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MAKING AN OCTOPUS — ACCORDING TO KIRK SULLENS
PIONEER ARTS SETTLEMENT APRIL 9, 2011

MEMORY BY SARAH MCMURRAY (IMPERFECT!) * KIRK WILL BE AT THE ANNUAL CONFERENCE
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Youwll peed small, medium & large eve o A . You meed 9 picces of round or syuare stock. “Taper
punches. Can make by center punching 55 i down enids 1o look like tentacles, smallest ends
re-bar, heating it up & placing a small ball shouldnt be sharply pointed {more “octopuslike”)
bearing on cenfer punch mark and smack w/f i Cros section shoubd look like a sadeways [0 Make &
hammer, Small bearings heat up quickly so of these out of stock & then punch wi eye punches
you'll need more than one. (Can get @ a bike going fmom large 1o small as you maove toward tip,
shop according to Kirk) use dead man stand wi bungee 1o hold rosd while you
punch,
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“Ihe 9th rod is for the oclopus beak. Form beak on a short You wanl it to be long enough 2o when you open octopus tentacles it can

bengih of rod and place in middle of bundle o be welded. b seen underncath. This is ectopus’ mouth.
Arrange bundle in 5. pattern of 3 x3 rows, placing beak in the middle,
!3 With “1s facing oul.
‘hh""-..... mﬂfi’ A ;
— — " 1-
5 e Hhage iy
Tack weld scross the top o hold bundle lor forge i T — ndis le
welding. Hold other ends of stock logether with a T
band or hose clamip, Forge weld as far down as you G A =,
want the hesd to be. - = o feibm
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As you [orge weld head try 1o get from a square 1o round shape, Try o form
slight profuberances on side of head for place where eyes will be punched.
Eyes are placed midway between directly to side & dose in frond. Onece
head is securely welded, start necking down arca under bead toa more
hourglass shape. Then pick side opposite of where oyes will be & swedge
hecavily almwat 172 way through. Bend head back into this swedged out
arca. This allows you lo pose oclopus in a more natural position.
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Adter punching eves in head, you later can dress area around eyes wi' 172 round
filc to make eye bulges more pronounced. Kirk ssid it helps to watch vidoos or
study pictures of octopus.

8 —
Lastly, pull octogus legs ol from bundle. Use a torch (easier) or forger {more
diflicult) to heat where you want in order to pull out and form the tentacles. Hint
[rom Kirk - oclopus always trails back lentackes behind and moving forwarnd,
Front & sides sorl of (an oul, /

THANES SARAH FOR YOUR TRANSCRIFTICN!

[F YO WANT TO SHARE A HOW-TO-DO-IT-ARTICLE,
EMAIL EINTORgBLACKSMITHIMNG, CHRG

OR: WILL MANNING, 175 TALMADGE 51, APT 2
ATHEMNS, GA MW05 - (T06)-850-7988
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Show and Tell:
Brendan brought in a big sheet-
metal dragonfly, a mothers day
(?) present- only slightly late for
mothers day- [ may have
misheard and it is for a mothers
birthday-either way, quite
spectacular. Charlie L brought
in a set of coathooks- a mother
and father plesiosaur looking in
dismay at their adopted son the
octopus, who has taken up
boxing, mounted on purple
heart. Michael brought in a
bottle opener made from half a
horse shoe, with a horse head
on the proximal end (John-
little help with the name?) .......
was in Sweden doing a course in
forging Swedish axes, and
brought in a nice hatchet in a
leather case, an unfinished axe
head with a long collar, a chisel
and a drift. The unfinished axe
head was a gift from Wettering,
where they make axes- the long
collar is to allow the use of
birch in the handle, as it is not
as sturdy as ash. Steve brought
in a nice little knife made from
cable damascus. There was a
tool box made by Joe, with
drawers on the bottom. These
drawers contained samples of
the work that Dorothy Steigler
did at Caniron. There was also a
mirror with a decorative bronze

Have something 3}0
would like added to
the newsletter Email
it. -

EArcingberil.com

framing that she started at the
domo she did for us, and
handed over finished at
Caniron. Ben is restoring some
of the work that Dan Orton did,
and brought in a stand and
bowl. Neil brought in a copy of
Hammer Marks, the newsletter
of the Kooteney Forge.

John A brought in a 32 calibre East
Tennessee southern mountain squirrel gun
with a persimmon stock, 46 inch barrel,
flintlock action with set triggers. He made
everything except the barrel and some lock
parts...we were very impressed.

