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Dues for 2008 are due now

Goibhniu the Smith

Goibhniu {gwiv'-nee-00} - he is the god of blacksmiths and other such
metal crafts.
In ancient mythology, Goibhniu (Goban) was the god of blacksmiths; in
Weneth he was known as Govannon, which, like Goibhniu, means "smith."
With his fellow deities Credne the solderer and Luchta the carpenter,
Goibhniu formed a triad called the Three Gods of Skill. These three forged
the magic weapons that enabled the Tuatha De Danann (the divine ancestors
of the Garaleyern people) to defeat their enemies the Fomoire in the Second
Battle of Mag Tuired (Moytura). Goibhniu was said to have been able to
make a spear or sword with three blows of his hammer. He was also famous
for a marvellous sacred drink that he brewed in a great bronze cauldron.
Those who attended the "Feast of Goibhniu" and drank this brew became
impervious to the effects of aging. The brews are also able to heal wounds.
I am sure that is why our club members seem to like beer so much...we are
just keeping up the ancient traditions, and trying to avoid aging.
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President’s Report
By: Charlie Dowdeswell

With recognition of all members
past and present, a very big thank
you as VIBA is getting ready to
celebrate its 21st anniversary year
First, a reminder that [because the
festive season will be in full swing]
there will be no December meeting.
The next V.I.LB.A. meeting will be
held on January 27, 2008. Enjoy the
upcoming festive season and I
would like to wish everyone a very
Merry Christmas, Happy Holidays
and in all of the best for the upcom-
ing new year.

Our first ‘after meeting demonstra-
tion’ on November 25 was a great
success thanks to Willie’s very in-
formational hands-on presentation.
Willie brought his homemade flar-
ing tool, guillotine, bending tongs
and had a pail full of steel pipe cut
to length. We all watched as Willie
worked away describing and work-
ing his magic. Shortly thereafter we
all joined in, in an attempt to work
our own magic. The success of the
demonstration will be observed, I'm
sure, by the volume of candle hold-

ers at all of the upcoming Rodeo and

Fair demonstrations throughout

2008. Thank you Willie. I must offer

my apologies to the member taking

on the responsibilities for the demon-
stration for January. Of the several
people offering to share their expertise
after our future meetings, I neglected
to write down who was doing the
January 27 demonstration. Thank you
in advance.

The headline “Quinsam expansion un-
derway as coal price soars” for an arti-
cle in the Times columnist Friday, De-
cember 7, 2007 certainly got my at-
tention. The gist of the article was that
the Quinsam coal mine near Campbell
River [where we got our last stockpile
of coal] is pleased to announce a $32
million expansion that would see the
Quinsam open pit mine double in
size.. Several firms have said they
would buy more coal if it were avail-
able. China, is having to import coal
for the first time since 1946 to meet
industrial demands. [What does all
this mean to us?:] The cost of coal is
going up and has been selling for as
high as $101 per tonne with no signs
of slowing down in 2008. Great for
jobs but not so wonderful for us. Rob-
erts Bank, even with the ferry fees,
may end up as our only viable alterna-
tive?

Upon closing the last “Forge Presi-
dents Report” for 2007, I would like
to state the obvious by mentioning -
friendship -exuberance -designated
drivers -safety and taking care. As
well, once more, wishing everyone all
of the best for the upcoming season
and for 2008.

Charlie.

You should eonsider pay-
ing your dues soon
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Secretary’s Report
By: Charlie Low

VIBA Nov 25 07 Minutes
Show and Tell:
Earl brought a photo of a painting of himself, done by his
wife, showing him at the forge.

Don brought a trade awl, and a shovel with a new handle he
had made, He suggested that rivets should be shorter than the
usual recommended length so they don’t stick out so much and

chew up your hands.

Dennis has canIRON photos on DVDs, about 1500 shots.
There will be 3 of these DVDs in the library

Minutes were accepted as read.

