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2016 Executive
President: Neil
Gustafson
VP:John Archer
Secretary:Charlie Low

Treasurer:Norm Norby
Editor: Brody Smith

Publishing Info: “Forge” is
published monthly by and
for members of the
Vancouver Island Blacksmith
Assoc. General
Correspondence for VIBA:
1040 Marwood Ave,
Victoria, BC, VIC3C4 (or
directly to appropriate
executive member).
Permission granted for
reproduction of any part of
“Forge” provided credit is
given to the original source,
and the item is not marked
‘copyright' or specifically
stated to be for the sole
purpose of “Forge”. Unless
otherwise stated, the editors
are the authors of all
material. Disclaimer Notice:
“forge” makes every effort
to ensure accuracy of the
information contained
therein, but the executive
officers & general
membership of the
Vancouver Island Blacksmith
Association including the
editors, specifically disclaim
any responsibility or liability
for damages or injuries as a
result of any construction
design, use, or application of
information contained in this
newsletter. The use of any
information is solely at the
user's own risk.

Have something fyou:
would like added to

the newsletter Email
it. .,

uArcingbroMail.com

8 Secretary's Report
| By:Charlie Low

T.n. January 2016

Show and Tell:

Aaron brought a roofer’s
hatchet made from a ball
peen hammer. Brody brought
a set of Christmas ornaments,
and a twisted piece of angle
iron. Neil brought a copy of
the blacksmith shop etiquette
rules, which should be posted
in the shop and required
reading for everyone.
Brenden brought a “double
axe”- one axe split in half and
welded to the sides of the
other, so that when you split
a piece of wood, you get 4
quarter pieces. Fraser
brought a long ornate twisted
shoe horn. Mika brought a
jewellery anvil, with two
horns, a central square face,
and a bottom spike for
driving into a block of wood.
Ben brought a sheath he
made at the leather working
course, and a nice damascus
knife made to fit it.
Apparently there are enough
of our members taking the
course that they will give us a
discount on the cost, which
will now be $165.00. Nico
brought a set of clasps,
pinned to their own blanket.
John brought a bottle opener
and a magic wand with a
marble clasped at one end
and another shoe horn,
smaller than Fraser’s. Wes
brought a neat little hatchet
made from a wrench.

New Members:

Jason Levesque, Keely Sulivan, John
Cassidy, Brian Fogarty, Judy Kujundzie,
Dan Christmas and Ian Crawford.

Financial:

We are nicely solvent, expenses of
$9,696.78

There was some discussion of the
details of what went into those figures.

0ld business: N/A

Election

We then went on to the election of
officers:

Neil Gustafson will remain as
president, unanimously

Dan Cram was elected as vice
president (subject to his agreement-
he was not there)

Charlie Low will remain as secretary,
unanimously

Norm Norby will remain as treasurer,
unanimously.

New Business: Next page....

HAVE YOU PAID
YOUR DUES?
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New Business:

Neil proposed a thank-you to Aaron, for all his hard work and help over the past five years,
and Aaron thanked us all for our help and advice. Aaron leaves for Chatham, Ontario tomorrow,
where he will start the eastern chapter of the Vancouver Island Blacksmiths. Ray delivered our
honorarium to Skip and Elva thanking them for their efforts in putting up visiting demonstrators
over the years. They enjoyed a lovely anniversary dinner with it. Neil proposed awarding a
lifetime membership to Glen Jones. He was part of the original crew who built the shop, and
recently we were offered a new door, which needed better door posts to hold it up, and
considerable work around the ground level structures to hold them up, and an overhang to shelter
the new door, the posts, and the sill from the weather. Glen was responsible for it all, and has done
a really nice job on them- now we need some paint here and there on the older parts of the
building so they do not appear to contrast so starkly with all the lovely new bits. The lifetime
membership was approved unanimously. Brody has put together a couple of idea books for the
shop. They are not to go home with people. For interesting new ideas, come to the shop and make
them there. The books are open to additions if anyone sees gaps.

The anvil repair workshop and demonstration will happen after the February meeting. Benoit
suggested that he do a leg vise repair demo as well, so don’t plan on dashing away immediately
after the meeting.

To get up to speed on Caniron in general, go to Caniron.ca. There was some discussion of what the
theme should be, with no firm conclusion being arrived at.

