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NEW TOOL STEEL
CENTER CALKS

THE H & ROWE CALK COMPANY

Announce for the season of 1908-1909 a brand new Rowe Calk with a welded
center of tool steel.
These calks have been thoroughly tested in actual service and have shown that
they will wear longer and sharper than any other calk on the market.
At last a perfect calk has been made.
Try them and be convinced.
You will want these calks ne~* winter.
Remember the name—TOOL STEEL CENTER ROWE CALK.

Free sample on request.

FAMOUS I CALKS

Constantly Growxng in Favor
' for Use on Hard Pavements

Made of famous Krupp steel.
Many of the fire departments throughout the country will use no other calks.
The cavalry of Europe are shod and made secure with wonderful H Calks.

They are the result of the world’s experience in calks.
You cannot afford to be without them.

SOLD AT STANDARD PRICES.

The H @ Rowe Calk Company

HARTFORD, CONN.




“SILVER—

“QUALITY”

The One Suggests the Other

“QILVER " QUALITY has always been one
of our strongest points,

It costs us more money to use the very best
of materials in “Silver” goods, but it pays, be-
cause every machine helps sell others.

If any machine you buy from us doesn’t do
just as our catalog claims for it, we want the ma-
chine back—not your money. We'd rather see
the machine come back than have a dissatisfied
customer.

The machines shown on this page, and our
other tools, are made in several sizes. Send for
our Machinery catalog or any of the following
Booklets: ‘“Band Saws and Jointers,”” “Post
Drills,” “ Portable Forges,” * Power Drills,” and
“ Hub-Boring and Spoke Tenon Machines.”

Silver Mfg. Company

365 Broadway : : SALEM, OHIO

S THE AMERICAN BLACKSMITHs . S

PORTABLE .
FORGE

Our Portable
Forge Booklet
illustrates
some 14 kinds
We have a
size to suit
your needs.
Strong and
durable. At-
tractive de-

signs. Fig. 901, with Shield

SILVER'S NEW JOINTERS

Five sizes—8, 12, 16, 20 and 24 inch.
New “ patent applied for” features.

SILVER’S NEW BAND SAWS

Four Sizes—Patented tilting device for
table—All parts easily reached by oper-
ator—New ratchet foot power de-
vice on 20 inch machine.

TAYLOR'S

BORER

For Light,
Medium and
Heavy Work.
Hand wheel
regulates the
cut. No
change of bit
required.
Bores straight
also.

SPOKE TENON MACHINES

s Seven Sizes, Fitted with Star Hollow
Auger. Rigidly constructed.



%PERKINSX

HORSE SHOES

TOE CALKS
The SUPERIOR kind

Have more points of
superiority than any
other make. An up-
to-date shoe for up-
- to-date Blacksmiths. .

Perkins Shoes have given satisfaction wherever used. Our line is complete and
every shoe guaranteed. Made in all styles and sizes. Send for sample, New
Pattern Hind City and Steel Countersunk. Free for the asking. We gladly send

COMPLETE CATALOG AND SAMPLE FREE

WRITE
TODAY.

PERKINS

- Made in Medium and , both blunt
and sharp. Packed in 25 Ib. boxes.

TOE CALKS

MANUFACTURED BY——

RHODE ISLAND PERKINS HORSE SHOE COMPANY
PROVIDENCE, RHODE ISLAND.
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MANUFACTURERS Machine Forgings and Shafts.
OF THE Crucible Tool Steel Forgings.
“ARM and HAMMER” Y Solid Tool Steel Rings without a Weld.
Brand ANVIL SN - Special Forgings of
ASK YOUR DEALER FOR THEM. = Wrought Iron or Steel.

We can REPAIR old Wrought ANVILS no matter how badly they are broken.
The Columbus Anvil & Forging Co., oLUMBUS, 6HIO. . *om

PRICES.

[ ] a A thoroughly €< F S ” d é d b
ippedColiege .« O ooqas makre oo c€cause
Engineering iz g g
T made_good. |
TELEPNONE, One {:r l.hehlnllt‘? Course. BM'
-t %&gﬁ%& drafiing, ste. Our “Raven Gloss” Carriage Paint excels in hard-
OAS. lorosulognoglvlngtm{lnlomtlon oge oy e
Nighiand Park College of Eagineeriag, Des Moines, lowa. ness, durability, gloss, and brilliancy.
JUST WHAT YOU NEED FELTON, SIBLEY & CO.
- - - MANUFACTURERS OF COLORS, PAINTS, VARNISHES

136-140 N. 4th St., PHILADELPHIA

NATIONAL SELF-OILING STEEL TUBULAR AXLES

' Now made
of high
| oarbon steel.

| ivae asien” Wormake botn wrive s~ National Tubular Axlo Co., emesvnix, m.

