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BGOP MEETINGS
Guild meetings are held on the first and third Fridays
of each month at 7:30 P.M. at the Gulf Branch Nature
Center, 3608 North Military Road, Arlington VA
22207. Meetings are usually held in the Guild’s shop
which is located about 50 yards past the Nature
Center building on the wooded path. Occasional
Friday meetings with a speaker or video are held in
the Nature Center auditorium. Call the HOTLINE for
updates on meetings and event.

Scholarship Applications
Please send scholarship applications to Tug Tuggle
519 Morning Calm Lane, Harpers Ferry, WV 25425.

304-876-0909

Shop Rules And Etiquette
The Guild shop is available for use by members whenever
the Nature Center park is open. Shop is locked, so call
Shopmaster or a Board member for access. Follow all
safety rules. Record number of visitors on log sheet near
door.
Please observe the following rules and etiquette:
♦ Bring safety glasses and wear them. Work in a safe
manner at all times.
♦ Clean the shop before you start to work.
♦ Empty firepots and dump ash gate after each use to
minimize corrosion.
♦ Dump ashes in the ash dump outside, at the side of
the shop.
♦ Place tools back in their proper places.
♦ Dress bar ends which you have cut, to be ready for
the next user.
♦ Clean the shop before you leave, and carry out trash
which you create.
♦ Always turn out the lights and lock up when leaving.
♦ Bring your own material for personal projects. Shop
stock is for learning and practice.
♦ No alcoholic beverages on park property.

The Newsletter is mailed to members six times a year. Initial membership is $30 or three years for $60. Renewals are $20
or three years for $55. Life memberships are $300. Membership applications and renewals may be sent to the treasurer/
membership chairman, Ken Zastrow, check payable to BGOP.
ABANA affiliates may reprint portions that are not individually copyrighted, so long as credit is given to original source.
Any other publication by prior arrangement with president of BGOP. The Blacksmiths’ Guild of the Potomac, Inc, its
officers, members, and editorial staff specifically disclaim any responsibility for damages or injuries that occur as a result
of the use in any way of any information contained in this newsletter.
©2002 Blacksmiths’ Guild of the Potomac, Inc., and as copyrighted by individual contributors
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Presidents message

Shop Safety

When I originally wrote this the new year had just
started both for the rest of the world as well as BGOP.
I was late in getting it to the editor so I have a little
catching up to do. At the annual meeting, elections to
the Board of Directors were finished up and the ballots counted. We now have two new board members.
Pat McGuire and Lenny Mills. Welcome aboard
guys. Outgoing board members are Tom Coker and
Ross Sullivan. Two members who have put a lot of
hard work in the guild in the past. Let me say for myself here Thank You for all that you have done. You
did a lot to make the guild what it is today. I expect
the Guild will continue to rely on your knowledge and
abilities in the future. For those of you who ran for
the board, Bev Coker, Jeff Colaianni and Bob Morris
and didn’t make it, thank you. All of us greatly appreciate your willingness to take a more active part in
your guild. Please try again.
At our last board meeting we had a hard time coming
up with demo ideas for the meetings. Please give us a
hand. If there is some technique or finished product
you would like to see demonstrated please let me or
another board member know. We really could use
some new ideas.
I noticed that some of our members are still having
trouble drawing a point on the end of a rod. Most of
the time this is because you are not tipping the hammer far enough forward and are hitting too flat. This
makes your point come out too long . This results in
problems like making your leaves too narrow. Here is
an exercise I used to help me with this problem some
time ago. Take a bar of reasonable size (1/2 inch
square is best) and put a point on it. Look at it
closely. Is it an even taper from the unworked part of
the bar to the point? Cut off the point and make another one this time try to make length of the point
about twice the thickness of the bar. Cut it off neatly
and repeat until the point is the right length. Then
draw another point. This time make the point only as
long as the bar is thick. If you do this a couple of
times I think you will see a big improvement in your
work.

•

Safety Glasses

•

Ear protection

•

Gloves

•

Eye wash station (check supplies)

•

First Aid station (check supplies)

•

Fire Extinguisher (check operation)

•

Fire Extinguisher (check functionality)

•

Avoid picking up hot iron

•

Avoid firing line of rotating machinery

•

Leave guards on grinders

•

Be positive about grinding wheel attachment

•

Keep grinding wheels balanced and dressed

•

Be positive about grinding wheel and grinder
speed ratings
If you have grinding wheels that fit grinders they
are not rated for, get rid of them
Angle grinders with wire brushes are famous for
ripping shirts off of people
Grinding wheels explode. If you haven’t inspected them in a long while then do it now or
replace them

•
•
•

•

Don’t drop your angle grinder on the floor

•

Be aware of where grinding sparks are landing

•

Keep combustibles off the floor and away from
grinding and fire areas
If your torch or gas forge surprises you shut off
the gas first. Check it out carefully. Don’t pretend that it is going to work again because it always has. Don’t try to use it until it is fixed.
If something is in your way move it rather than
trip over it

•

•

When you leave
•

Check power shut off

•

Shut off welding bottles

•

Check combustibles

•

Lock up (children want to try everything)

•

Did I mention Grinders?