There was considerable discussion of our support for the financial existence of the shop. Our
main source of revenue comes from the demos we do at the fairs, and the trinkets we sell at them,
and we could use more trinkets. Various formats for the accumulation of trinkets were discussed:
making 2 and throwing one in the box on a regular basis, making one evening a month or so a
production night, where everything goes in the box, having production days on an occasional
basis, either in conjunction with the meetings or as stand-alone events. All have their pluses and
minuses. Historically, we have had production days, and they seem to work well, both in the
making of trinkets, and in getting people to try making new and different things from their usual
routine.

Coal continues to be a problem. The latest reports have Quinsam Mine closing and being sold,
cutting off our supply on the island, other than purchasing it at retail. It was estimated that
sending a truck and trailer to Sparwood and back would cost in the neighborhood of $6000.00, so
perhaps we should be giving serious consideration to getting into propane.

And with that, we adjourned and all went somewhere to get warm.
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Y New VIBA Raffle
4 ﬁ
Below is the new raffle tickets for every item/items made.
The value must equate to 20 dollars per entry, there will

be four draws this year. The prize will be one of the three
volumes of Mark Asperys books and mystery fourth prize.

Volume I;

Mastering the Fundamentals Of Blacksmithing

Volume II:

Mastering the Fundamentals of Leafwork

Volume llII:
Mastering The Fundamentals Of

Traditional Joinery

A box will be placed in the shop for tickets. You must place
a price tag on your item to be considered entered or you be

1 - _ Disqualified! | |
VIBA Helping Hand VIBA Helping Hand
. Raffle Ticket . Raffle Ticket
Name: Name:
E-mail: E-mail:
Item made: Item made:
How many How many

Mobs: Minimum (gt vilues 705 per ral e artry. Beml witbout & grice thg will Nake: Misimum Eam vales 205 por raflls snbry. Mami withsut & pics tag will be

be Disqualified! Disqualified!




Labyrinth Léathercfaff

Local leathercrafters Campbell Orr and Amanda Bennett of Labyrinth
Leathercraft will be offering a course in leatherworking, introductory tooling, and
knife sheath making that a few VIBA members have taken already. The classes
will include two full days of instruction, and include all materials and use of all
tools necessary to learn on and to craft a final knife sheath to take home.

There will be two instructors and only three or four students, so there will be a
great deal of personal attention. The class will cover how to prepare leather for
tooling, the basics of tooling designs into the leather, how to dye and antique
leather, how to finish and seal leather, and how construct and hand stitch a
friction-fit knife sheath. There will also be time allotted for questions such as how
to adapt the techniques shown to other styles of sheaths. After the class,
students may purchase blank leather sheaths suitable for tooling from Campbell
and Amanda in one of three sizes for future tooling projects, at near cost.

The classes are to be held in their workshop near the Bay Street Bridge
downtown, and run on a Saturday and Sunday, from 10:00 AM to approximately
5:00 PM each day with a break for lunch. The dates of the upcoming classes are
as follows:

Class 1) Saturday February 11th & Sunday February 12th (2 seats currently
available)

Class 2) Saturday February 25th & Sunday February 26th (1 seat currently
available)

Class 3) Saturday March 25th & Sunday March 26th (4 seats currently available)

Labyrinth Leathercraft is offering VIBA members a $11.20 discount off the cost of
the class, so be sure to mention your membership when signing up! The
discounted cost is $165 plus taxes, and includes all materials. Payment can be
made via cash, credit card, etransfer, or PayPal. If you are interested in
participating in one of the above dates, please contact Campbell by a method
below (email is preferred):

Website: http://labyrinthleather.com/
Email: labyrinthleathercraft@gmail.com
Phone/Text: (250) 507-4884



Anvil Repair
Post Vise
Repair Course

Where: Luxton Fair grounds langford.

When: 9.00AM on Feburary 26 Sunday
meeting day.

How much: No charge for members-who
attend.

What: Bring PPE, Something for lunch,
Flame resistant clothing we will be
welding and grinding.

Please RVSP and Fwd question to
arcingbrody@gmail.com

_~

Below is the required reading for the
repair process.

i
'

NO HATTEH HOW BADLY THEY ARE BROKEN WE CAN REPAIR THEM IN GOOD SHAPE
: ; = Columbus

Anvil and
Forging Co.,

West Franlfort 5t.,

COLUMBUS, OHIO.

