











It is bare wood that has been rasped into shape. I stopped
getting blisters once I changed to this shape And bare
wood. My callouses also disappeared as my body was no
longer being abused there. I have also come to file differ-
ing groove patterns at the very bottom of the handle to
provide a textural indication as to the end of the handle
so that without looking I can extend the handle out for
harder blows. This is easier to form then the usually seen
swell. The grooves also look pretty. The entire handle faces
are parallel until within about 3 inches of the bottom of
the hammer eye. This allows a much more uniform grip
size no matter where your hand needs to be on the handle
for the right mix of control and power. This can be accom-
plished with the store bought handles and hammer eyes as
well. If you make your own you will still need the swell
and waisting in the same place by the hammer eye to keep
the handle from breaking right under the hammer cheeks.
This is if your using a store bought head or one with simi-
lar eye and cheek characteristics.

The handle is a sliding scale where the most control and
weakest blow is at the head and the most

powerful and least controlled blows come from the grip

at the far end of the handle so the more comfortable your
hand can be in a wider area of the handle the more you
will be able to use the full scale.

Use a wood rasp to finish fitting and forming and use as
bare wood. Varnishes and almost all handle coatings actu-
ally cause blisters so remove them from handles. Below is a
handle blank next to a finished handle. the blank is longer
to provide for error in fit up. Cut to final length when
head is hung. These blanks are very quick to produce and
easy to finish with just a wood rasp. The sock covers the
head for storage. It’s a great use of your old socks when
they get holes in them.

20




When it comes to tennis elbow or ways to prevent similar
injurys eat broccoli and use the rubber band they come
in to exercise your opening muscles by placing it around
your fingers and thumb and then splaying them apart
repetedly. Then get rid of any gloves on hammer hand
and remove all varnish from hammer handles. Do not
put pointer finger or thumb along handle they should
only be wrapped around the handle. Loosen up grip and
change cross sectional shape of hammer handles to a
rectangular cross section with opposing corners removed.
What corners depends on if it is for right or left handed
use. This will help. You can also look towards removing
the hammering burden from you to your tools such as air
hammers, power hammers, presses, and the like to make

swinging a hamer less and less necessary to

accomplish your wanted results. Also learn to just drop
the hammer with a loose hand so you’re only guiding

it not pushing it. Elbow should be tucked in and you
should be standing up straight. Also anvil height will
help, often people recommend too long of a distance and
you wind up over extending or under extending your arm
and this will cause stress on your joints.

The hammer I use the most to show proper dressing. No
sharp transitions. All radiuses. Highly polished smooth
faces. This is a bit blunt for a rounding

hammer as I like. Its about the bluntest I would use.

Upcoming Guild Events!!!

April 2018

4/11, Guild membership meeting, Mississippi Welders, Hudson, W1
4/14, Wheat Stalks Class, Beldenville, W1 (Gavin)

4/14, Wire Inlay Class, Jackson Street Roundhouse

4/14-15, 21-22. 28-29, MN Zoo Demonstrations

May 2018
Joinery Fundamentals, originally 5/19-20 now POSTPONED

June 2018
6/15-17, Spring Hammer-In, Nowthen, MN

Check the guild forum for more details
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Pick Up Tongs
by Randy Purchase

I’'m going to confess, 'm a

dumpster diver & metal scrounger.
But a wise man named Pete once told
me, “If you're going to make some
thing that takes a lot of work go buy

the metal so you know what you've

got.” Thatis good advise. T used 5/8 stock weather warm your handle up

I used some material that was on the firs
st.

floor and I got stress cracks. I find
that it helps me to draw out my ideas
first, then when I start, the work goes
faster. I don’t hide my mistakes in the
hopes that you can learn from them.
Remember if it’s not fun you'll quit.
That’s true of a lot of things in life.

I put a hot plate on my anvil when I

start.

d 1 used a V shaped guillotine for the
" front part of my jaw.

[ used a 17 stump post to help with
the hinge area.

Draw out your ideas
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I got a stress crack. This is why you
want to buy good material.

This is a handy trick I learned at one
of our Madness.

There are many different sizes on the
side of your anvil.

Forge out my reins.

That is the fun part about blacksmith-
ing, you can fix mistakes.

Cut off your rivet and hammer the
1end cold, so it does not fall
off in the forge.

- . h
ol & 1
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Shape your hinge on the grinder for a
oood fit up.

Rivet head tools. Yes you should make
these first. Use some

scrounged truck axel.