•

This list could be longer and their is another list
for public demonstrations
The point is to work safely and to recognize
when you are not
If you see what you believe to be an unsafe condition at a guild meeting, point it out, everyone
will learn from it.
If you see a dangerous situation developing
take action to stop it

•

Did you remember to put on your safety glasses? If
not, you did the whole thing incorrectly. Wear your
safety glasses.
George Anderton
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EVENTS and Meetings
March 22

Claude Moore Park Workdays

March 21

Treadle Hammers at the nature center

March 29,30

Furnace Town Joint Meeting

April 4

Finishes for Iron

April 5,19

Claude Moore Park Workdays

April 18

Spring Fling preparation

April 26,27

Spring Fling

May 3,4

Appalachian Blacksmiths Assn. Spring
Conference

May 17,18

BGCM Blacksmith Days at the Carroll
County Farm Museum

June 14

PABA Hammer-In, Rough and Tumble Engineers Assoc., Kinzers, PA

SPRING FLING 2003

Demonstrators will be:
• Corrina Mensoff - Forging steel as well as sheet forming and fold forming copper and brass.
• Maegan Crowley • Joe Leisch - Casting brass on Saturday.
• Colonial Williamsburg Blacksmith and Gunsmith
• Tailgaiting will be bigger and better than ever.
• See you in April

Claude Moore Park Workdays
Pat McGuire is trying to get the smithy at Claude Moore
Park set up. He is planning on working all Saturdays in
March and the first and third Saturday in April. You can
talk to Pat or just show up. The park is located just off of
route 7 near Cascades Parkway.

PATINA PICNIC-MAY 10, 2003
John and Kitty Parlett will again hold a picnic and field
day at their farm, which houses the FARM LIFE MUSEUM OF SOUTHERN MARYLAND. The museum
has over 60,000 sq ft of indoor exhibits including a
circa 1900 general store. Trades are represented in
historically accurate shops-blacksmith, cooper, carpenter, tinsmith, wheelwright, broom maker, wooden
shoe maker, harness maker, and cobbler; and an ex-
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Tailgating is encouraged with special parking available. During lunch there will be an auction, so bring
tools that you wish to part with. There will be no
charge for the auction. Lunch and refreshments will
be provided (hot dogs, hamburgers, etc). This is a
great opportunity for all tool collectors and blacksmiths to participate in an exciting and fun event, and
to see a large and unique historical collection which is
rarely open to the public. We just need to know how
many to expect for lunch. For more information, and
to get your name and those of your guests on the list,
please call: John or Kitty Parlette, 301-884-4337.
DIRECTIONS: From the North: 1-95/495 to Rt 5
(Branch Ave) South to Waldorf; turn left on Rt 5
South in Waldorf to Charlotte Hall (approx. 15 miles).
Left on Rt 6 East (New Market-Turner Rd), 1.2 miles
to Green Manor Farm on left.

April 26th and 27th.
Registration has been mailed out.
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tensive library related to early farming and trades.
The Farm Life Building houses dozens of exhibits including a farmer's tool shed, wash house, kitchen and
cooking implements, and chronological examples of
the development of the bathtub. The Tobacco Building houses equipment for planting and harvesting tobacco from colonial days to the present. The Farm
History Building has a large and diverse collection of
farm machinery and equipment, from the ox cart to
modern equipment. Tractor Heaven has over 40 restored John Deere tractors in perfect running condition, and 25 pop engines.

From Richmond, VA: Rt 301 North into Maryland,
Right on MD 234, Left on MD 236 to Left on Rt 5
North. Turn right (about 100 yards) on Rt 6 East, go
1.2 miles to Green Manor Farm on the left.

Southeastern Region Blacksmith Conference
The seven blacksmith chapters in the South East region is
again hosting the Southeastern Region Blacksmith Conference at Madison, Georgia, May 15, 16, and 17. Our demonstrators will be Hershel House, Ryan Johnson, Sheldon
Browder, and Mike and Dan Boone.
The flyer for the Conference will be sent to each of you, but
I am sending this ahead as I'm asking for you to announce
it in your newsletter early, if you see it appropriate for your
members. There will be tailgate sales so that you may satisfy your rust habit. There will also be green coal stations
for the beginners and a family program for you significant
other or you.
We will have an auction of donated items, show items, and
Tim Ryan will shoot an anvil even though no one is threatening to kick us out of anything this time.
Thank you for your consideration.
Barry Myers (803) 279-0363
Chairman, Southeastern Region Blacksmith Conference

Newsletter email:

The Blacksmiths’ Guild of the Potomac

bgop.editor@verizon.net
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$15 PROPANE REGULATOR
Having decided to save money by building a
gas forge instead of buying one, spending $40 or $50
on a regulator stuck in my craw. I wasn't crazy about
the time and uncertainty involved in bidding on ebay
either. I was about to bite the bullet, though, when I
ran across a "high pressure" regulator being sold as a
replacement for turkey fryers and the like. The one I
found was a King Kooker Model 00502 that sold for
$15 (the regulator itself is marked "Marshall Gas
Controls" and "Model 350"). There was also a version with a short hose for $20 (I'd already paid more
than that to have a "real" hose made up).
This obviously isn't a $50 reg. for $15. The
spring housing is much shorter than on an industrial
regulator, and the housing is crimped together. The
package says the regulator is "preset" for 20 PSI max.
There's no port for a gauge. Still, it seems to do what
a regulator is supposed to do. I added a tee and a
gauge, and the gauge moves smoothly as I adjust the
screw. My old gauge reads 20 with the screw all the
way in. But then it reads 8 without being hooked up
to anything. I don't know what the maximum flow
rate is, but running one burner with up to a .035
(nominal) MIG tip orifice, the gauge barely drops
when I open the valve downstream.
One more tip, if you haven't already figured
out how cheap I am. An old wire-type spark plug
gauge with the 90-degree bend clipped off works
great for hand-reaming a MIG tip to a larger (and
known) size. It helps to drill halfway through from
the back with a 1/16" bit.
Mike Briskin

A STORY FROM ENGLAND
Nether Lypratt Manor in the Cotswolds dates from
1304 but it was rebuilt by Judge Coxe in 1704. This
judge employed a blacksmith to make him new entrance gates but unfortunately the blacksmith committed a serious crime and was brought for trial before the judge, who had no option but to condemn
him to death. But he gave him a reprieve of two
years so that he could finish the gates. The job was
finished in two years to the day, the blacksmith
doubtless being in no hurry to finish any earlier!
The work done, he was promptly hanged.

