  The fifth is the wood screw, a screw made of wood. The sixth is the Roberson screw. The seventh is the Philips screw.
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about sharing.





* Colonial Williamsburg Journeyman Blacksmith Shelton Browder to demonstrate for ODBSA at L.T. Skinnell's Otter Hill Forge on September 8, 2007. I had previously tried to get Shel to demonstrate for ODBSA but he was doing a three-day event for the Fort Vancouver Trades Guild in Washington State on the date we wanted. If you enjoy "traditional blacksmithing", as I do, you don't want to miss Shel's demo. I have witnessed Shel's great blacksmithing skills in Staunton last year and his preferred hammer size is 4 pounds. Yes, four pounds. 





* Members /Guests who are planning on attending our next event in Bedford, Virginia at L.T. Skinnell's Otter Hill Forge with Colonial Williamsburg Journeyman Blacksmith Shelton Browder as our demonstrator on Saturday August 4, 2007: David Tucciarone, Glen Bryant, Bobby Floyd, Wendell Wyland, Reo Garrett, Charlie Boothe, Missy Coates, Wally Coates,  Mark Kinsley, Bob Saxon, L.T. Skinnell,  George Juettner, Diane Brzeski, Tom Harrell, Val Harrell, Eric Bourhill, Layton Bourhill, Jerry Jones, Garry Godfrey,     It is "imperative" that you  let me know if you are planning on attending this event and if you are bringing a guest because Barbara Skinnell is preparing lunch for us. You can contact me at � HYPERLINK "mailto:va18@hot.com" �va18@hot.com� or 434-335-5621

















      








* Glen Bryant & L.T. Skinnell just returned for a weeklong class with Master Blacksmith Jerry Darrell at John C Campbell Folk Art School in North Carolina.





* Reverend Bryan Sheehan, an ODBSA member, was not able to attend our event in August because he was doing some missionary work in Kenya, Africa. We all look forward to him telling us about his adventures at the next event in September at L.T’s shop/studio.





* Articles wanted for Newsletter: Any ODBSA member that would like to write an article is more than welcome to do so.  I am trying not to duplicate articles from other ABANA affiliates. Other blacksmiths who receive numerous Newsletters from other affiliates have asked this of me because they say that a lot of these Newsletters have the same articles and information in them. 





               Unbelievably Hot Day in Rustburg, Virginia on August 4, 2007


                                                       


Photo was taken outside under the trees near David Tucciarone’s Sunrise Forge of the Old Dominion Blacksmith Association members in attendance on this very hot and very humid day at 12:15 pm. 





First Row Left to Right: Jerry Jones, Layton Bourhill, Gerald  Boggs, George Juettner, David Tucciarone, Bobby Floyd, Andy Hasty, Missy Coates, Carrie Boothe, Wally Coates  and Tom Harrell.





Second Row Left to Right: Charlie Boothe, Eric Bourhill, Bob Saxon, Charlie Hanks, Garry Godfrey, Glen Bryant, Reo Garrett, Diane Brzeski, L.T. Skinnell, Bettina Wehner, Mark Kinsley, Wendell Wyland, Val Harrell and Jeff Shelton.





     The screw-nail, up to this time period had “mostly” been made by hand and was part of a cottage industry in England. The Blacksmith made the heads, all given to the grinder and his family who cut the slot or nick into the head with a hacksaw, then the thread was made with a file or crude lath. The result was a shallow thread, imperfect and very expensive.


     Did Blacksmiths and other Smiths make the screw when needed? Yes, with the help of the file and hack saw. Most that I have seen have points and the thread was not very deep.


     The catalyst that created the need for more screw-nails was the production of the cast iron butt hinge (ca.1775) in England 


     Astonishingly, at about the same time in England a technique for manufacturing better, and cheaper screws was patented. Three phases of production were: (1) while the forged blank of wrought iron was held in a rotating spindle, the countersunk head was shaped with a file, (2) with the spindle stopped, a revolving saw blade cut a slot into the head, (3) the blank was placed in a second spindle and the thread was cut. These first machine made screws that did not have points, as did the hand made ones. Over the next 50 plus years many changes were made in the production but only until 1846 when an American named Thomas J Sloan patented a machine that was used by the American Screw Company that would finally make the screw with a point.    


      A great clue is: as you know the date when the new product immediately replaced the old product and the old product was not used again. The screw is nearest to this definition of a great clue that I have found.