New Business:

Note from Steve- The coffee machine
was left turned on all week- could be a
fire hazard, as well as not good for the
equipment. John W mentioned that he
noticed a dremel tool had been left
running too- suggestion- unplug
equipment when you are through with
it.

Continued on next page...




Old business: Fairs- we are 2 weeks out from Coombs, and
then it is Fair Season! There are sign-up sheets in the shop-
sign up for when you can come out, so we can figure out if
there are particular days when more people will be needed
and we can twist some arms- Everyone should remember
that it is the fairs that pay for the shop- the appearance fees
and the money we make selling the art is what buys the coal,
steel, tools, pays the rent, hires the demonstrators etc- so we
need to put on a good show at every fair, for every day of
each fair, and if we know in advance when extra help will be
needed, it just makes life so much simpler. Also, remember,
the fairs are FUN!- you get to look like a tremendously skilled
artist to all the people just by being able to bash a piece of
hot iron.

Dan’s stuff is looking for homes, especially the frames for
power hammers and presses, which are out at Ben’s shop If
you want to have a look, phone him to arrange a time-

Neil thanked everyone who helped make Caniron a
success- it really went well.

There is a box of Thrifty Foods re-useable bags that were
originally meant for handing out trinkets at Caniron- help
yourself to them. There are also hats and T shirts from
Caniron- hats are 15.50 and shirts are 15.00- see Norm
about them

One of the exhibits at Caniron was Glen Moon'’s oill
burning forge- it was spectacular, heated steel incredibly
quickly, and would probably be a bit of a fire hazard in an
enclosed space. John W and Willy both have plans for
constructing one.

The church which allowed us to camp during Caniron
would like a candelabrum, which we thought would be a nice
way for us to thank them. Dan will talk to them and get some
ideas and sketches, and anyone who would like to contribute
is welcome to do so.

Ben is working on getting both the power hammer and the
press fixed-

There was some thought about having a barbecue in the
week before the Luxton fair, and combining it with a general
cleanup of the shop. The MFI usually put out a call for help in
cleaning up the grounds about that time too, so plan to have
some spare time around then.

And with that, we adjourned.
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When blacksmlthlng somethlng there are many steps to
consider. One that we use but never get to see is at the
microscopic level. Hardening metal is brought up many times
In books and on the internet, on how to achieve successes.

High voltage For instance when
making a punch you
are controlling the
grain growth. We know

Electron gun

First condenser lens What to dO to make the
punch function, but

Condenser aperture 1

Sacor dicrdencartoni there ais a Ievellof

Condenser aperture mystery of what is

Specimen holder and air-lock actua”y going on while
we Work.

Objective lenses and aperture

Electron beam

Fluorescent screen and camera

Transmission Electron Microscope

With science and technology it has
allowed us to go to a completely
different world. | am delighted to
show you this new world, and shed
some more light in the mystery's that
still hide in the corners of the
blacksmith shop.




A micro-crack in steel
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microcrack after bending test,colored by Manuel Paller Courtesy of Martina Dienstleder
Source: https://www.fei.com/image-gallery/




Edge view of a burr raised by repeated "~ Edge-on view of the blade following
strokes of one side of the blade on a DMT stropping on a hanging denim strop
1200 diamond plate. This burr is easily felt - loaded with Mother’s mag polish

by brushing a finger across the edge. aluminum oxide).

Sagnad A = SE2 Cate 19 Oct 2015 10 pm

FIB Imaging = SEM _ Time :13:03:00  —

Side view of the blade following 3 minimum force passes on the DMT EF (1200 grit) diamond plate. A
micro-bevel, approximately 15 microns wide has been produced.




Microstructural Damage in Nuclear Reactor Components

To find, and possibly prevent, weak spots in materials under
extreme stress, such as those at the heart of a nuclear reactor,
scientists at PNNL are combining detailed macroscopic to
microscopic images. This image shows a microscopic picture of a
high-chromium, nickel-based alloy. Its surface was chemically
etched to reveal faceted crystallographic planes at regions of
localized microstructural damage. Through their research, scientists
at PNNL are understanding how damage in metallic alloys evolves.
This information may help identify failure mechanisms, improve
reactor component reliability, and extend reactor life. Research was
funded by the Nuclear Regulatory Commission and the U.S.
Department of Energy.