New members
#647

William C Hayes
3007 N Pollard St
Arlington VA 22207

’03

#648

Jen Dunham

#649

K Thomas Shahriari ’03
5723 N 27th St
Arlington VA 22207

#650

Bronco Humbert
PO Box 139
Benedict MD 20612-0139

’03

’05

Thanks for the renewals
#276
#503
#166
#63
#64
#18
#615
#633
#169
#74
#586
#600
#449
#585
#188
#197
#175
#544
#603
#627
#592
#610
#415
#361
#623
#468
#570
#606
#526
#44
#537
#156
#477

George T. Anderton III
Bruce Blackistone
Barron Brown
John A. Careatti
Tina Chisena
John Dittmeier
Jim Freely
Randall Gafner
Chuck Gantz
Frederick M Grant
Ken Hadfield
Dan Hall
Philip Heath
R F G Heath
Glenn Horr
Dan E Houston
David Hutchison
Steve Kayne
George W Keitt III
Mark Layton
Charlie Pertcari
David Peters
Howard Pohn
James Roberts
Mark Schuknecht
Stephen M Shepherd
Brandon Sines
Dr Richard G Smith
Mark Sneddon
Tom Soles
Austin J Tucker III
Holcomb T Tuggle
David A Willard

thru
’03
’03
’04
‘03
’05
’04
’03
’03
’03
’03
’03
’03
’03
’03
’04
’03
’03
’03
’03
’03
’03
’03
’03
’03
’03
’03
’03
’03
’03
’03
’03
’05
’03

Phil Heath
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HACKSAWS AND HACKSAW
BLADES
By: Jerry Choyce
Probably most of us don't have the luxury of a powered saw which can cut solid steel and other metals.
Therefore, it behooves us to rely on the venerable
hand hacksaw?
Over the centuries and more recent decades, the
hacksaw has evolved from somewhat crude "smithy"
beginnings to a more "high-tech" tool. The hacksaw
has seen numerous styles, i.e., frame and handle. At
first, they were made with straight handles just as a
cabinetmaker's dovetail saw. The straight handle
seems to have disappeared and has been replaced by
the more ergonomically correct bent or "D" handle.
In recent, years even the frame design seems to
have been improved by an adjustment for high blade
tension. This adjustment seems to virtually eliminate
blade flexing resulting in increased cutting efficiency!
On a trip to the hardware store, one can find most
of the choices available in hacksaws and blades. You
should find some type of cheap import and the much
better American brand high-tension hacksaw frame.
The better import and domestic styles will have a "D"
shaped (looped) handle.
The more cheaply made styles have a "pistol" grip
which is opened at the bottom with an, oftentimes,
loose fitting plastic handle. Some are, however, made
with a tight fitting hard rubber handle. Riveted handles are solid, also.
Some hacksaws are made up of tubular frames
while the usual is a front section of flat stock with the
handled section being folded sheet steel. Of course,
thicker gauges make a difference in rigidity.
High-tension hacksaws available, now, are of rigid
frame construction with a folding lever adjustment
making it easy to tighten the blade to a predetermined
tension.
Most all hardware stores and home centers carry a selection of hacksaw blades. The common lengths found
will be ten or twelve inches long. An eight-inch blade
length seems to have disappeared. The choice of
length may not be as important as the tooth pitch or
"points per inch" (PPI) -also referred to as "teeth per
inch" ("TPI). Three PPI's are readily found -18 PPI,
24 PPI, 32 PPI. A 14 PPI is also available, but seldom
found in the hardware store. I usually find them in
welding supply stores.
To efficiently saw a piece of metal (a hacksaw
blade can be used to cut wood, metal, and plastic) use
the lowest PPI that allows three points (teeth) to touch
the work piece. The absolute minimum number of
teeth on a work piece should be two. This is the "two
tooth rule" generally found in old shop texts while