      This item is one o f the easiest and most reliable identifiable factors that one has in his or her arsenal of tools for estimating a more reliable date of its origin and the piece that it holds.


    Look to see if some of the slots cut in the head of the screws are somewhat off center to the head. If so, this could date it prior to 1856 when the machines to make the screw were finally beginning to center the cut in the head for the screwdriver    


     When looking at a screw head embedded into a piece of wood one can sometimes be deceived in thinking the slot is off center because the wood will sometimes encompass the edge of head making the slot look off center. Once, when I was almost ready to purchase an antique primitive flour bin that had all the signs of age and was dated by the owner as ca 1830 because that is when the flourmill was built that it came from. Of the nine screws holding the hinges, the manager of the antique store and I verified that three looked truly off center. The manager of the antique shop, upon my request, agreed to remove the screws for me. All three screws, once removed, showed the slots to beat the center of the head and also had points on the threaded end (another dating factor). This box was probably built after 1856 because the hinges showed no sign of having been replaced, center slots of screw heads and points on all the screws   


     Remember this: not all the slots prior to 1856 were off center because the objective of a person making the screw was to center it. A hacksaw (it is said) made the early slot in the screw heads and if you have ever tried to make a slot in the center of a screw head you know how difficult this is to center it. Later the early manufacturing processes did not always center it either.    





     The most easily recognizable part of the screw dating is: “does the screw have a point”? If so, unless hand made, it will date not before 1846. A machine was finally made and utilized by the American Screw Company that is said to have immediately replaced the early machine made screws with no point because of the cost of producing the new screws was a dramatic savings and also the ease to which the screw could be embedded compared to the old time consuming method of drilling a hole first to start the no point screw. Therefore the cost of the screw to the public was dramatically reduced and the ease of use is said to have had an “ immediate change” to its use.


    A machine to make points and near perfect slots in the head was not invented for 10 more years in 1856. So you have a period in which you would have points and maybe the slots in the heads were off center.


    Can this knowledge help you save money? Maybe. Case in point: while antiquing near Richmond, Virginia, I ran across a very good condition primitive “harness stitcher horse” (a sit down workbench with a foot-operated clamp for holding leather so one could stitch it.). Boy did I want it! But the price was way up there. The antique dealer was someone that I trusted completely having dealt with him many times before. When asked why he had dated it ca.1830 he explained the pegs, joints and etc. suggested to him the date. After we removed the screws from a hinge, some having a little off center slots, we found old machine made ones with points. He immediately apologized before I had said anything about them; for you see, he had never inspected them but knew the significance of the dating with screws. Just as quickly he lowered his price by one third for his error. Did I buy it? Yes. Was it a good price? Who knows? The point is maybe I saved some money by understanding the screw, for you see, I wanted this apparatus so badly that I was willing to buy it even at the original asking price.


     Some places in my historic home where I found the no points on the screws and with some slots in the head not centered are all the cross and Bible door hinges, cabinet door hinges, “Carpenter” door locks, fireplaces jambs, window catches and hinges (shutter dogs) for the window shutters.


    An educated conclusion from studying all the screw-nails in my historic home is that all of them were made between the dates of 1775 and 1845. Therefore, it is more than likely that everything associated with them is also pre dates 1845.    


     As you gain knowledge on the techniques to help you approximate the date of a historic home, remember to be somewhat flexible with the dates because other variables come into play like, availability. If your home is way inland, it could be many years before you received anything new.  Everyone who understands these factors can make an educated guess. An Educated guess comes from studying everything you can find about what you see and when did it arrive in your area.


  The screw-nail is just another factor to help one identify the date of a historic home but it is strongly suggested that you combine it with other factors for verification of dates. Also, with the knowledge of other identifying factors and combining them with the screw-nail research you will be able to have a more precise date of when a historic home was built. 