Team Members from PNNL: Matthew Olszta, Mychailo Toloczko, Dan Schreiber, Rob Seffens,

Clyde Chamberlin and Stephen Bruemmer.
Image was colorized by Matthew Olszta.
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Show and Tell:
Neil brought in “Hammer
Marks”- newsletter from
Kooteney forge. Chas L brought
a broken santoku to see if
anyone had ideas about
salvaging it. The consensus was
that trying to weld it would
make it worse. He also brought
in a trivet that used to be a
pitchfork, and a santoku style
paring knife. Brendan brought
in 3 magic wands, Wes brought
a holder for an electrical
insulator, which turns the
insulator into a vase, as well as
2 shelf brackets with circle
bracing, and a hatchet made
from a wrench. Sebastian
brought in a very shiny knife,
and a hummingbird drinking at
some flowers. Dan C who got
the job of blacksmith 3 days a
week at Fort Langley brought
timbits and beer, and a big
Thank-you to us for teaching
him about blacksmithing.
New Business:
We should have an inventory of
the “Blacksmith Art” remaining
after the fair season. People just
making stuff and contributing it
on an ongoing basis has worked
well. However there was a
suggestion that we should have
a production day, just because
they are fun.John C suggested
there should be a memorial for
Dan Orton on the website. As
well, Neil told us that Galen
Kennel has died. No one was
absolutely sure of the cause, but
we think it was some form of
cancer.Construction of the
addition to the shop- Neil plans
to talk to Glen J, who is our

resident authority on that sort of
thing.Benoit can provide specialized heat
treating with a programmable oven.
John W discussed people doing demos.
Tim S is planning to do a forge welding
demo some time, Nick would like to do an
axe-making demo, and if anyone wants
an interesting field trip, Dan C will be
working at Fort Langley Mondays,
Thursdays and Fridays- And with that, we
adjourned.
We offered to make something for the
church which let us camp in their parking
lot for Caniron. They have requested a
cross, and Dan C brought a sketch of
their idea- there were all sorts of
suggestions of ways to make it more
fancy, but it does seem pretty easy to
fulfill their request- the cross should be
free-standing and about 2 feet high.

Neil gave a general Thank You to
everyone for the very good participation
at the fairs this year. It was quite
remarkable- last year there were a lot of
days with no more than 2 people manning
the fair, and this year there was only a
single day with as few as 3, and all the
other days at all the fairs there were
anywhere from 6 to 10 people- Well done
All.Another Thank- You was voted for
Sebastian who has been doing a really
good job of keeping the shop tidy.

Neil told us that the payment to Kwantlen
College for permission to hold Caniron
there has still not been requested- the
suggestion is that the paperwork is still at
their lawyer’s. All the other costs have
been paid and finalized.There are still
hats, and T-shirts. The shirts are mostly
XL, with some XX and XXX.

Finances:

We did well at the fairs, making about
$00.00 more this year than last, and quite
a lot of that money came from sales of
the “Blacksmith Art” that people have
been making and contributing. We found
it odd that the Luxton fairs did very poorly
in sales compared to all the other fairs,
and the consensus was that it was
because we are way out at the end of the
line where nobody comes. It was
suggested that we set up the sales tables,
and perhaps a portable forge near the
center of the excitement next time out.
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PAABA Hammer-In at John Groll's Shop
Pittsburgh, PA
February 18, 2012
Presenter: Jay Hayes,
“Burner and Forge Design”
Article & Drawings by: Henry Sibenaller

] If wou are interested in building efficient, cost effective,
naturally aspirated forge burners, a complete gas forge, or
® looking for a ready to use forge this article may interest

you.

. Jay Hayes, a blacksmith and engineer who designs and
Interasted PAARA Members at builds gas furnaces for a living is the president of C.).
John Groll's in February 2012, Products, Inc. At the hammer-in Jay discussed and
demanstrated how his naturally aspirated burners and
forge designs work. The burmers are powerful, relatively easy to make, cost effective, and don’t
use a blower, which means you can use them almost anywhere,

Jay explained the basic design principles for his 3/4-inch size naturally aspirated burner. He also dem-
onstrated making some of the bumer components, assembled one of the burners and then demon-
strated how to tune the burmer. The design of the propane supply manifold and some interesting fea-
tures of his forges were also discussed, The 3/4-inch size burner(s), in a well designed forge, achieves
both forge welding temperature and conditions inside the forge that are favorable for forge welding.