WE ARE EXPERTS AT REPAIRING OLD WROLUGHT ANVILS,
WE ALSD MANUFAGTURE THE CELEERATED ARM AND HAMMER ERAMD ANVIL, ASK YOUR DERLER FOR THEM.



mailto:arcingbrody@gmail.com

Anvil Repair- © Robb Gunter and Karl Schuler
Developed with the help of several metallurgisis and welding engineers at Sandia National

Laboratories and used on several hundred anvils with great success.

Anvil Buildup Hardsurfacing Anvil
AFM AFM 800
Arctec ) 41 CNMg ) 60 Ecoface
Arctec Ray 778 846 6207  Sales Wayne 1 866 172 8311, Shipping costs about 105
Alloy Rods SuperWH
Certainium 245 267
Eutectic 3205 N2
Hobart MC TUFANHARD 550, 600
Lincoln Wearshield 15CrMn
MeKay Chrome-Mang HARDALLOY 58
Messer (MG) 760
Rankin Ranmang3
Rexarc MN-100
Stoody 2110 21 /1105
Preparation

1) Expose good, clean material. Grind through all folds or fractured chips.
2) Chamfer anv holes or severe depressions in preparation for welding.
3) Preheat a wrought iron base anvil to 400 degrees and a cast iron base anvil to 450

degrees.

A propane-fired weed burner works well to preheat the anvil. Venfy the temperature with a
Tempil Stick crayon (available at a welding supply store) which melts at a given temperature. (1.
e., 350 degrees, 400 degrees, 450 degrees. Be careful to not overheat the anvil, particularly the
heel and hardy hole area, as it's a thinner cross-section and heats faster than the more massive

parts.

Build Up:

For a wrought irom or cast steel anvil, use Stoody 2110 {or equal) 3/16" rod (DC reverse works
best; however, it will un AC); (Hard facing Stoody 2110 electrodes are designed for build-up of
austenitic manganese parts subject to high impact loading Modified high chromium - high
manganese steel which combines toughness and wear resistance.)

Unlimited passes. Expect 45 Roclowell C as welded.

If the hardv or pntchel hole areas need repafr, inserting a chill (or form) made of 1/16" sheet
copper into the respective hole before welding. This will save alot of grinding and filing to true
up the hole.

Hardsurfacing:

For no more than three passes (or layvers thick) use Stoody 1105 (or equal) 1/8" rod (DC
reverse, or AC); expect 50 to 52 Rockwell C as welded, ideally consistent with the original
hardness of the tool plate.



(StoodyE 1105 a particularly good match for the W-1 tool steel tops of most anvils Designed for
use on carbon and low alloy steels, it contains alloying elements in its coating. Provides good
weldability and a high deposition rate.1105 can be applied in stinger or weave beads using DC
current, either polarity. Not recommended for use on manganese steel or castiron. Typical
applications inclide tractor idlers and rollers, sprockets, drill pipe etc.)

Hard surfacing rods are quite gravity sensitive during the welding process. Lean the anvil against
a cinder block to 45 degrees while welding on the edges. (yvou will have more of the expensive
welding rod on the anvil and less on the floor)

When welding a cast iron (not cast steel) anvil, alayer of Nlrod (high nickel) must be put
down first. Build up over the NI rod with Stoody 2110 (or equal); Unlimited passes (DC
reverse), expect 45 Rockwell as welded. For the last three passes (or layers thick), use Stoody
1105 (or equal) 1'8" rod (DC reverse); expect 50 to 52 Rockwell C (f you don't exceed three
passes thick.)

Repair to the Horn:

If the horn is blonted or slightly broken, put the end of the hom in a coal forge, heat it to bright
orange and forge it out to the desired shape using a 12-1b. sledge to back it up and a 2b.
rounding hammer on top.

B.epair to the horn of a wrought iron /cast steel anvil can be accomplished with 6010 welding
rod as needed. Repairs to the hom of cast iron anwils is usually done by welding with the NI rod
and grinding.

Minimize the potential for stress cracking from welding:

After welding and vou are sure that there is sufficient buildup to allow for grinding to the desired
finish (check with a straightedge), post heat back to 400 degrees or verify with the Tempil
Stick that the anvil is still that hot from welding. Pack the anvil in vermiculite (croshed mica
available at most nurseries) or wood ashes. This will allow it to cool slowly for a minimum of
eight hours.