6
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others advocate a "three tooth rule". In my opinion,
the "two tooth rule" suffices if you have two teeth
(points) on the work with some space left over. Risking the bare minimum of two teeth can result in a section of teeth being broken out when a tooth tends to
"trip" over a comer on a piece of steel. (This is especially true with band saw blades.)
Hacksaw blades come in a variety of qualities.
Some imports may be hardened with no temper. They
will cut very well, but if you twist the blade in the
kerf (saw cut) it will shatter. Tempered blades will
flex or kink when twisted.
Of course, cutting must be controlled to avoid blade
damage. One needs to avoid hurrying and fatigue.
(Oftentimes, one may be caused by the other.)
One way to lessen fatigue would be to have the
work piece well secured with a vise or clamps and at
a height that does not require you to bend over nor to
hold your arms and shoulders up. Ideally, the work
piece should be set at "belly-button" height. Hold the
saw with both hands, one on the handle and the other
on the front frame.
The best way to control bending or twisting the
blade is to Pull the saw -pull forward and then pull
back. Stand with your back nearly straight and the
foot under the lead hand pointed forward (left foot
and left hand forward for the right-handed person).
Make the strokes unhurried and use the full length
of the blade. Remember to Pull forward with one
hand and to pull back with the other. Pushing the saw
down into the saw kerf (cut) isn't necessary. All you
should have to do with a good blade properly tensioned in a good frame is to rub the saw and it will
cut.
The blades should be mounted to cut on the forward
stroke meaning the teeth are pointed to the front of
the saw. Some blade manufacturers stamp a mark,
usually an arrow, on the blade to indicate which way
to mount the blade. Be cautious, read carefully and observe some blades point to the front and some to the
handle. I have found the best hacksaw blades are U.S.
A. made flexible steel by several manufacturers.
Most all saw blades are made with a "set", that is,
the teeth points are bent from side to side. This allows
the blade surface behind the teeth to move clear in the
kerf (saw cut) without sticking. A used blade can be
held to cut a straight line if the set is good.
When changing blades to finish a cut, do not, run a
new blade into a kerf cut by a worn blade. The result
is to crush the set of the new blade usually ruining it immediately when cutting hard materials. BUY
AMERICAN!!!
HINT: Need a slot to fit a screwdriver blade?
Mount two hacksaw blades side by side to cut a wider
kerf!

From the Blacksmith Guild of Central Maryland

The Blacksmiths’ Guild of the Potomac
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Notes from Gichnerfest 2003
Jan Kochansky

Bill Wojcik
•

Make a soft hammer by slitting and drifting a piece of
A-36 (or you can anneal a regular flea market hammer
head). It is better for hitting chisels, since it is less
likely to glance off, and it’s easier on the chisels (not
as much mushrooming. When the soft hammer gets
too beat up, replace it.

•

He likes Atlantic 33 for hot tools.

•

Hockey sticks make good handle stock.

Tom Clark
Hofi hammer techniques
•

Hammer is balanced; the center of gravity is ‘within’
the head and there are no long projections. Long handle extensions allow more tendency to twist. Muscular
exertion to keep this twisting from occurring causes
strains.

•

Since e=mv , speed is more important than mass.

•

Stand close to the anvil – the hammer head should be
coming straight down.

•

Hold close to the head – you have better control, and
it’s easier to lift.

•

A 3 inch long taper to a point takes 1 inch of stock.

•

He does nails in two heats. The head should be upset
when hot.

•

Use a tong clip to hold reins closed, then move your
hand closer to the work for better control.

•

He’s designed a new line of tongs (made in Pakistan),
distributed by Centaur. They look good, but since they
are made of 8650 steel, if they get hot, don’t quench
them.
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Tony Robinson (England)
•

He was dishing forms from 316 stainless sheet for a
sculpture subsequently presented to Bill Gichner.

•

Stainless (316 even more than the more common 304)
is very stiff and hard to move.

•

For exterior work, the finished product needs to be
pickled and electropolished (traces of regular steel left
from anvil or tools will rust). For interior pieces you
can just buff them.

•

Forge at a bright orange. Yellow is too hot; the metal
fizzes up and crumbles (it’s got about 26% of alloying
elements, so the melting point is significantly depressed relative to mild steel).

•

He uses 2 wheels for polishing, a jute wheel (10–12
inch diameter by 2½ wide) with gray compound on the
left for roughing, and an unstitched cotton mop on the
right with white compound for polishing.

•

The 2 most dangerous machines in the shop are the 9″
angle grinder and the buffing machine. Wear gloves,
face protection, leather apron, and dust mask. Cotton
wheels produce cotton dust, not to mention all the
buffing compound flying around.

Leigh Morrell
Beginners suggestions
•

Don’t wear leather gloves. When you pick up something hot, they shrink and are difficult to get off. And
they’re still hot.

•

Your work area is about 10 feet in diameter.

•

He prefers the horn to the right (he’s right handed).

•

Support the anvil on sand in a hollow ‘tower’. It eliminates ringing, and height can be changed by adding/
subtracting sand.

•
•

Jonathan Nedbor
•

When drifting a hole, work from both sides.

•

Move your feet to change position and height relative
to the anvil. Keep your back straight.

For split welds, do the taper on both ends of the ‘fork’
stock, fold where desired, weld lightly, then scarf for
welding to the other piece.

•

He has a leg vise at the same height as his anvil, as
well as upsetting blocks embedded flush in the floor
(the concrete was poured around them).

A piece of tubing slipped over the heated section of a
bar promotes an even twist. The ID should be the diagonal dimension of the bar to be twisted.

•

A slit hole should stretch slightly on drifting so the
inside will be smooth.

•

An offset hardy (sort of like a sharp butcher) is good
for scarfs since the cut end is already partly shaped.

•

Keep your floor clean.

•

Practice safety.

•

Use the parent bar as long as possible before you start
to use tongs.

•

Forging: changing the cross section of stock between
the hammer and anvil.

•

Forming: changing the shape of an object by hitting
where the anvil isn’t.

March/April 2003

Tom Ryan
•

Make ball end punches from old ball pein hammer
heads. He doesn’t weld up the eye, just forges it closed
as part of forging out the stem.

•

Bosses for rivets (‘rondels’) are made from short sections of appropriately-sized square stock. Forge the
edges, then diagonally on the corners for rough shape.
Dimple the center, then decorate with punches as desired. Drill in center for the rivet.