New business: Further demos for meeting days. Raynier will
demonstrate quick tongs at the February meeting, Ray will do

spice spoons, Charlie L will do dragons. In spring we will
need to have a couple of production days.

The January meeting will be the annual general meeting with
election of officers. We will have to replace the treasurer and
secretary, whose terms are up, so anyone wanting those posi-

tions, be prepared to put your name forward.

We need a better scheduled list of workers for fairs. There
were times this year when we barely had enough people to do
the fair demos, and other times when we did not have enough
room for all the people on hand. Any suggestions as to how to
improve scheduling would be welcome. Keep in mind that

doing those demos is what keeps the club solvent.

Two new forges are installed and working very well, thanks
primarily to Ben. One of the old forges apparently belongs to
someone already. There was some discussion of what to do
with the other, and it is probable that there will be a bunch of
forges donated as well. Our forge is not in the best of shape,
but is working, though the blower does not go with it. The
other forges are unknown as to condition. It was suggested that
they be offered to the membership, so we are soliciting expres-
sions of interest. If you are interested in having a forge, and

probably making a donation to the club, get in touch with
President Charlie D.

Dan Orton donated the triceratops head that he made at Canl-

RON to the club to be hung on the wall. The half of a
small dinosaur that has been in the club for a few
weeks is going to Island Metalcraft. This quarters
“Anvil’s Ring” has an article on CanIRON featuring
Dan

Neil mentioned that the West Shore Arts Council is
putting on a show called “Starry starry nights on Fri-
day, Dec 7 from 7:30 to 9:00 pm at Teas and Beans
Café, 877 Goldstream Ave. On Thursday Dec 6, Walter
Dexter will be showing his pottery at Metchosin
(Convention?) house, 4439 Happy Valley Rd. Neil sug-
gested we renew our club membership in the arts coun-
cil, and his suggestion was approved.

New in the library are copies of the recent American
Farriers Journal, the journal of the Old Dominion
Blacksmith Assoc, and a copy of the “On the Anvil”
newsletter from South Carolina.

Dave J has one of our tents and wants to pay for it. As
we got it free, it was suggested he make a donation.

Norm has a welding booth he is willing to donate

There was further discussion of expanding the shop.
Dave J’s daughter is willing to do drawings, the MFI
has said, “Let’s have a look at some drawings”, so that
will be the next step. Willy put a stake out marking
where the new corner of the shop would be.

Neil has a new motor for the power hammer, and was
intending to install it after the meeting, so with any
luck, the power hammer is once again up and running.

Don mentioned that John Howard Zaccarelli, former
blacksmith with a shop in downtown Victoria died. The
club will send a card of condolences, and Don will look
after making it happen.

Neil mentioned that John Newman has trunion style
swage blocks, which can be rotated without putting
your back out, for sale. As they will be coming from
Hamilton Ont, there will be shipping to pay, but if any-
one is interested, talk to Neil.

Committee reports:

The treasurer says all is well, the club is in the black,
and the CanIRON account is flush.

Chas



BOOk REVieW by lan Crawford

Alex W. Bealer has written an excellent book of the history of blacksmithing, which is available at the public li-
brary. In addition to the history of the smiths there are passages about processes and tools. The following is an ex-
ample of the processes and deals with the techniques of tempering.

From: The Art of Blacksmithing

Tempering steel for cutting edges, the faces of hammers, springs, and other uses that require hardness or resiliency,
is another skill that requires a discriminating eye and a great deal of experience. Contrary to popular opinion, the
term “tempering” is not applied to hardening steel, but rather to controlled softening after the steel is already been
hardened with heat and rapid quenching in a brine bath. Hardening is the essential step before tempering.

Both hardening and tempering call for some degree of experimentation. When blister steel and cast steel were the
only available metals for tools, weapons, and springs, each piece had a slightly different carbon content enough to
affect its hardening qualities. Even later, when modern methods for producing steel were developed, it was impos-
sible to produce steel to absolute specifications from one smelting to another. Accordingly, smiths approached
hardening and tempering warily. Some tool steel hardens at a cherry- red colour, and other steels require orange-
red or even white heat before hardening. While the old-time smith did not have any chemical laboratory or elabo-
rate testing equipment to determine the proper hardening heat, the conscientious smith did test whenever possible
before tempering.

