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COMING EVENTS

Just in case you were wondering what to do this summer....have a look at the schedule below.

You are encouraged to attend as many of these events as possible

May 19, 20 & 21,2012
May 26 & 27, 2012

Sunday, May 27, 2012
June 9, 2012

June 23,2012

Sunday, June 24, 2012

July 11 & 12,2012

July 29, 2012

Aug 11,12 2012.

August 17, 18 & 19,2012
August 25, 2012

Sept. 1,2, & 3, 2012
September 14, 15 & 16, 2012
Sept. 15 & 16,2012

Luxton Pro Rodeo

SPRING DEMO: Daryl Richardson
Copper Forging demonstration
Website:http://darylrichardson.ca

VIBA May Meeting

Frank Clayton - Welding Demo
VIBA Picnic

VIBA June Meeting

Landford Summer Festival, Langford, BC
VIBA July Meeting

Coombs Fair

Vancouver Island Exhibition (Nanaimo)
Cobble Hill Fair

Saanich Fair

Luxton Fall Fair

Saltspring Fall Fair


http://darylrichardson.ca

2012 - Executive

President- Charlie Dowdeswell
250 478-2460
Vice president— Norm Norby
250 478-3589
Secretary— Charlie Low
250 479-6712
Treasurer— John Archer
250 544-0895
Librarian— Dave Winestock
250 598-9377

Editor— Dennis Gillett

Publishing Info: "Forge" is pub-
lished monthly by and for members
of the Vancouver Island Black-
smith Assoc. General Correspond-
ence for VIBA: 1040 Marwood
Ave, Victoria, BC, V9C 3C4. (or
directly to appropriate executive
member) Permission granted for
reproduction of any part of "Forge"
provided credit is given to the orig-
inal source, and the item is not
marked 'copyright' or specifically
stated to be for the sole use of
"Forge". Unless otherwise stated,
the editors are the authors of all
material. Notice:
"Forge" makes every effort to en-

Disclaimer

sure accuracy of the information
contained therein, but the executive
officers & general membership of
the Vancouver Island Blacksmith
Association including the editors,
specifically disclaim any responsi-
bility or liability for damages or
injuries as a result of any construc-
tion design, use or application of
information contained in this news-
letter. The use of any information
is solely at the user's own risk.

Submissions & Contributions

Submissions to “Forge” can be made at
any monthly meeting or by snail mail
to:

VIBA - The Editor
1040 Marwood Avenue
Victoria, BC Canada
VOoC 3C4
OR

Email: dgillett@shaw.ca

President’s Report
By: Charlie Dowdeswell

Presidents Report and Meeting Minutes.
The Meeting was brought to order approximately 11:05.
Because of the NWBA Conference, we decided nothing to say, so it would be a short
meeting — it took us 18 minutes to say nothing.
Show and tell
Damascus Demo by Dennis
Prepared billets were shown. The Demo is to take place over the weekend of the
Luxton Rodeo. W’s pattern Damascus will be a hands-on demo. A Billet costs
$25.00/billet. [cost to bring in steel is $5 per foot for steel and S5 per foot for
shipping.] However, one billet would make a Bowie knife, 6 folder blades or 12
Straight razors.
Much discussion over forges and hammers etc. for the Demo.
Two great looking branding irons to be attached to new gate were brought in by
Skip. One had VIBA and the other MFI — Joe refused to allow them to be tested on
his ‘cheeks’ after meeting.
Dan talked about looking for a new shop.
Buckets of bolts were offered to anyone who wanted some.
Joe has a lot of material that could be used for display boards for the Fairs to mount the
items on the sales table. He will bring out and leave at the Forge. These are mostly oak
that were made for lamps and for mounting items.

New member Chris will be out Mondays and Wednesdays to get a feel for the place.
There was discussion regarding a propane forge that two members were making.
Meeting was adjourned after 18 minutes and 1 second!

Charlie Dowdeswell




This 1 page article reprinted from ABANA- The Anvil’s Ring, Spring 1986

Monkey Business

TOBY HICKMAN
Petaluma, CA

A serviceable monkey tool can be
made using a large socket, the kind
that seem to show up in blacksmith
shops by their own free will, or are
found in fruit boxes of junk at the
flea market. The drive hole in these
sockets is the easiest and truest
square hole | never made! | have
used both %" and %" drive sockets. |
think %" and V4" drive sockets would
work if the inside diameter of the
socket is larger than the drive hole
and there is no obstruction through
the socket.

Weld the socket to a 6" to 10" piece
of schedule 40 pipe, using pipe of a
similar diameter to the socket. For
best results, preheat both socket
and pipe, then weld using 7018 (low
hydrogen) rod. Next, using a cutting
torch tip, normalize the heat-
affected zone only. Also, use a heat
sink to maintain as much temper in
the face of the socket as possible.
Now, weld a block of mild steel to
the other end of the pipe (I use a
1%" length of 1%2" sq.) for the
“striking block.” Although this weld
is not as critical as the weld at the
socket, it is still wise to normalize
the heat-affected area, as constant
pounding causes early failure in the
large crystals that were formed on
either side of the weld as it cooled.