Green River Shoeing Vise and Bolt Header.

Now is the time to be thinking of winter.

Every blacksmith should have a vise and
l?;olt header in his shop.

It is such a handy tool that it will pay for itself in
a very short time.

It is strong, handy and a labor saver.
Thousands in use all over the world.

GET OUR CATALOG 33D and PRICES.

SOLE MAKERS

WILEY & RUSSELL MFG. CO.

GREENFIELD, MASS., U. S. A.
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THE DAYTON
FIFTH WHEEL

(PATENTED.)

FOR ALL LIGHT VEHICLES.
USED BY LEADING MANUFACTURERS.

Made in High-Grade Malleable Iron.

No. GGOB. Size, 10 in., for jjor 1 in.
ght B«{ ’ L
No, 4400. Bu, 81 10 In. for {j or 1 in.
Faniall Bod Axles. O 1
No. 440E. Sum£81u, 13 ln., for 1 ori}in.
No. 440D. Surrey Size, 12" in tor ihorl}in,
Fantall Bed Axles. horli

IMPORTANT

Axle Tie and Rear Perch Irons will be
furnished for PLAIN AXLES unless
SWAGED AXLES are specified when
ordering.

SOLD BY THE FOLLOWING JOBBERS.

Baum iron Co., Omaha, N
neckacorbed Iron Co., st.uma.

Oo.
nonniwe!lmc&.l lron oy Knnuh'clty. Mo
anotd Bros,, Nashville, Tenn.
mﬂorlron&H'dmOo St Joseph Mo.

BT St £, Cuciigd ol

Dayton Iron Store (}o. Da ton. Ohio.
Des Moines Iron Co., Des oineu. lows.
Faeth Iron Co., Kansas City, Mo,
C. D, Franke & ‘Co. Charleston, 8. c.
Fischer Iron & Steel Co., ngr?
FonWs ne Iron Store Co., Fort Way
way & Co. Loudsvil le, Ky.
818G A Gabhats, Dayton, OLo.
Grolock Vehicle laterhl Co., Bt. Louis, Mo.
n, Bacon &H mllton Co., Bristol, Tenn.
?ler Imn Co. City, Mo,
Holliday & bo,. Tndianagolls, Ind.
Huey & Philp Hardware Co., las, Texas,
Jackson ware & Implement Co., Durengo, Col.
Jones Hardware Co., Rlc mond, d.
Kelley, Maus & Co,, Chicago. 1,
G. A. Kem hio,
lllnnenpol Iron Store Oo iﬂnneopolls Minn,
Mossman, Yarnelle & Co,, Fort Wayne. Ind.
Nasiona! Hardware Co., Cincinnatf, Ohlo,
Nichols, Dean & Gregg. Bt. Paul Minn
Oklahoma City H'dwre Co., Okhhom City, Okla.
Omaha Iron 8tore Co., Oma h:, eb,
Orr Iron Co. Evmvﬂle, Ind.
Rubelmann-Lucas Ha: wareOO.. St. Louis. Mo.
8t. Louis Iron 8tore Co., 8t. Louis
Bligo Iron Store Co,, 8t. Louis, Mo
Wiiliams Hardwate Co., Minneapolis, Minn,




ECCLES BALL-BEARING COUPLINGS

Ited to axle, and the form on flat leather

o shatt

The cut shom our cou
bushing takes, when the

nail through the small hole we drill, w

When the shafts are re-
moved, the bushing does not
come out, but stays in the
‘where it belongs.
NO LOST BUSH[NGS
WHEN YOU USE
OUR COUPLINGS.

We would Like dto h:end you
our circular and have K

try* our Couplings.
wil save you money.

We also have a Catalog

e e i o CAI'T]

E

See the
Clinch?

Patented
June 11,

s are placed and locked in the coupling.
The leather can be securely fastened in ! ithe user, by driving a soft wire
c

Patented Nov. 25, 1902.

age and Wagon Forgings *'* win...

clinches it.