The test is simple, its effectiveness determined by the smith’s eye and experience. A thin piece of the steel being
worked is heated in the forge so that the end becomes white hot, with the colour varying from this end toward the
other end through orange-red, cherry red, sunrise red, dull red and grey. The smith must keep in mind the places
where these various colours appeared on the steel. After the end has become white-hot the steel is quenched in
brine and is laid across the anvil face, its end projecting % inch over the edge. With a light hammer the smith
breaks off the brittle end and examines the texture of the inside. Usually the end shows a very coarse texture when
broken, indicating that the steel was burned somewhat by the white heat and is therefore inferior at that point.
Other chips are broken off and examined until the broken end shows very close texture, indicating proper harden-
ing. Remembering which heat was shown at this particular point, the smith use the same heat to harden the tool or
weapon on which he is working.

Testing for the proper tempering heat is very similar to testing for hardening. The same test sliver of steel is hard-
ened at the heat found suitable, then cleaned of all oxide with a file until it shines. Again one end of it is placed in
the fire until it turns gray with oxide, and again it is quenched in brine. Upon examination the formerly shining
metal will be seen have been transformed by the heat into a rainbow of colour between the gray scale and the still-
shining end away from the fire. Next to the scale it is a deep iridescent purple and next to that blue in varying
shades then brown, then yellow, until a very light yellow shows the extent to which the heat traveled up the hard-
ened steel.

Proper tempering colour is determined with a small file, somewhat worn. Of course the shiny portion is still at
maximum hardness, and this hardness is dissipated through the range of colours to the oxide, which will be soft
and malleable, capable of being bent without breaking. As the file test the various colours, the smith gauges its
degree of hardness. Cold chisel edges should have only a slight degree of hardness drawn from them. Saws and
carving tools for wood should be tempered to a point that they are almost malleable, just hard enough to retain a
good edge when honed. Razors and springs require a temper somewhere in between the extremes of hardness and
brittleness, and maximum softness. The smith determines the proper colour for tempering whatever he is working
on by how deeply the file bites when it is run across the metal. Only delicate senses trained by experience can
make this determination with accuracy...

There are other ingenious methods for tempering developed over the ages, methods that do not depend on a good
eye for colour. One tested way of tempering gun springs is to coat the spring after hardening with soot from a burn-
ing pine splinter. When covered, the spring is held over heat until the soot burns away and at the instant the last
vestige of soot disappears the spring is quenched in oil. Still another method of tempering springs is to sprinkle
sawdust on the oil-quenched spring after it has been hardened. When the sawdust burns over the fire the spring is
quenched again. The process is repeated twice more. After the third quenching the spring is properly tempered.

In recent times the proper hardening colour maybe realized by touching the steel with a small magnet as the heat
rises. The magnet will stick until the metal reaches a red heat. At the exact moment that the magnet ceases to stick
the steel should be quenched for maximum hardness. Large pieces can be tempered on the forge, but only after the
fire is flattened into a bed. During forge tempering the bellows are generally immobile, the fire retaining enough
heat without blowing for the time necessary to temper. Small pieces are usually tempered by laying the piece on a
bar or plate, which has been heated orange red on the forge. Some smiths temper knives by holding a red-hot bar
on the blunt back. By the time the bar heats the blunt back to a blue the cutting edge has turned a dark yellow, and
at this point the knife blade is quenched. This gives a hard edge and a springy blade. 4