     The screw nail has tremendous holding power compared to the nail and is relatively new in our history. Even though there is evidence that screws were used in body armor and in guns as early as the 1500’s, it did not seem to have been used much until 1775 when development of the mass production of the cast-iron butt hinge for doors was introduced in England. Now, the general populous could afford the hinges that at the time were hand crafted of brass or steel and were for the wealthy who could afford them. The screw-nail was needed to hold it in place because any nail used would work loose because they could not be clinched.                                                      Con’t on page 5





                ODBSA Next Event





Saturday, September 8, 2007                 �           Location: L.T. and Barbara Skinnell (Otter Hill Forge) �                            2732 Otter Hill Road                                  �                            Bedford, Virginia 24523 �                            1-540- 297-5817 �               Hosts: L.T. and Barbara Skinnell �               Time: 10:00 A.M. until 3:00 P.M. �               Refreshments: Provided by Barbara Skinnell  (donation jar)�               Lunch: 12:00 to 1:00 pm Provided by Barbara Skinnell (donation jar)��Demonstrator: Colonial Williamsburg Journeyman Blacksmith "Shelton Browder"                                                                    �                                                                                    ��Subject: Shel had asked what we would like for him to make for us on this day? I called David Tucciarone and Charlie Boothe for their suggestions. Here they are: Cupboard rat-tail hinge, shutter dogs, small trammel, a simple candleholder and a hinge with 1/2" pindle


Shel's Response:  That's a pretty good list.  It's possible to do most, if not all of those in a day.





Here’s a brief bio from Shel: 


I was born and raised in Wallace, NC and spent much of my youth working in the family hardware business and welding shop--which had an anvil and some tools. After a brief stint behind a desk, I returned to the family business and started learning traditional blacksmithing.  Becoming obsessed with ironwork, I went to Tryon Palace in Newbern, NC and started the blacksmith shop there.  I returned to the family business then decided to start my own blacksmith business.  From there I found myself at Colonial Williamsburg for a six-month internship.  That was fourteen years ago and I'm still at CW and still obsessed with old ironwork.�


Directions:�From Bedford: Take route 714 which becomes ( Falling Creek Road) 0ut past Bedford County Nursing Home and go 5.5 miles across a cement bridge. At top of hill, turn right on route 715 (Otter Hill Rd) and go 1.8 miles. 2732 on mailbox. House on left. �From Roanoke: Take third exit off 460 by-pass. Turn right on to 714 and follow directions from Bedford. If using route 24 from Roanoke use directions from Moneta. �From Lynchburg: Take first exit off 460 (just past McDonalds)Turn left on to 714 and follow directions from Bedford. �From Moneta: Follow route 122 to intersection with route 24.Turn right on to route 24 and go 5.5 miles to "T" intersection with route 43.Turn left on route 43north and go 1.2 miles just past Pecks Baptist Church. Turn right on to route 715 (Otter Hill Rd) and go 1.6 miles. House on right. 2732 on mailbox. �From Altavista: (at by-pass route 43 exit) Take route 43 north for 1.8 miles. Turn right on to route 628 and go 8.3 miles to intersection with route 43 at Mentow Baptist Church. Go right on 43 North for 1.5 miles to intersection with route 24. Turn left on route 43 North and go 3.9 miles just past Pecks Baptist Church to route 715 (Otter Hill Rd) and go 1.6 miles.2732 on mailbox. House on right. �From Yellow Branch (routes 29 & 24 intersection) Take route 24 through Evington and over Big Otter bridge for 16.5 miles. At intersection route 24 and 43 merge. Keep straight on 24 for 2.7 miles. At this intersection, 24 & 43 separate. Keep straight on 43 north for 1.2 miles just past Pecks Baptist Church. Turn right on 715 (otter Hill Rd) and go 1.6 miles. 2732 on mailbox. House on right.























































































































Directions:�From Bedford: Take route 714 which becomes ( Falling Creek Road) 0ut past Bedford County Nursing Home and go 5.5 miles across a cement bridge. At top of hill, turn right on route 715 (Otter Hill Rd) and go 1.8 miles. 2732 on mailbox. House on left. �From Roanoke: Take third exit off 460 by-pass. Turn right on to 714 and follow directions from Bedford. If using route 24 from Roanoke use directions from Moneta. �From Lynchburg: Take first exit off 460 (just past McDonalds)Turn left on to 714 and follow directions from Bedford. From Moneta: Follow route 122 to intersection with route 24.Turn right on to route 24 and go 5.5 miles to "T" intersection with route 43.Turn left on route 43north and go 1.2 miles just past Pecks Baptist Church. Turn right on to route 715 (Otter Hill Rd) and go 1.6 miles. House on right. 2732 on mailbox. �From Altavista: (at by-pass route 43 exit) Take route 43 north for 1.8 miles. Turn right on to route 628 and go 8.3 miles to intersection with route 43 at Mentow Baptist Church. Go right on 43 North for 1.5 miles to intersection with route 24. Turn left on route 43 North and go 3.9 miles just past Pecks Baptist Church to route 715 (Otter Hill Rd) and go 1.6 miles.2732 on mailbox. House on right. �From Yellow Branch (routes 29 & 24 intersection) Take route 24 through Evington and over Big Otter bridge for 16.5 miles. At intersection route 24 and 43 merge. Keep straight on 24 for 2.7 miles. At this intersection, 24 & 43 separate. Keep straight on 43 north for 1.2 miles just past Pecks Baptist Church. Turn right on 715 (otter Hill Rd) and go 1.6 miles. 2732 on mailbox. House on right.