The Blacksmiths’ Guild of the Potomac
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This is a forged and chased leaf decoration on a bar
Demonstrated at the ABANA conference, by Tom Latane.
Thanks to Earl Barney for the article.
Prairie Blacksmith's Association Newsletter
Vol. 2003 (1): January-February, 2003
This works easiest with wrought iron or pure iron, although it
can be done with mild steel.
1.

Start with 3/4" or 1" square stock. (Fig. 1

2.

Fuller a depression over the horn of the anvil and bring the
sides back straight, leaving space at the end of the bar.
(Fig. 2)

3.

Butcher down across the bar and blend in. (Fig. 3)

4.

Set down bar at least as far as depression, make sure
step is not sharp. (Fig. 4).

5.

Butcher cut to point leaf and set down background. Fig. 5)

6. Chisel, forge or rasp of bulges.
(Fig. 6 & 7). The rest of this is
chased cold.

Use a heavy bar in a vise for an
anvil and clamp work with a vise
grip. (Fig. 8)

7. Use old files to remove scale so
it won't be driven into work.

8
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8.

Butcher in center vein. Don't Worry
about getting the vein as narrow as the
finished vein, it will be narrowed later.
Don't run vein all the way to the tip.
(Fig. 9, 10, 11)
Use various shaped butchers to follow
contours. (fig. 12)

9.

Planish to blend in leaf. (Fig. 13)

10.

Push the vein in and up from the sides
with butchers and planishers, straightening and narrowing it. Fig. 14, 15)

11.

Use tiny teardrop punch and curved
chisels to separate lobes of leaf, (Go
deeper than you would think). (Fig. 16)

12.

Cut in from sides at an angle between
separations. (Fig. 17)

13.

Undercut leaf tip with thin, side registered chisel. (Fig. 18)

14.

Curl up tip with butcher and finish tip
with hammer. (fig. 19, 20)

15.

Butcher across bar above leaf to form
molding and decorate if desired (Fig.21)
This effect could be reversed on the
bar, or the techniques could be modi-

21

March/April 2003
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Twisted Basket Hook
Demonstration By Jim Wilson (Paw-Paw)
March 22, 2000

This article from
The fire's Edge - Newsletter of the great plains Blacksmith Association
Volume 14 Number 7 July 2002

10

The Newsletter

Start with 4 pieces of
1/4" round Hot Rolled
Steel 8 inches long.

Either forge weld the
ends into a bundle or
cheat as I did and use the
mig welder.

Scarf the end of two
pieces of 7/16" square
HRS. Also scarf the end
of the bundle.

Jump weld the 5" pieces
of 7/16 to the bundle,
one on each end.

If you arc weld you
need to dress the welds
with a chisel, otherwise
you won’t get that
smooth blended together look.

Use a chisel to extend the
line from between the
pieces of round stock
down onto the flats of the
Square Stock. This'll
make blending them easier later

The Blacksmiths’ Guild of the Potomac

March/April 2003
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Now cut two inches off the end of the square stock, so that you have a 3 inch
piece on each end of the bundle. You can do this before you clean the welds if
you want.

Heat the bundle and
twist it TIGHT.

Once the hooks are
formed, re-heat the
bundle and UNTWIST
it till the hooks face in
opposite directions
and it looks good to
you.

Now draw out the ends
and form the rat tail
hook.

And VIOLA! One Basket S Hook!

Anvil Hot Cut Plate
By Carl Davison Northeast Blacksmiths Assoc.

I recently had a lot of lot cutting to do and wanted a protective plate
that was at least an 1/8" thick, stable and
yet easy to move on and off the anvil.
The plate is drilled and counter sunk for
a 5/16" flat head screw. Drill and tap
stock that fits the hardy hole of the anvil.
Punch two tabs at the front end to stabilize the plate and your are set.
When the plate gets too chewed
up I figure it should be a quick fix to flip
it over reverse the tabs and reverse the
counter sink with a bottom countersink
punch.

March/April 2003
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can order it from him at Norm Larson, 5426
E. HWY 246, Lompoc, CA 92436, phone 800
743 4766, email larbooks@implue.net.
As I understand the English translation of
the book came about because Norm Larson
handed the German edition, Metal-Treiben,
to Judith Berger and said: "We need this in
English".
Having personally worked with a group of
German engineers for many years and seen
lots of German to English technical translations, this one is very well done. The book
first looks at some history of Repousse', then
discusses various metals and how they respond to these forms of metalworking. Then
come sections on the workshop, various
tools and support materials, and methods for
transferring your design to the metal.
Moving Metal by Adolph Steines
A book review
by Dave Smucker
Are you interested in learning more details about methods that Kit Wattenbarger
discusses in his article about Copper Fountains? If so, this new book will be very useful
to you.
Moving Metal. the Art of Chasing and Repousse' by Adolph Steines was written in
German and first published in 1995. The
book being reviewed here is a new English
edition that has been translated by Judith
and Winfried Berger, copyright 2001 and
published by Blue Moon Press.
ISBN 0-9707664-9-1, Blue Moon Press,
Huntingdon, PA 166652 www.bluemoonpress.org,
cost $32.95. plus $ 3.00 s&h.
I got my copy from Norm Larson, and you
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These are followed by important sections
on work techniques such as sinking, raising,
punch work, chasing, pitch mounting, engraving, soldering, annealing, and etching.
Typical to these sections of the' book are a
series of well done illustrations such as the
one that is reproduced below.
Along with these illustrations are numerous photos that show the various methods.
They are well done and show the tools and
methods clearly.