Finish:

Start with a 24-grit cup stone on alarge body grinder. Note it's quite aggressive at removing
metal. Be careful to keep it running flat (sparks coming off both sides of the cup stone).

Start with 24 grit flex back metal sanding disc and in five or six steps (eg
24/60/100v120/180/240) work down to 240 grit. All edges should be kept sharp and square.
Radius edges to vour desired shape with 100 grit or finer sanding disc, Near the anvil step the
radii are typically ground to a 3/16" or 1/4" radius and tapering to nearlv no radius at the heel of
the anvil. The edge of the step and the heel are usually left rather sharp and only broken with a
file.

Final polish can be done with a Scotch Brite disc.



THNIS SIMPLE JIG will help you insurae that rﬂu} hingen
are of the correct length and will produce a |:||::'It|-l:t. Faye® .
gach time, and exactly where you want it. Aftor doing two
of threa, you will find that you can complote a hinge cyco
in less than a minutal! LOTS DETITER than the old way ol
gueassing vhere toe bend, how much atock is neecdod [or tho oye,
such hammering, drifting, cussing, and difficulty in wmaking

any two alike--try it on your next hinge project.
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Do you really want
to put Water on
your Fire?

by Dave Smucker
with a major contribution by
Tom Troszak

Do you use water on your forge fure?

Well, I dan’t recommend it if you are uging o
charcoal or propone forge. Howewer, if you use a
coal forge, Then that i3 o dif ferent story.

A long time ago Joe Babb, from the Chinch Biver
Group made The point To me that he noticed that
fewer ond fewer demanstraters that he watched
seemed to use little (or o) water on their coal
forge fires. He wot wondering wihy since he olwoys
diedl anad was tawsght that 1his wes an smpertant part
of earrect fure management, I filed this owey - ond
said it would make o good future article

Eorly this past summer I posed the guestion on
the use of woter on coal fired forges to the

AACE Mewslefter

Joruary S Febroaary 2005

mterme? forum of “TheForge®™ so that I could howe
some opinions ofher thon just mine I gotf a rumber
of good responses - and one wery outstanding and
detailed responge from Tom Trosrak firem
Ashewille, ME.

Tom has a lomg history of blocksmithing and
working wath cosl fired botlers ond bacomatives. He
also has a rather Strong techrecal bEnt sn The
understanding of what is happening & our
blacksmithang process,

Here are Tom § comments on the use of water in
the coal-fired forge.

What is Coal?

ool is o coorse mixture of vorious fueks most
importanthy, the carbon in the ceke, and the
flommaoble geises tropped in the coal. Sulfur, peat,
gils, and other combustible impurities in the coal con
also oct af fuels, but will be disregarded for the
mament. The ceke (carbon) is the most impoetant
component where heating mefal for forging iz
concerned. Cools are classed eccording to their
carbon confent: Anthracite (mest carbon),
Bituminous [Mest common for forging), Sub-
Bifuminous, end Lignate (least carbon)

How Coal Burns,

The gasses in the coal have a bower ignition
temperature o than the coke (carbon). Some
ceal with a lot af walatile material wall barn by stself
without forced draft, just from the combustion of
the gasses. Thes type of fere woll Mot heat metal 1o
a forgeable temperature becouse the gofses are
burning of f af a relatively bow femperature. On the
other hond, some coals have 2o few volatiles that
they will mat burm at all witheut ferced deaft.

Whith the additicn of atmospheric axygen frem
the farge blower, the carbon in the coke becomes
incandescent and the rodient heat from the glewing
coke then heats the metal in the fire fo o useabls
temperature, By the time the cohe in the coal is
blown and heated to a suf ficient temperature for
ferging, the gosses are long gone as “steam”™, smoke,
or flames. The steam, smoke or flomes do not heat
the metal

In the heap of green coal surrounding the fire
itself, the radient heat from the fore (ond some
escaping heated air) beging To drive of f, or “digtill
of f the wolatile gasses, which, if heated to

Page 19




combuihion Temperalure, become lorge romantic
flames that heat the smith, but rot the work

What Does Water Do?