Here is a mistake you can learn from.
Ha Ha
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Make your hinge half the width of
the jaw and you won't end

up looking like this.

I used a 1/2” square bar to shape my

jaws.

Notice my new hammer handle.
Made out of a pool cue handle.
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Reprinted from: Pittsburgh Area Artist-Blacksmith Association

Crash Craft Course
by Todd Prince

If you have been thinking about taking part in a craft show and
selling items at a fair, Todd Prince has put together the following
ideas for you. He has been successful using these guidelines and
they will save you time! Todd started blacksmithing nine years
ago after taking a beginners blacksmithing class with Jody Best.
Since then, he has developed a line of products he sells at two
fairs and does quite well. He enjoys the Renaissance reenact-
ment events and Medieval Fairs. One of his best suggestions is to
develop friendships with other smiths so you can share responsi-
bilities during fair days. This will help make your experience so
much more enjoyable!

Todd started out making hooks and selling them and soon a vendor wanted 30 hooks to hold his
mugs. Not only are attendees a viable prospect for your wares, but keep in mind fellow vendors that
may need some of your products as well. When Todd received his first order for 30 hooks, he said,
“It will make for good practice!” Todd also enhanced his blacksmithing skills by taking additional
workshops from Jymm Hoffman. He said he became strong with a hammer and after he sold a num-
ber of items he had some funds to spend at SOFA to improve his tools and equipment.

Craft Show Beginning Tips

1. Visit a number of craft shows and decide where you think your items would sell. After making a

selection on a site, keep at it for 2-3 years to establish your base.

Demonstrating will help sell your products.

Look into a Square Credit Card reader because people do not carry cash, especially pricey items.

Have a wide range of inventory, you do not know what the crowd will buy from one year to the

next.

Have a wide price range, $5.00 and up.

Have more $5.00 items than $50.00 items, but showcase the $50.00 to bring interest to your

booth.

Take your portfolio for those individuals that may be interested in a commission project. It will

show more of your scope of work.

Also, be prepared to be asked for a custom order, for instance, someone may want multiple items

you can make and ship during the year.

Basic items you will need: table with tablecloth, chair, sign with your name/forge, business cards.

You may be in period dress or wear a t-shirt with the name of your forge to identify yourself.

This also helps when you are away from your booth.

10. If you make lantern hooks, make sure you have a lantern to show how the “hook” works, you
will sell more items.

11. Make sure you have a friend with you so you can step away from your booth from time to time
and keep an eye on the inventory.

12.If you are selling knives or something with a sharp edge, they need to be in a case or have a
“show edge” because visitors will run their fingers
across the blade. You need to protect them and
yourself from accidents.

Benefits from working on items for crafts shows.

1. Practice will make you stronger with a hammer.

2. You are able to compare your work today compared
to the work you first made.

3. Challenge the day! Compared to your 9-5 job, it

4
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gives you the opportunity to NOT be a couch potato.
Having the hobby pay for itself is very gratifying!
Note: The first couple years may not be as fulfilling
but hang in there! ‘
5. The extra cash lets you invest in better equipment or
into another project you want to complete.

Hard Sell VS Soft Sell

1. Todd prefers the soft sell approach. He tells people
who he is, products are made locally. Offer to ask any questions and then he steps back.

2. Hard sell approach—think of a used car sales person.

Remember the weather can be your friend or not! Make sure you have at least $100.00 in change!!!
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Reprinted from: THE NEWSLETTER OF THE NORTHERN MINNESOTA METALSMITHS

Hardening / Tempering

Making steel hard and wear resistant

26

High wear
resistance

properties

High hardness

" Improved ductility

What is hardening?

Hardening is heating and then cooling at such a rate of steel
alloys so that a significant increase in hardness occurs. In most
cases, hardening is performed in connection with a subsequent
new heating, the tempering. 1f, after hardening at a high tem-
perature, tempering is performed and then a relatively low
hardness combined with high toughness is achieved, this pro-
cess is called hardening and tempering.

How does hardening take place?

The hardening process of workpieces can be divided into three
technical steps. First, the workpiece is heated so that the out-
put structure transforms into an austenitic structure. This aus-
tenitizing temperature depends on the material used (750 °C —
1210 °C). Then the workpiece is maintained at this tempera-
ture so that alloying elements can be incorporated homoge-
nously in this austenitic structure. The final step is quenching
the workpiece at such a cooling rate that a so-called martensit-
ic structure is originated.

The heating and temperature maintenance should be per-
formed in a protective atmosphere to protect the material from
oxidation and decarburization. Cooling can be performed in
different media. The most common are: water, saline water,
hardening oils, polymers, salt bath, nitrogen or argon.