Don't take this to mean that the book is a
detailed step-by-step instruction guide to doing this type of work. Although it covers too
much total ground to show any single process in great details, I believe there is enough
here to get your interest and start exploring
these methods.
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ness of metals were shown. The original
value in "mm" was given (good) and then a
value "gauge" (bad) using American Wire or
Brown and Sharpe Gage. While the values
are correct, we don't use "gauge" anymore in
the USA except for some steel products.
Common usage is to give the thickness in
thousands of an inch such as 1mm aluminum is equal to 0.039 inch. The use of
gauge numbers results in much purchasing
confusion that is resolved by use of decimal
values in either inch or metric.
.
Overall I find the book very useful and I
think you will find it a valuable addition to
your metal working library.
Here is an example of typical photos from
the book.
The material and methods section covers about the first 60% of the book. The author then goes into a series of examples for
the next 40 %. These, too, are well photographed and also include line drawings of
the various methods that produce the effect
shown in the examples. Some of the examples include vessels, candleholders,
napkin rings, coasters, ceiling light fixture, bracelets, lettering, wall decoration and
door reliefs. Then comes a discussion of
forming with air tools and includes a multipage example of a wall relief done for a
youth center. The work was done in copper.

One final note about Blue Moon Press,
Ltd. My understanding is that this is a labor
of love by Judith and Winfried Berger to
make important foreign language metal
working books available in English to blacksmiths, jewelers, sculptors and architects.
Moving Metal is their first such book. They
are hoping to provide additional high quality
manuscripts for our use. Support this effort buy their book.
Dave

Other examples included in this section
show work done on memorials, a village
fountain and portraits done in repousse'.
The final portion of the book discusses
the application of surface treatments to the
work. This includes the use of various
chemical treatments to obtain desired patinas. This is one area where I would strongly
encourage you to obtain more detailed information about safely working with these
chemicals before proceeding.
Only one small item about the translation
bothered me - and that was how the thickMarch/April 2003

The Blacksmiths’ Guild of the Potomac

The Newsletter

13

14

The Newsletter

The Blacksmiths’ Guild of the Potomac

March/April 2003

March/April 2003

The Blacksmiths’ Guild of the Potomac

The Newsletter

15

Laser Cut
Although laser-cutting technology (LCT) has been around
for some time, it seems many
blacksmiths are reluctant to use
it for various reasons. Among
those are the perception that it is
expensive, difficult to go from
concept to finished product, suitable only for large production
runs and a reluctance to use
some "newfangled" idea. The
fact is that LCT is very economical, even when only one part is
needed, and, with a little help,
very easy to go from sketch to a
finished product. Also, there are
many parts that can be produced
for only a few dollars using LCT
which could not be made by
hand for less than hundreds of
dollars using a forge, cutting
torch or plasma cutter and hand
tools.
What is Laser Cutting
Technology?
LCT uses a computer-controlled x - y axis bed to move
and position a piece of flat material under a powerful laser which
heats and melts (or in the case of
wood, burns) the material. A
high pressure jet of gas blows
the molten material out of the
way and also helps cool the remaining material.
What is it used for?
LCT is especially suited for
intricate work in materials up to
1" thick, multiple parts that must
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be virtually identical, parts
that need matching holes, such
as riveted parts, and tooling.
I use LCT on a regular basis
to produce jig and fixture plates
at a very economical price relative to having the same thing
done in a machine shop and I get
the parts in a few days, rather
than perhaps weeks, if I used a
machine shop.
I sometimes use LCT to
produce the top, intermediate
and bottom rails for railings. I
layout the holes for the pickets
on the computer so the spacing
is always consistent. It can be a
real chore to consistently place
and orient pickets "on the diamond" in a railing, but producing the holes in this way by using the computer is very easy.
Having the holes punched rather
than laser cut usually results in
the holes not lining up properly
from the top of railing to the bottom due to inconsistencies in the
center-to-center distances of the
punched holes. Often there is a
lot of filing and fitting to be
done. Using laser cut rails, I can
quickly and easily plug weld the
pickets in place. Grinding the
plug welds is also relatively
quick and easy. This produces a
much "cleaner" look and tremendously reduces the time spent
dressing up all those welds all
around the top and bottom of
each picket, especially since I'm
not the best welder around. Making positives or negatives of lettering, house numbers, etc. is
also quick and easy.
For some non-ferrous materials such as copper and stonework, a related technology
known as water- jet cutting is
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used. For ferrous parts 1" thick
or more, computer-controlled
flame cutting is a good choice.
How can it be used in
blacksmithing?
As with most anything in
our trade, one of the first steps in
a project is to develop a design
and get it on paper. Unfortunately, LCT can't help with this!
The next step is to convert
the sketch into a format that the
LCT computer can read. This is
the part that most smiths shy
away from. Please excuse

me if I get a bit technical here.
but it is not necessary to understand the following in order to
use LCT. The conversion is done
by first "reading" the document
with a scanner.
This will produce a computer raster file that can't be read
by LCT computers. Therefore.
the raster file must be converted
into a vector format that the
LCT computer can read.
There are several
softwares that attempt this
conversion automatically. but
I've yet to see one that works
very well. They just can't seem
to produce smooth curves that
look aesthetically pleasing, especially for natural objects. I use
computer-aided design (CAD)
software to bring the raster image up on the computer screen
and then trace over the image to
produce the required vector file
that the LCT computer can read