                                            From the Internet:


The photo of Shel was taken in Madison, Georgia in 2003 at the Southeastern Regional Conference.


He demonstrated at the Frontier Culture Museum in Staunton, Virginia in 2006.


In 2006 he did a three-day demonstration in Washington State for the Fort Vancouver Trades Guild at the Fort Vancouver blacksmith shop. This was his second time demonstrating for them.





*    Our first “No Show” Demonstrator. It is my fault for trying to get what I feel is a “prima diva” of the metal smith’s world and I do apology and I will make sure this does not happen again. Maybe, I should have driven two hours away and chauffeured him to Rustburg. The first thing I did when I got home from this event was to e-mail and telephone him to see if he was ok, thinking maybe he had car trouble or was involved in an accident. He called me back around 9 PM. You as I will find it hard to believe why our scheduled demonstrator did not show for this event after having it confirmed (not tentative) and planned for over four months with numerous phone calls and e-mails, especially in the last two weeks. I’m sorry but he goes by a different drumbeat that I am used to.  


   I did feel bad for Bettina for she had previously bought this sculptor, blacksmith artwork of metal and as was anxious to meet him and see his demonstration. 


     Anyways, thanks to Master Blacksmith/Teacher David Tucciarone whose shop/studio we were at, “saved the day”. All in attendance on this super hot 96 degrees, with high humidity were able to ask David some questions and have some techniques and items made that you all were interested in knowing how to do.


   I had been under the weather most of night before and was on some medication during the day and maybe the heat and humidity affected me more than most. During the day, I had thought: “ how in this world could anyone ever want to do this craft in these conditions.” It was almost enough to turn one off of this activity. The members in attendance are the real heroes of the day. This was “real dedication” on anyone’s part to sit through such heat.


“Dedicated” Members in Attendance:


David Tucciarone


Bobby Floyd


Glen Bryant


L.T. Skinnell


Missy Coates


Wally Coates


Charlie Boothe


BettinaWehner


Reo Garrett


Wendell Wyland


Mark Kinsley


Bob Saxon


Tom Harrell


Val Harrell


George Juettner


Andy Hasty


Jeff Shelton


Garry Godfrey


Diane Brzesky


Charles Hanks


Carrie Boothe


Jerry Jones


Eric Bourhill


Gerald Boggs


Layton Bourhill


    The number of member/guest in attendance was below our 








average of 38 but this is understandable because of the time of the year and the projected heat wave. I had eight members tell me within the last week that they could not attend. I really appreciate them letting me know. We had five others who said they were coming and did not nor did they let me know. If your name is on our list to attend and you cannot, please let me know. It is important, especially if someone is preparing a meal, etc. for us.


      I would like to thank five people for going out of their way to make this event more comfortable and enjoyable for us all.  Louise Tucciarone, who had to work this day, still had prepared a great assortment of foods and many varieties of juices, tea, coffee, milk for our Refreshments; Missy and Wally Coates for bringing an extra large container of water: Wendell Wyland for more bottled water and other types of heat related drinks and especially David Tucciarone for again welcoming us to his shop/studio (the extra fan was wonderful) and stepping up to the plate for the unexpected request to demo for us. “Your willingness to share your knowledge of this craft and your teaching ability again is deeply appreciated by us all.”


   The Iron-in-the–Hat donations were: Wonderfully made copper /iron spoon by Glen Bryant was the hit of the day; David Tucciarone’s Two Punch blocks and Four Punches was wanted by all; Tom Harrell had a wonderfully made fire place poker; Bobby Floyd’s nail header from a rail road spike was something a little different; The Leaves and also the Coat Hanger by L.T. Skinnell shows us all his amazing blacksmithing skills and artistic ability; Bob Saxon and his letter opener from a rail road spike is showing us all what someone new to this craft can do and his hand forged items are much improved at each event;  I and others “loved”  Wally Coates Leaf Art even if he did use the “glue gun”; Charlie Hank’s two impressive hooks; David Tucciarone hand forged tongs and another half of one was sought after by many. 