Burner Design: A typical burner is shown in Figure 1. It has a converging inlet section, a mixing tube,
diverging diffuser section, and a burner mounting tube. The various parts of the burner are identified
and critical parts are dimensioned.
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This burmer has a low-end output of about 20,000 BTUs hour and a high end of up to 200,000 BTUs
per hour, and it doesn’t use an external air blower.

The arifice support plate and the adjusting screws position the burner onfice assembly inside the bell
reducer. The orifice is located 3/8-inch upstream from the inlet end of the 3 -inch inside diameter
roixing tube. This offset 1z a critical dimension and is equal to 2 times the inside diameter of the mix-
ing tube. The relatively high velocity stream of gas exiting the onfice induces air to flow down the
mixing tube, where the two gasses become well mixed.

The orifice has a hole in it that is the diameter of a #57 dnill. The nozzle diameter is critical and one
drill size larger or smaller will adversely affect overall burner performance. The orifice shape is also
important, and it creates a high velecity flow at its exit, which helps to promote entrainment and mix-
ing of the air in the mixing section of the burner. The general orifice cross-section is shown in Figure
1. A burner tip made from a gas welding torch tp will not work nearly as well because the gas that
exits from it does not have the same optimal flow characteristics. The combination of orifice design,
orifice diameter, and fuel gas pressure determines the velocity of the gas exiting the orifice, If the
velocity 15 too high the gas will blow through the mixing tube with little mixing and if it is too low in-
sufficient air will be mixed with the fuel gas.

The mixing tube 1= purposely made from a “lower quality” welded pipe nipple that has a rough weld
seam along its inside diameter. The rough and protruding weld helps to promote turbulent flow and
thus mixing inside the tube. An excessively long tube causes undesirable pressure drop and one that
i% too short won't provide adequate mixing.

The nozzle at the end of the mixing tube slows down the gas flow to maintain a stable flame over a
wide range of operating pressures. The nozzle angle is important, and it is about 12 degrees as
shown in Figure 1.

Burner Tuning: Figure 2 illustrates the airflow condition inside the burner. The orifice centerline is
shghtly at an angle and offset from the centerline of mixing tube. This is done to obtain a swirling
condition as the gas starts its way down the mixing tube. Three burner support plate adjustment
screws position the nozzle to the desired attitude relative to the centerline of the mixing tube, and
the nozzle assembly is moved axially in the support plate to obtain the desired axial position relative
to the upper end of the mixing tube.
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Burner, Continued...

Jay cautioned that propane is heavier than air and will accumulate on the ground in a closed space.
So store your tank(s) outside, not in your closed shop, garage or house. Also, be sure to have a
carbon monoxide detector in your shop so that you can take corrective action if there i1s an elevated
reading. Always properly ventilate your work space.

¥You want to tune the burer to achieve a teal blue inner flame and a faint blue outer flame. It
should not be orange, except possibly initially while pipe coatings and oil are being burned off. The
tuning should be done outside the forge, with the burner clamped in a vise, where the flame and
sound can be easily observed and heard. A relatively smooth, not rough, sound is desired.

Use a hand held propane torch to light, and relight, the burner and later to light the forge once the
burner{s) are installed. Don't use matches, agarette highters or paper for safety and cleanliness
reasons, Always have a lit starting torch present before turning on the manifold gas and, of course,
keep all body parts away from the path of the flame. NEVER put your face in front of a burner or
forge when lighting off.

Tune the burmer to work best at low output and it will most likely work well at high output. Work
with the orifice position to achieve the final tuning. With this particular burner design the orifice
support palate is not choking or controlling the amount of air that is entering the burner, the overall
design plus the orifice position and fuel gas flow control the air flow,

Start with a low gas pressure around 3 psig. Increase the pressure until the flame blows off the end
of the nozzle. Adjust one or two of the orifice support plate screws to improve the burmn. The orifice
tube can also be adjusted in and out. Just remember to only adjust one thing at a time and reverse
the procedure if there is no improvement or the flame gets worse. The flame should remain stable
up to 25 psig.

Mow drop the pressure as low as possible and tweak the adjustments until the flame remains stable
at 1 psig or less, Cycle and adjust between the high and low range to achieve the widest operating

range.