Once the LCT-compatible
file is done, I print out the file to
verify the aesthetics and then
send the file via the Internet to
the laser cutter for a quote or to
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produce the desired quantity.
The laser cutter usually produces the part within 4 -5 business days. I then have it delivered to the Portland shop. pick it
up in will-call or occasionally
have it shipped to the shop in
Vernonia.
Please refer to the attached
pictures to see a beginning to
end representation of a small
project. The tree is 6" wide x W'
thick and took about 1 hour to
convert ($35) and cost about $10
for a single part and $5 each in
quantities of 50. I spent about 15
minutes ($12.50 at my shop
rate) and brushing and texturing
the piece. That works out to
$18.20 each in quantities of 50.
Would you do 50 of these trees
for $18.20 each using traditional
methods? If you did, you'd certainly regret it.
Does this technology work
well with blacksmithing?
Some blacksmithing purists
might argue that using LCT
cheapens their work by giving it
a manufactured look. That may
be so if nothing further is done
to the "raw" laser-cut part. But
by using standard hammer texturing. decorative chiseling and
punching techniques, the part
can have as much life to it as a
part forged completely from
stock steel. LCT opens a whole
new area for the artistblacksmith to explore. just as
power hammers and electric
welders did in years past.
Can I make money using this?
For those of us who forge
steel professionally. one of the
most important questions concerning the use of any technology or process is. "Will it make
me money?" I've found that the
use of LCT parts is a very profitable use of technology. I can
have parts economically produced that I would not even
March/April 2003

consider pricing for a client if I
were to make them by hand.
On fast track jobs. it is nice to
have parts being made while I
work on other parts of the project. This way I can get jobs out
faster. improving client satisfaction, and go on to the next
job quicker, thus improving
cash flow and productivity.
Also, I avoid a lot of drudgework cutting. grinding and filing part after identical part.
One of the many great
things about LCT is that a file
only need be produced one time
and can be used repeatedly.
Also, if a larger or smaller version of the same design is
needed. the computer can re-size
the file in less time than it takes
to tell about it.
LCT can be a great help to
a blacksmith. but there is one
important drawback - it is addictive! Once you start using it,
you'll find yourself regularly
saying. "How did I ever get
along without this?"
How can I use this technology?
As I stated earlier. converting a sketch into an LCTcompatible format is the part
that prevents most smiths from
using the technology. Most laser
cutting facilities will perform
this conversion for you, but the
price is usually expensive and
the results vary widely. They
tend to do quite well with geometric shapes. but not so well
with natural objects.
It takes a computer, expensive CAD software and experience in the field to efficiently
render natural-looking objects
in a LCT compatible format.
Most smiths have neither the
time nor the inclination to do
this.
Most conversions take
from as little as 15 minutes to
several hours with about 1-1/4
hour being the norm. The cost
of the laser cutting, including
The Blacksmiths’ Guild of the Potomac

material, runs from as little as
$0.50 or less per part for quantities of small parts from thin
sheet metal to $100 or more for
single. complex parts in the
thickest steel. Most parts I've
made or used run in the $2.50
to $25 each range.
I've worked with Berkley
Tack for several years now helping convert about 50 sketches
into steel parts for production
runs, single pieces and samples.
He says he relies on LCT for
custom designs such as logos.
very detailed pieces and for production runs that would be just
too time consuming to produce
by traditional blacksmithing
methods. He always forges,
chisels and/or punches his parts
to help give them life and also
to draw a sharp boundary between what we do and what
metal fabricators are capable of.
At the risk of sounding
completely crass. I am available
to help converting sketches into
a LCT-compatible format. Having worked for years at converting sketches and forging steel. I
am familiar with what my trade
requires as well as what the laser cutters need. I presently
charge only $35/ hr. This is substantially less than my shop rate,
but heck it's work in a warm,
clean and quiet place with no
heavy lifting! I'll be glad to provide estimates if you send me a
reasonable sketch and contact
information by fax or email.
Please draw the outline in with a
very dark pencil or pen and provide overall dimensions for the
length and height of the finished
part as the fax tends to distort
the sketch unequally in the x
and y directions.

Wolfgang Rotbart
Wolfgang Forge, POB 133,
Vernonia, Oregon 97064
503-429-7342 503-429-7342
fax wolfgang@wolfgangforge.com
www.wolfgangforge.com
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A Wax For All Seasons
By Doug Merkel
A significant portion of my work deals with the
repairs and reproduction of antique ironwork.
Most of my customers want a natural finish that
looks old, protects the metal and which can be
touched up if needed without lots of work or
fancy chemicals. To meet their needs I have
modified a few formulas that have been around
for sometime into one that works for me and my
customers. For some of the larger jobs 1 leave a
small container of the wax for use by the customer. It wears well inside and does quite well
outside, if applied correctly. I have a piece of
ironwork with this finish that has been out in the
elements for over a year without rusting.
1 Cup Johnson's Paste Wax
I Cup Boiled Lind seed Oil
1 Cup Turpentine
1/2 Cup Shaved/pieces of Beeswax
2 Tblsp. Japan Dryer
The first three ingredients can be obtained at
most any hardware store, such as Lowes, Home
Depot, etc. The Japan Dryer is used by artists to
speed the drying time for their oil paints, so is
avail
able at many art supply stores. The beeswax can
be obtained from a local beekeeper, beekeeper
supply shops, or blacksmith supply companies.
As published in the Summer, 2000, edition
of "Gulf Breeze", the Newsletter of the Gulf

Coast Blacksmith's Association

Mixing The Ingredients
Put all the ingredients into a glass quart canning
jar, put the lid on with the retaining ring very
loose. A metal can may be used, but it needs a
tightly fitting cover. Either set up a double boiler
or set next to your forge to get the mixture to
melt. Do not put directly on the heat source and
watch out for open flames. Once the ingredients
are melted, tighten the lid ring and shake like
crazy until all the wax is dissolved and is a homogenous mix. As it cools it will become a soft
paste. Keep the lid on when not in use.