Now, put a radius on the “business-
end” of the square hole. | prefer
doing this step after the welding as
it gives me something substantial to
lock in a vice. Use a file or similar
tooling for this operation. This is
done so that the monkey tool will
leave a radiused corner at the base
of the tenon. The reason for this
radius is to avoid leaving sharp
square corners, which can readily
produce cracks. (Steel hates
included 90 degree angles; it thinks
they are cracks. Therefore, | always

try to have a radius on the inside of
square corners).

Next, relieve the edge of the
monkey tool to a slight crown. This
allows the edge of the bar end to be
higher than the tenon base, thus
providing a positive fit around the
perimeter of the joint. Now, crown
the “striking block” end, as this will
help achieve an easier square blow
through the central axis of the tool.
For both of these crowning
operations | use a stationary belt
sander.

| use rapid blows with a light
hammer as this upsets the face of
the joint without upsetting the bar
below. Also, thick (V4" or more)
copper jaw liners on my vice will
hold steel without scarring or
slipping when upsetting or riveting.
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Fig. 1 Monkey Tool:

1. Large %" or ¥" drive socket

2. Sch. 40 pipe of similar diameter

3. Block of mild steel (“striking block”)

4. Weld and normalize heat-affected
zone.

5. Radiused edge of drive hole

6. Crowned face of socket

7. Crowned face of striking block

Face of socket,
radiused and

Bar being held in a vice equipped with
copper jaw liners. (Monkey tool being
held by phantom blacksmith.)

Fig. 3

Shows tenons
before and after use
of monkey tool.
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From the Indiana Blacksmithing Association - The Forge Fire Newsletter -
May 2011

Making the Patrick Pelgrom Tongs
Michael Wollowski

I made the tongs in figure 1 based on an article in the German metalworking magazine Hephaistos (http://
www.metall-aktiv.de/). The tongs were developed by Patrick Pelgrom, a Belgian blacksmith who travels a lot
by airplane. In order to reduce the weight of his luggage, he developed a pair of tongs that would be able to se-
curely hold square, round and flat stock. This way, he was able to reduce the number of tongs he carries

with him. His tongs were inspired by how one would hold a piece of (cold) metal with three fingers. The V an-
gled bottom takes on the functionality of the index and middle fingers and the rounded top that of the thumb.
Notice the notch in the rounded top which is designed to give good grip. While they are in essence v-bit tongs,
they excel at holding flat and irregularly shaped stock. They also work well in situations where you need to
hold two pieces to forge weld.

Figure 1: Three-quarter view and front view

In this article, you will find construction notes on how to make these tongs. I find it easiest to rework old tongs
as it saves time. While I like to use flat tongs as a donor, any tongs will do provided they have enough material
to be reworked. I have made two pairs of tongs, the one described here started out as pick-up tongs in which the
business end was approximately 1/2” square. They are going to be on the small side, to be used with

3/8” and 1/2” stock. Start by cutting the rivet. Next, grind off any burrs and sharp edges. Now is also a good
time to remove any excess materials so as to lighten the tongs. Figure 2 shows the result of this step. tongs, cut
the business end so that you are left with about 2 of material. If you start out with flat tongs, you may skip this
step. To make the V-bit bottom, draw the business end to about 1” wide, 1/8” thick and 2” long. If you start out
with pick-up tongs, first spread them to about 1” wide and if they are still too thick, spread them out length-
wise. If you start out with fairly thick flat tongs, first

draw the bit lengthwise so that it is equally thick. Then draw it out to a width of 1”” and a thickness of about
1/8”. Next cut the bit to length, about 2. Now, it is time to form the V on a 45 degree V-grove of a swage
block. It is important that the V-bit is slightly concave lengthwise, otherwise, the piece to be held by the tongs
may wobble. Small imperfections can be removed by grinding them away later on.



Figure 2: Tongs separated, sharp edges removed and trimmed for weight.

To make the rounded top, draw the business end to 1/2" wide, by 3/16” thick by about 2 1/4” long. Fig 3
shows the result of forging the top and bottom. Notice that the top is actually too long

Figure 3: Forged business ends

Next, clean-up the pieces with an angle grinder and cut the top to size and add a small V-notch. The length to
which you cut the top determines the stock size you can hold comfortably. You may wish to experiment with
that by dry fitting the tongs. The ones I made for this write-up open up to 5/8” from the inside of the top notch
to the inside of the bottom V. This was measured with the ends of the reigns opened up to about 2 1/2”. They
hold 3/8” to 1/2” square and round stock as well as 1/2" flat stock.

The medium sized tongs that [ made prior to writing this article open up to about 1 1/8”, measured from inside
of top notch to inside of bottom V, with the ends of the reigns opened up to 2 1/2”. These tongs work well
with 3/4” and 7/8” square and round stock. However, I primarily use them for knife making where I need to
hold flat stock. They comfortably hold 3/4” to 1” flat stock. The medium sized tongs have the following di-
mensions.