Other items donated: Brush-Bobby Floyd; Blacksmithing CD – Missy Coates; Brush- Eric Bourhill; Leather Apron & Gloves-Bobby Floyd; used tongs-Charlie Boothe; Grinding Disc-Wendell Wyland;


 Metal: three bundles of Steel –David Tuccerone; two bundles of Steel- Jerry Jones; one bundle of steel –Charlie Boothe; Box of metal – Jerry Boggs; Box of Nails (rr spikes)- Bettina Wehner; Spikes and Clips- Bob Saxon;  Spikes and Clips-Mark Kinsley.


    One of the main objectives of the iron-in-the-hat raffle is to make money but just as important is to showcase to us all your abilities working with hot metal, so please make something for the Iron-in-the-hat. I am a guilty as most of you for not hand forging more for the iron-in-the-Hat. Lets all show off our abilities to other members by making something. 


   Remember the rules: (1) if you do not donate something to the raffle you are required to buy at least twenty dollars worth of tickets. (2) It is much easier on the pocketbook if you donate an item or items (preferably hand forged or hand made) and buy a minimum of one ticket.





* Other Blacksmithing Guilds/Associations: Some of the other groups are incorporating ODBSA ideas and articles for their own Newsletters/Web sites. This honors ODBSA. It's all 


                                                                        Con’t on Page 3





                           Current News





                          Forge Welding & The Fire


                                                                             By Bobby Floyd





    Well! On July 28, I had another interesting day with two of the most rambunctious guys with whom I have ever worked and they absorbed and used everything that was shown to them this day. 


    This was Bob Saxon and Mark Kinsley’s second time with me and it was another 12-hour fun filled session.


    Because neither one had worked much with coal nor ever tried to make a forge weld, I decided to try and teach them “my way.”  I’m sure other more qualified smiths would do it differently. 


   My home made forge is of rock with a normal fire pot, has a side draft and the air is supplied by a hand cranked blower. The coal we use is from Keystone, WV and has good BTU, low sulfur content and all the professional smiths that have used it at some of ODBSA events say it is good coal (bad coal excuse for not making a forge weld is out of the way).


    The day’s schedule went this way: Bob cleaned out the fire pot from the previous use. 1. With the rake, he pushed all green coal away from fire pot, and then put all the coke into one pile next to the pot. Care was taken not to pull the small clinkers and ash out with the coke. Today, the ash/clinkers were an inch and half thick at the bottom. Bob cleaned the pot with a shovel and by hand and threw them away. For the frugal smith, I explained, one could sift this and save some good small coke. 2. Bob and Mark next made donuts of newspaper (tightly rolling up a sheet of newspaper and rapping around your hand into a shape of a donut). This is my preferred method. They put three of these donuts on top of each other into the firepot. 3. Now we make a wick by taking a strip of paper and twisting it tightly, and after lighting it, put it into the





hole of the donuts at the bottom of the firepot. 4. Rake some coke to the sides of the donuts and turn the crank of the blower slowly to spread the fire. 5. As the paper burned, we raked more coke/coal to the top of the fire (I like a little green coal mixed in at this point). 6. Now we turned the crank of blower rapidly until the coal/coke started to blaze. 7. As the coal/coke burned, we broke it up some with the point of the rake until everything in the fire pot was “only” coke and, after bring the fire up to the point where we could see white/light yellow coke about two inches down, we were ready to start learning forge welding. 


     We now had a clean fire (just got rid of one more excuse for not making a forge weld).


     We all started out with a 3/8 inch of square mild steel about two and half foot long. Then it was heated up and folded about two inches over onto itself with a little gap for the flux and forge welded it together. The real objective of doing this kind of weld was to learn to “slow cook the metal”. This is probably not a blacksmithing phrase but I think everyone understands what it means. Because the fire will have a harder time heating between the folded piece of metal it is imperative to try to have more heat inside the metal and not just the outside. I found this really helps me when forge welding and I think we all have a tendency to heat too fast and not let it soak The second exercise was the same except we made a scarf on the folded piece. The objective was 


the same except this time, we had the thin scarf to weld without                                                                        


burning it.                                                                          


                                                                           Con’t on Page 4





                                   The Screw-Nail


This article is taken from a book in progress The Ghosts Are Talking by Bobby Floyd  (a guide for finding and interpreting clues necessary in dating of historical houses.
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