After hardening steel has a relatively high brittleness and so it
usually cannot be case-hardened in this condition. Therefore,
directly after hardening it must be tempered at least once,
however, more times is better. Tempering is an annealing
treatment at lower temperatures, when the largest internal
stresses that arose during the hardening, decrease. This de-
creases the hardness in most cases, but on the other hand, the
toughness increases significantly.

Increased mechanical

High stability

Increased bending

Increased impact
resistence.

The Theory behind Hardening

Steel has in an unhardened state a body centered cubic (BCC)
structure, in which it can only dissolve very little carbon. After
warming up over approx. 720 °C austenite is originated that has
a body face centered (BFC) crystal structure (and occupies a
smaller volume). It can dissolve considerably more carbon,
which occurs at hardening temperature. By cooling the material
then rapidly enough, converting it from a cubic face centered
crystal structure back into a cubic spatially centered structure,
oversatured carbon remain and martensite is originated. Due to
the presence of supersaturated carbon, the BCC (body centered
cubic) lattice is stretched out to a tetragonal lattice. The marten-
site thus possesses high internal stresses and a larger volume
than non-hardened steel at room temperature. As a conse-
quence, the high internal stresses have a high hardness of the
material.

Upon tempering, a little carbon will be diffused from the tetrag-
onal cube. Consequently stress and volume. but also hardness
decrease and the toughness increases significantly.

Hardening Processes

The Heat & Surface Treatment and hardening process ap-
plied by Mamesta are hardening under protective gas and
vacuum hardening.

Hardening under protective gas is hardening of a workpiece
in an inert gas atmosphere. This process serves to protect the
surface of the component against oxidation as well as against
decarbonizing and carbonizing. By an adjustable carbon po-
tential of the protective gas atmosphere, decarbonizing and
carbonizing can be undone.



Vacuum hardening is the hardening of components in a vacuum atmosphere (in a controlled vacuum) in which tempera-
tures up to 1300 °C can be achieved. Purpose of this treatment is to prevent any oxidation or to avoid other reactions on
the surface of the workpiece. The advantage of vacuum hardening is that metals remain white and a further mechanical

treatment is usually unnecessary.

Also isothermal hardening, a special hardening technique is applied by Heat & Surface Treatment and Mamesta.

Properties

« Higher wear-resistance

+ Higher hardness

» Improved resistance to deflection

» Improved resistance to fraction/tearing

« Improved resistance to chipping

« Improved ductility

Temperature

Curing temperature

Preheating

Tempering temperature

Room temperature

£ P

Hardenable steels

Hardenable steels contain at least 0.3% carbon. Examples
of steels that can be hardened are: spring band steel, cold
work steel,

high-grade steel, roller bearing steel,

hot work steel and tool steel. A large number of high
-alloy, stainless steels and alloys of

cast iron can be hardened

Austenitize

Quenching

Tempering Tempering

Time

Dnmn
@ cvon

* e

Tetragonal

27



FALL CONFERENCE CONTEST: CHEESE CUTTER

If you wish to compete, make a Cheese Cutter to donate to the Guild’s Saturday auction at the Fall Conference.

Ist place - $100.00
2nd - $60.00
3rd - $40.00

But more importantly you get bragging rights for the year! Winners are determined by how much money they earn in
the auction. You can use any metal working technique you want; the only restriction is the finished piece has to
serve as a cheese cutter.

Note: the Nowthen weekend event led ®
by Richard Herman will focus on the ™
theme of Cheese Cutters so start o
coming up with ideas and get

to your forge!

TGoM Merchandise
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Reminder that you can order shirts, mugs, and other
products with the GOM logo online at CafePress.

Visit www.cafepress.com and search for,

“guild of metalsmiths” -. Guild of
*Please keep in mind we recently updated the Guild's '- Metalsmiths
logo & will also update the CafePress site very soon. ™ i

Please contact Peter Bettenberg to purchase any special t-
shirts from the Madness Fall Conference.
bettenberg@hotmail.com or 651-777-5300



The Metalsmith Disclaimer: Aj D SIZ E S

The Guild of Metalsmiths (TGOM), its officers, members
and editorial staff specifically disclaim any responsibility or
liability for damages or injuries as a result of any construction,
design, use, or application of information containted in any A One quarter of a page; $ 50 / 4 {ssues
an&kmnmwTGONH@w$umWTGQNMmdmmpdm- B.Pﬂﬂfofafmge $IOO/4i&nms

cation assume no responsibility or liability for the accuracy,
fitness, proper design, safety, or safe use of any information in
this publication. Blacksmithing is an inherently dangerous
activity. Proper safety precautions should be used and proper A 4" x5
protective equipment should be worn when observing and '
engaging in this activity. Prudence, common sense, and safety
gear are essential tools to be employed in any blacksmith

shop.