Bottom V: 2” long, 174 wide, 1/8” thick. Rounded top: 2 1/4” long, 5/8” wide, 1/4” thick. Notice that they
have the same lengths as the smaller tongs. This is partly due to the different design of the donor tongs.

Figure 4 shows the two pieces after clean-up.



Figure 4: After clean-up.

When putting together the tongs, I like to insert a thin piece of cardboard between the pieces, such as from a
cereal box. This prevents over tightening of the tongs when setting the rivet. I just burn off the cardboard piece
when finished and tighten the tongs if necessary. Figure 5 shows the medium sized tongs holding the small
sized ones.

Figure 5: Big brother holding little brother.




Making A Handle From
Tube Stock

Demonstration by Darla Selander-
a MABA member

Sketched sequences by Steve Alling
Photos & write-up by Steven Spoerre

Depending on the specified size in the handle design, the
starting length will vary with the project. For the
demonstration, a small handle was made with 8 inches of
1-1/4 inch square tube stock. As a guide to ensure a
consistent size of the tapered finials and length of the
twisted grip area, a center punch mark was placed 1-1/2
inches in from each end. The length of the tapered finial
and the width of the fullering tool will change this punch
mark location. For the demonstration, the taper is
approximately 1" and the fuller is 5/8".

Control of the corners on the tube steel is necessary - left
unchecked, the corners will eventually protrude to 4 points,
which will look like a crack when the tube is tapered down.
Therefore, it is important to prevent this from occurring by
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upsetting the corners back even with the edge of the tube
while forging the taper. The goal is to have the corners and
end of the tube all come together evenly.

Do all the forging at a red heat. Knock down the corners,

tilt the tube on to the anvil with light blows forge the sides

e, = while rotating the tube

90 degrees back and

forth. If the taper is

= | formed to quickly, it may
| collapse the tube

| between the comners,

creating a divot in the

| taper which is impossible

- to correct. So light,

careful forging of the

taper is important.

When the same size tapered finial has been formed on both
ends, position the fuller between where the taper ends into
the parent stock and the punch mark. Using an anvil
mounted, guillotine style fullering tool — and again using
slow, light blows, fuller around the tube, rotating 45
degrees between blows. (45 deg rotation keeps the finial
even on all 4 sides, starting the fullering with rotating only
90 deg changes the base of the finial from square to
rectangular, which is not desired). When the tube is
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fullered down to about the desired diameter, then
rotate the tube every 90 degrees to square up the
necked down area. This creates flats for the twisting
tool to clamp against. Fullering of both ends will
increase the length by about 10%.

WORK. (jour,
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Once one of the ends is fullered, a pair of offset tongs can
be switched to, to hold the tube handle while working the
other end and fullering the sides. (see picture below)

Using a small fuller or dull chisel, collapse each side of the
tube between the end fullers — don’t go too deep, too fast
and keep the fullering depth even. Go down the center of
one side then do the opposite side, rotate 90 degrees and do
the remaining two sides. Repeat this process until you’re
able to feel the inside of the four grooves come together.
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Using a vise mounted holding tool, centered in the vise
jaws, take an even heat, then snug up to the handle on the
squared fuller area. The blocks in the tool are tall enough to
let the tube handle rotate without hitting the vise jaws.
Don’t put too much pressure against the fullered sidewalls,
they’re still hollow and will dent. A half twist looks good
on this handle length.

Below are three variations of the handle, Darla had for the
group to look at.

If you want a cone shape instead of a square finial, start
forging the conical shape right at the beginning of your
forging. The square corners of the tube must be forged
down evenly while forging the taper. If there is evidence of
the corners after forging the cone, simply file off.

This photo shows how the handle bracket forms a collar
around the fullered area, and then is mounted to the
decorative escutcheon plate.
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Vancouver Island Blacksmith Association
Membership Application

Name:

Address:

City: Prov./State:

Post/Zip Code:

Email:

Phone: ( )

Fax: ( )

Areyoua: New Member[] Renewal[ ]
[ ] Regular Membership $30.00 Annually

[ 1 Contributory Member $100.00 Annually
Members are required to sign a Liability Waiver
Make cheques or money orders payable to:
Vancouver Island Blacksmith Assoc. (VIBA)
1040 Marwood Avenue
Victoria, BC CANADA
VIC 3C4

Artist Blacksmiths Assoc. of North America

Membership Application

Name:

Address:

City: State/Prov.:
Zip/Postal Code:

Phone: ()

Fax: ()

[ 1 Full Time Student......................$35./year
[ ] Regular Membership...................$45./year
[ 1 Senior Citizen (age 65+)..............840./year
[ 1 Overseas Surface Mail................$60./year
[ 1 Oversea Air Mail.... ..$80./year
[ 1 Contributory Membership............ $100./year
[ 1 Public Library Subscription........... $35./year

Credit Card Payment

Card No.

[]Visa [] Mastercard
Expiry Date:
Signature:
ABANA Central Office
259 Muddy Fork Road
Jonesborough, TN 37659
Phone: (423) 913-1022

Fax: (423) 913-1023
Email: ABANA Central Office



mailto:centraloffice@abana.org