Waetting the green coal does several things, but
maost impartanthy, it kesps the carbon [coke) in the
green coal below its combugtion femperature while
the more volatile gasses are being drwen of f. That
way, the all-important coke is preserved from
premature combugtion while the distilling of gasses
i taking place. When the gaddes are gone, The coke
if ready fo be raked or pushed into the heating
portion of the fare.

The predence of water in the green coal
immedwately darreunding the fire olso keeps some of
the gatees from resching combustion temperature,
#a that they boil of f &n the steam, rather than
creatimg enpleasant flames. Whether you steam of f
er flome of f the getses is lorgely & matter of
preference. but you generally get more useable coke
for heating your metal if you keep the surrounding
green coal below the combuttion temperature of
the coke. You get less flame ond smoke if you keep
the ropedly departing gosses below their combustion
pasnt,

The cast of BTUs ehserbed in the vaperization
of the water 5 completely ingignaficant compared to

the BTUSs preserved by prevenfing the premature
combustion of the coke. The water {and the gotdes)

in the green coal are Beng bailed awsy by the siray
radhant heat that escapes from the center of the
fire, heat that s net deing useful work ermpeay.

T e

The ameunt of waler necefsary to produce the
mawimurs quantify of usable coke varies widely with
the guality of the cocl, and the size of the coal
particles Some fine, high corben coals burn well
ailmast dry.

The more corbon (and legs gasses)] in the coal.
the less water generally will be needed to keep the
coking proceds under control. Cool with more
corbon ond less gastes is (im general) “better™ for
feorging purposes, ignoring the melting temperature
of the lhg feor a moment. If you Just by caloe
nh'a_nd'p maade, you don' T need arry water of all,
except perbaps to keep the fire from spresdong foo
mach, but you hove o blow it confimuously, or it
goed cutt pretty fast, Pure metollurgeoal grode cohe
i mry farging fuel of cheice, ond charcoal second.

AACH Mewsletter

January  February 2005

Fimer coal particles help eep the kot I:w
coke) porticn of the fire contoined, and less draft
air efcapes through the surreunding green coal, s
that the fire spreads less readily. and the evailable
air blast s more effective. If fthe coal 15 Tea
coorse, ensugh blast air com escape *hrﬂ-qgh the
looge pile to make it dif ficult to reach Fnrglng
temperature. The coorser the coal. the more
wetting and packing may be necessary to kheep the
fire hot ond contoined,

Ok, let’s talk about clinkers,

Coal comes from caronscesus materals in The
grownd, it if comprised things such s old frees,
grads {peat) ond dinefours 2, ond confains a more
or lets percentage of dirt (ash) This dirt (ash] is
comprized of o fontostic variety of materials, but
largehy silico, menerals, etc... you bmow, Dt

In the high temperature of The forge fire, this
dirt mixture forms a wery orude glags or slag known
as chinker. Some rare forms of dirt (like pore sikca)
may have such a high meltng point that they ore not
a melting problem af ferging Temperatures, but
these are ot of fen foamd in coal, 20 the best way
to prevent chnkers from forming if to obfosn coal
wrthout #0 much dirt (ogh) n it in the first ploce

Al conls conftain some ash (dirt), but whether of
becomes problematic during forging depends on the
melting temperature, friability, ete. Some chrkers
are sticky, Some ore nof. Some coals may be dusty
grey, have 255 by weight of ash, and enly 508 of
carbon, but forge very well because the clhnkers da
not chump. Some coals ore very shing black, wery
little ash, a rating of 15,000 BTUS per pound, o high
price tag, and immedsstely turn 1o o gicky mess al
forging temperature. Most coals are semewhere n
befween,

The free coal that comes from the steker bin in
the old fermhouse may be fantastic or horrid for
forging, the anby way I know to fell is by frying it
for a couple of days. Some coals moy werk OK at
“forgeng™ temperatures, then become sticky whes
Biowm 1o “welding™ Temperature,

Clinkers ore coused by dirt mixtures being
exposed fo temperatured chove thesr mebhing poant
na forge fire, mot by the apprenfice who deesn’t
hold his jow right, feo much slerng, or by the
photes of the Moon, Yeu con't “couse” clinkers by
improper freatment of the ceal. Yeu CAM prevent

Page 20
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We are excited to announce our 2017 membership campaign drive and would like to
ask for vour help in spreading the news, As a gift to a first time member we wall
award (while supplies last) a copy of Francis Whitaker's book, My Life as an Artist
Blacksmith.