If the burmer doesn’t seem to want to tune remove the orifice and check for any dirt that may be
blocking the inside of the opening. This is a common problem on new burmers. A little pipe dope or
a sliver of brass can cause havoc in a burner orifice, Spiders and wasps can also cause problems
when a forge has been sitting idle for a while.

A typical manifold piping arrangement for a three-burner forge is shown in Figure 3. This arrange-
ment allows the use of as many burners as needed for a particular job. The manifold includes a gas
bypass valve that allows the forge to be put on standby (or in the idle condition) with the burmers
operating at very low output, which helps to conserve fuel. The fittings are brass and the tubing is
3/8-inch copper with compression fittings. The hose is rated for use with propane. The threaded fit-
tings are assembled with small amounts of pipe dope, not Teflon which can clog the orifices. Check
for leaks by brushing inexpensive childs bubble blowing liquid on each of the connections and then
look for bubbles.

Forge Design: The burners are typically spaced six inches apart so that one burmer's flame’s B-inch
diameter will overlap the adjacent one by a couple of inches as shown in Figure 3. The end of one of
lay's typical forges is shown in Figure 4, This forge includes a removable top that is pinned to the
flat bottorm assembly at the corners, by easily removable pins.




CanlRON XI

Dorothy Stiegler and her forged bronze Friedrichs Cross Style Bird

Glen Moon
Demonstrating a steel bucket fibrefax
lined forge, running on used /dirty oil

which uses an Ursutz type burner
Qutback style

Hammer Marks www. Mootenay-blacksmiths.ca Fall 2017 8




CanlRON XI

Gennadii Boyarskyi's Bouquet Matt Jenkins and some of his #366 Hooks

Gallery

Hammer Marks ! -bl i 7 Fall 20417 ]




Sy "BOO" Ina
new way this
Halloween. Don

- Pfaff has done it

~ again with an

| inventive and

3 cregtive way this
yvear. Instead of cutting into a
pumpkin, try adding a little “spirit™
to your pumpkin with bBlacksmithing!

Material:

5/83g. x8"

Disk 2 3/4 x 1/8”
/4" reund x 2 3/8"
3/16 rivet

>

——

How to:

1, Bevel all sides and top of the first 27,

. Fuller in four sides lightly to form transition from head to taper,

. Fuller again, face side only. 5/8% above neck luller,

. Chisel lines for teeth.

. Round fuller for eyes.

. Forge or grind triangle shaped punch and grind or chisel center line for nose.
. Taper remaining bar and shap=s,

. Punch 1/47 haole 37 below teeth.

. Flatten 1/2" of 1/4 round with half face blow and drill for 3/16 rivet.

10. Texture dish disc and rivet to 1/4 round material.

11. Insert inta 1/47 punched hole and plug weld back or center punch side to
fold.

12. Findsh of vour choloe, you con blacken and spray with dear coat.

Additdaonal ideas:
Wizard, Zombie, Frankenstaeln!

DR O LR 0 R b

Hammer Marks www.Hootenay-blacksmiths.ca

Fall 2017
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I have featured Friis forge he llves on
- Vancouver Island also a member of
' VIBA. Below are some of his videos |
invite you to explore his channel
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Blacksmlth Forglﬁ a Vlkmg Arri.ng
https://www.youtube.com/watch?v=b373XEWGvCo

Forging a Vikirg Hand Axe
https://www.youtube.com/watch?v=2C9ka4 GHN7w

Basket Weave or Celtic Knot Hook
Canlron Demonstration by Matt Jenkins
https://www.youtube.com/watch?v=stjPYhFEO.EI&t=93

Raising and Chasing - Caniron Demonstration by Douglas Pryor
https://www.youtube.com/wat&h?v=Rq3R398Kfns
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https://www.youtube.com/watch?v=b373XEWGvCo
https://www.youtube.com/watch?v=2C9ka4GHN7w
https://www.youtube.com/watch?v=GjsjPYhFEOE&t=9s
https://www.youtube.com/watch?v=Rq3R3g8Kfns
https://www.youtube.com/watch?v=b373XEWGvCo%20%20%20
https://www.youtube.com/watch?v=Rq3R3g8Kfns
https://www.youtube.com/watch?v=GjsjPYhFEOE&t=9s
https://www.youtube.com/watch?v=2C9ka4GHN7w
https://www.youtube.com/channel/UCGRnyVixe6NrRpqrU4aF6Vw

Y New VIBA Raffle
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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 will

W _be _ 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!




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
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