Metal Preparation
remove all scale with a power wire brush or by
hand. if you want a dark finish, remove the scale
at a dull red and let the metal air cool until you
can just handle it with your bare hands. for a
brighter finish, use a power wire brush and remove all the scale while the metal is cold, then
apply enough heat until you can just hold it in
your hand.
Application
Apply the mixture with a brush, your fingers, or
with a small rag. The heat will melt the mix and
it will run into every nook and cranny. Let it
cool and buff out with a rag. If you let the excess
mix stay on the iron, it will eventually harden,
but every place that has excess will show up as a
bright spot. A second coat can be added to
heighten the luster while the metal is cold, just
remember to buff off the excess with a cloth.

HAMMER & TONG
October / November, 2001
THE BLACKSMITH GUILD OF CENTRAL
MARYLAND, INC.

Refrigerator magnets
No not the kind that the politicians handed out last
month but the kind that are inside the diaphragm door
seals on refrigerators set out for disposal. John D'
Abate salvages them from old refrigerators (slit the
seals and remove) and uses them for measuring odd
shaped pieces that he needs to reproduce. The fact
that they "attract" to iron makes scroll measurement a
one man task. If you cut a short piece and point the
end, it will stick to your anvil for a reference point,
instead of a chalk mark. He has tack welded an old
file to both his work table and chop saw bench so he
can easily keep his soapstone sharp for better layout
lines. He adds this warning from experience; Ethylene Glycol has a flash point that can be attained
with a wood stove!
from Fall 2002 New England Blacksmiths
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Furnace Town Blacksmith’s Guild

Annual Joint Meeting, 2003
Demonstrator and Workshop Leader Fred

Crist

March 29 & 30, 2002
at the Furnace Town Foundation site, Snow Hill, MD
The guest demonstrator this year is Fred Crist who worked at the Yellin shop for eleven years. While
working in the Yellin studio, he is attributed with rediscovering many of the processes and techniques
that were developed by Samuel Yellin. Fred Crist’s demonstration in the morning on Saturday the 29th
will focus on the forging techniques used by Samuel Yellin and his great collection of smiths. Fred will
demonstrate how to forge a variety of different pieces using a number of Yellin techniques.
In the afternoon Fred will forge a grille that Samuel Yellin made for the Metropolatin Museum, which
was filmed when Yellin made this framed scroll in 1924. Fred will lead the workshop on Sunday which
will have each participant forge their own interpatation (or copy) of the processes demonstrated on Saturday. The workshop will be limited to 12 people who will come from these supporting chapters: Blacksmith’s Guild of the Potomac, Central Maryland Guild, Mid-Atlantic Smiths Association, New Jersey
Blacksmith Association, and Pennsylvania Artist Blacksmith Association.
The cost for the Saturday demonstration day is $20.00 if your registration is received by 28 February
2003; it is $25.00 if your registration is received after the 28th.
The demonstration day includes: coffee and doughnuts in the morning, all-day demo, and lunch. Iron in
the Hat (please bring a iron goodie). We will have a table of Norm Larson's books for order/sale. Representatives of Keen Welding will be demonstrating. Tailgate sales are most welcome and encouraged.
The Saturday dinner costs an additional $17.00 Reservation for this supper must be made no later than
19 March 2002 as the caterer requires an accurate head count. The supper will be served buffet style
starting at 6 pm. The evening program to be announced.
The Sunday workshop will cost $25, which includes materials and lunch. Each of the supporting groups:
BGCM, BGOP, FTBG, MASA, NJBA, and PABA have 2 slots in the workshop. Because of the limited
number (12) in this workshop, those interested should contact Ray Noble as soon as possible. After the
list for Sunday workshop is filled, a waiting list will be formed to fill vacant positions if they occur.

Send registration form and check to:
Mark Williams, 114 West Federal Street, Snow Hill, MD 21863
(H)410-632-0914, (W)410-651-6431 <mewilliams@mail.umes.edu>
Make checks out to Furnace Town Blacksmith’s Guild

Contact Ray Noble for the Sunday Yellin Workshop:
Ray Noble, 27840 Oriole Road, Princess Anne, MD 21853
(H)410-651-0987, (W)800-220-3015 <nobler511@aol.com>

Call or e-mail Ray as soon as possible so that the workshop list can be completed.

March/April 2003
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JOINT MEETING SCHEDULE, 2003
Furnace Town Blacksmith’s Guild
SATURDAY
Registration

SUNDAY
8:00

(coffee & doughnuts)

Demonstration starts
Lunch
Iron in the hat
Forging Yellin Grille
Dinner and program

9:00
12:00
12:30
1:00
6:00

Assign workshop spaces
Work on details
Lunch
Work on details
Critique of the pieces

8:00
12:00
4:00

APPLICATION
Pre-registration is encouraged; please use the form below and return to Mark Williams before 1st of March:
114 West Federal Street, Snow Hill, MD 21863

NAME (S)
ADDRESS
CITY
STATE & ZIP
Phone & e-mail

Number attending
Saturday demo
Number attending
Saturday dinner
Number attending
Sunday workshop

Demo
$25.00 after 1st March
Dinner @ $17.00
Workshop @ $25.00
TOTAL

20
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