Con'ton pg 10



Show and Tell

Don’s Awl

Don’s shovel handle
made with draw-knife

Dan Orton's something? Raptor

Earl’s wife Helen’s painting of
him at the hammer in his shop



Candlestick Making by willy Tobler

Start with a 9” long 3/4” sch40 black pipe

Step 1

Using flaring tool and anvil, flare the end of the a 3/4 * black pipe



Step 2 fullera groove about one and one half inches down from the flared end

Straighten as necessary on
the flaring tool

Step 3 Mark the top of the leg Step 4 Divide the pipe into 4 equal

cuts about 1 1/2 “ down from the segments lengthwise from the mark, and
fullered groove cut out the legs on a chop saw




Flare out the legs on the horn of the anvil and clean up the chop saw cuts with a file

Step 5 taper the ends of the legs

Step 6 scroll up the ends of the legs. Willy bent the scroll the wrong way on

the first one...just to check if we were watching carefully. The scroll should point
inward as in the second photo




Step 7 roll up the legs with the modified tongs

Step 8 tighten the leg curl by hitting downward on the anvil and tweak as
necessary to straighten everything up

Vo2 d




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

[ ] 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
VoC 3C4

Artist Blacksmiths Assoc. of North America
Membership Application

Name:
Address:
City: State/Prov.:
Zip/Postal Code:
Phone: ( )
Fax: ( )
[ ] Full Time Student......................$35./year
[ ] Regular Membership...................$45./year
[ ] Senior Citizen (age 65+)..............$40./year
[ ] Overseas Surface Mail................$60./year
[ ] Oversea Air Mail.........ccoeeveenennne. $80./year
[ 1 Contributory Membership............ $100./year
[ ] Public Library Subscription........... $35./year
Credit Card Payment
Card No.
[ ]Visa [] Mastercard

Expiry Date:
Signature:

by Phone: (706) 310-1030
by Fax: (706) 769-7147
Mail: ABANA, P.O. Box 816,

Farmi‘ng‘mn)GAjT ISA 306380816

Con't from pg 4

Some technique is required even in quenching. The steel is im-
mersed in the brine and is moved around in the liquid vigorously
until cool, the purpose being to bring it continually into contact
with cold brine and to avoid a concentration of air bubbles, which
can cause uneven temper or hardness. Large thin objects such as
sword and scissors are never quenched by immersion by the
point, but always by immersing them along the cutting edge. Oth-
erwise the progressive cooling of the metal as it is thrust in the
brine will sometimes warp the blade, requiring straightening be-
fore attempting to harden once more. Anvil faces are hardened
under a stream of falling water, which quickly carries away the
heat held by such a huge mass of metal. In some shops warm
water that has been standing, and thereby has lost its oxygen con-
tent, is considered a better tempering bath than brine.

Often tool hardening and tempering may be done in one opera-
tion, though some old-time smiths frowned on this economy,
saying that the results were uneven. Tools such as chisels are
brought to hardening heat on the end, then the edge is quenched
% inch in the brine until it has cooled. The chisel rests on the an-
vil while a section of the edge is quickly shined with a flat piece
of sandstone or a small file. The heat remaining in the part that
has not been quenched then spreads or runs down to the edge.
When enough heat reaches the edge to give it the desired temper-
ing colour, the whole tool is immersed in the brine bath.

It should be reiterated that much of the fascination of the olden
blacksmith’s technique lies in the fact that these techniques can-
not be limited by number or description. Each smith, learning his
art by word of mouth, observation and experience, was continu-
ally adapting observed techniques to new uses, or else he devel-
oped new techniques for jobs outside his past experience. As a
consequence, it is impossible to set down fully all the techniques
used by smiths even in a limited area over a period of time. Each
smith’s techniques varied according to his experience, his equip-
ment, his inherent intelligence, his powers of visualization and
analysis, and his own personal characteristics.

The Art of Blacksmith-
ing, Alex W. Bealer, Funk
and Wagnall's, 1976

Available at the Greater Victoria Public Library — Call
number 682BEA

THe NeWLy etected treaSurer WiLL be Happy
to accept your due$ For 2008 at tHe JaN
MeetiNg 10



	The Art of Blacksmithing, Alex W. Bealer, Funk and Wagnall's, 1976
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