B.7%"x§”

Look and learn, and be inspired!

Blacksmithing Technique &
Books “/A\’ Inspiration
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SkipJack Press CALL TO ORDER YOUR FREE CATALOG TODAY!
An Imprint of Finney Company 866'543—3045 | WWW.ASTRAGALPRESS.COM
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Join us!!

To become a member,
you can join us online @ www.metalsmith.org

or send $30 US* dues to the following address:

The Guild of Metalsmiths
P.O. Box 11423
St. Paul, MN 55111

Name:

Company name:

Address:

City:

State:

Country:

*For US & Canadian Residents; Foreign dues are $45 US

The Guild of
Metalsmiths

n Follow us on Facebook

Phone:

Email:

Directory items (Please write yes or no to include or
disclude info from your directory listing)

Address Phone Cell
Company. Email

Do not list me in the directory
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To become a member of ABANA & recieve their quarterly publications “The Anvil's Ring” & “Hammer’s Blow”,
visit www.abana.org or fill out & mail in the following:

—

7///‘.““}\“ ABANA
Name: Email:
Address: www url:
City: Phone:
State: Zip: Fax:
Country:
TYPE OF MEMBERSHIP: CREDIT CARD INFORMATION:
] NEW MEMBER ] RENEWAL Lvisa WMastercard  Expiration Date:

a Regular - $55.00 a Contributory-$150.00

U Student $45.00 Q) Library-$45.00
L Senior (65+) $50.00 | Foreign-$65.00

ABANA Chapter Affliation:

Card Number:

Submit check, money order -U.S. Banks only, or by credit card:
LeeAnn Mitchell
259 Muddy Fork Road

Jonesborough, TN 37659
Phone: 423.913.1022 e Fax: 423.913.1023




A Non-Profit Organization dedicated to the Art and Craft of Metalworking

Find us on Facebook

The Metalsmith is a regional,
quarterly publication of The Guild
of Metalsmiths, a 501c¢3 educational
organization. It is incorporated in the
state of Minnesota, serving primarily
Minnesota and western Wisconsin.

ABANA afhiliates may reprint
portions that are not individually
copyrighted, so long as credit is given
to the original source.

Extra copies reprint requests of the
Metalsmith can be directed to the
Editor at the cost of $5 per issue.

Content to be included in
publications are due by the
following dates:

February 15th
May 15th
August 15th
November 15th

Editor
Alissa Soderstrom
3225 France Ave N.
Robbinsdale, MN 55422
763-313-0830

metalsmitheditor@metalsmith.org

P.O. Box 11423, St. Paul, MN 55111
www.metalsmith.org

The Guild of Metalsmiths

President
Martin Pansch
201 Nevada Street
Northfield, MN 55057
612-599-4762

blacksmithingyeti@gmail.com

Vice President

Paul Widenhoefer

3618 Robin Ln.

Minnetonka, MN 55305
952-930-0070
pwidenhoefer@gmail.com

Treasurer

Grace Sheely

14325 Grenier Rd

Minnetonka, MN 55345
952-974-1286
gracesheely@gmail.com

Recorder
Position currently vacant

Board Members

Membership Services Chair

Gordon Barr

11021 27th Ave

Burnsville, MN 55337
952-894-4821

agbarr@aol.com

Board Members Continued
Communication Services Chair
Peter Bettenberg
1630 Demont Ave E.
Maplewood, MN 55109
651-777-5300
bettenberg@hotmail.com

Christina Dodge

4430 Lyndale Ave N

Minneapolis, MN 55412
christina.guildmbr@gmail.com

Jesse Gavin

N8214 330th St

Spring Valley, W1 54767
715-808-5891
jagavin6273@hotmail.com

Program Services Co-Chair
Mark Lockwood
4700 Perry Ave N.
Crystal, MN 55429
763-535-1787

lockwood@visi.com

Program Services Co-Chair

Derrick Phillips

2461 Como Ave

St. Paul, MN 55108
651-659-0284
derrick_phillips@q.com

Education Services Chair
Larry Wasmund
28275 464th St.
Cleveland, MN 56017
507-469-0205

poundedtreasures@gmail.com
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