ABANA 1s widely recognized as the preeminent organization of blacksmithing in the
world. Visit us online at www.abana.org and like us on Facebook and Twatter, You

may join ABANA or renew your membership by following this link:

hrtps://'www.abana org/ membership/index shiml

Thanks for your support.

Eddie Rainey
ABANA President

Company Address
City, State Zip Code




AFFIXING HAMMER
HANDLES:

tightly

{Reprinted from The Twpere, newslenier
of the [Minois Valley Blacksmith
Association, August 1986)

hy Wilhur Gaedika

H ere are some sieps foe affiaing
hzrmameie handles 1o the hesds so
they fit and 413y ught

1) Usze a sharp draw knife o shape the
handbe 1o fit the hammer hesd This is
important x5 soamee forped hammer heads
hawe weind eye dimensions.

2} Saw a sl in the handle 1o a depth
eqeal w0 three-guarters of the hammer-
head hale,

3} How you are ready 1o drive the handle
down ialo the head. | spend the whole
thing over the leg vise with the jows
opened wide encagh for the handle 1o ex-
tend theough ihe hammer head.

4) Using a hacksaw with the blade
repositioned a half wem, cut off the ex-
ceit haredle material above the hammer
kead (dont cul wo close or you will
beave wply saw marks on the head.)

%) Drive a wonden wedge into the saw
kerf.

&) Drive an inon wedpe into tee handle
crosswise o the wooden wedpe.

7} Soak hammer head asembly in ant-
freeze for reo days (the wood will expand
and nod dry oul),

Mo isa’n chat simple?

From: Blacksmiths Cazette
Mar-0Oct 1986

".-'r.l"




The Man At The Fire

There are some who forget what experience means,
They are generally fellows just out of their teens,
Any by using pyrometers seem to acquire,

A lack of belief in the man at the fire.

They'll talk of coalescence and pearlite and tell
you the value of cementite. Sounds very well;
And the depth of their learning will make you perspire,
But they don't get the results of the man at the fire.

A pyrometer is good when it's kept in its place,
But sometimes you'll find there is a lie on its face,
And then when the heat's climbing higher and higher,
The man who can tell is the man at the fire.

Now do not mistake me; | say, by all means,
While you're lacking in skill put your trust in machines;

r

But if to be really expert you aspire,
Then study, as well, with the man at the fire.

So, when you are learning your job, never heed
Those who tell you that skill is a thing you don't need;
For skill and hard work you will surely require,

If you hope to compete with the man at the fire.

Copyright 1921
L.Gerald Firth, Works Manager
Firth-Sterling Steel Company

Reprinted from the Journal of the
Upper Midwest Blacksmith Association




anIRONX] *

at Kwantlen Polytechnic University, Cloverdale, BC
only 50 kilometers east of Vancouver, BC

See CANIroN.cd for demonsirator, event, and registrafion information.

Presented by: Vancouver lsland Blacksmith Association and co-hosted with blacksmiths
from the greater Vancouver area and assistance from the Kootenay Blacksmiths
Association.




Vancouver Island Blacksmith
Association Membership Application

Name:

Address:

Prov/State: _

Post/Zip Code:

E-Mail:

Phone: (__)

[_] Regular Membership.......... $50/year
Members are required to sign a liability
waiver. Make cheques and money orders
payable to:
Vancouver Island Blacksmith Assoc.
1040 Marwood Avenue
Victoria, BC, Canada.

Artist Blacksmith Assoc. of North
America Membership Application

Name:

Address:

City: _________ Prov/State: _____
Post/Zip Code:

Phone: (___)

[_] Youth 18 and under........... $20/year
[_] Full Time Student................ $45/year

[_] Regular Membership.......... $55/year
[_] Senior Citizen (Age 65+) ...$50/year
[_] Overseas Surface Mail ......$60/year
[_] Overseas Air Mail .............. $80/year
[_] Contributory Membership....$150/year
[_] Educational Institution membership
$250/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: centraloffice@abana.org

b ;:'? Luxton Park
g
3

M,
E"“'"r.&q. Ave  » Happy Valley Elementary
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