The Spring is pivoted
front so that it can be

the Coupling to the

These uetwo of the good

points, but there are plenty
more desirable features in

our Couplings.

RICHARD ECCLES CO., Auburn, N. Y.




H. O. DAVIS,
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$6.7

THER BLACKSMITHS are making big profits clipping
horses Why not take up the work now? investment

you make for the machine is small and you take absolutely no
chance for loss when you buy one of our guaranteed machines.
The reason we can give such a strong guarantee is because we
know “ Davis Horse Clippers” are perfectin construction and

material and the best bargain ever offered at the price for such a
high-grade machine.

Our No. 3 machine is illustrated here. Ourprices are low.
For sale by leading blacksmith supply houses. Yf yours can’t
supply you promptly write us direct, enclosing price of machine
you want, and we will make prompt shipment.

You Can Make Big Extra
Money With Our Horse Clipper

111 Fulton Street, Chicago, 111
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The BULL DOG has a g¥Wp on the whoe and wonke let go.

SEE

THE POINT—NEVER LET GO

“BULL -DOG” TOE CALK

Every shoer will see at a glance where this new style BULL-DOG Calk differs from all
others. The construction of the points overcome the disadvantage of the old styles.

A TRIAL WILL PROVE

that the BULL-DOG Calk Drives Easily, Welds Perfectly, Never Lets Go, Cannot Twist or
Drop Off in the Fire, Will Not Split the Shoe.

These calks are made by the same company who have been manufacturing Phoenix
Horse and Mule Shoes for over 25 years, and our long established reputation for quality is back
of every calk.

TRY THESE CALKS AT OUR EXPENSE

then decide if you want to use them, and order from your dealer. Write us a letter or postal
card simply saying, “Send us samples of your new ‘BULL-DOG’ Calk.” We will then
forward calks free so you can test them and learn of their many advantages. Write NOW.

PHOENIX HORSE SHOE COMPANY

Rookery Building, CHICAGO, ILL., U. S. A.
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IN TEN COLORS

IF YOU CAN IMAGINE THE ABOVE PICTURE IN TEN COLORS, YOU CAN GET SOME
IDEA OF THE EXQUISITE BEAUTIES OF OUR CALENDAR FOR 1809

OUR CALENDAR is 8 x9% inches in size and is finished in ten colors, as natural as life.
The date pad is of convenient size and the whole calendar is on good, heavy cardboard,
making an extremely beautiful as well as useful calendar.

WE ARE GOING TO PRESENT ONE of these very beautiful Calendars FREE OF CHARGE to every one of our readers whose

subscription is paid up to or beyond January, 1909. If your subscription expires before that date better get in line for one of these beautiful
Ant Calendars. If you don't know how you stand on our books, drop us a postal.

TO ADVERTISE YOUR OWN BUSINESS we have set aside a few extra calendars
and offer them in small lots at cost. The calendars will bear no advertising except your own
business card of ten words or less. This will be printed in the space reserved for that purpose
at the center of the top of the calendar. These calendars are offered to subscribers of the
AMERICAN BLACKSMITH only—you must be, or become, a regular reader before you can get
any of these calendars. Offer (2), (3), or (4) presents an exceptional chance to become a
subscriber or to pay your subscription well in advance.

(1) 50 Calendars, post paid, (for subscribers only), $2.00

(2) 50 Calendars and one year's subscription, - 2.50
(3) 50 Calendars and two years’ subscription, - 325
(4) 50 Calendars and four years’ subscription, - 4.00

In larger lots at'the rate of $1.75 for each additional 50. Write for special quotations if you want 500 or more

These prices include printing your business card of ten words or less on each calendar,
also packing and delivery charges. But ORDER NOW; you may be disappointed if you
wait. It's not a bit too early, and remember, our supply is limited.

Remit by Money Order, Express Order, Check or Registered Letter.

|

AMERICAN BLACKSMITH COMPANY -

P. O. BOX 974 CALENDAR DEPARTMENT BUFFALO, N. Y, U. S. A,
WE GUARANTEE SATISFACTION OR REFUND YOUR MONEY
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% NATIONAL SAFETY SHORT-TURNING
T4 W N WHEELS

o _ have been on the market for over
7 S TEN YEARS
Vv

' > " 204 used by good Carriage Builders everywhere. Ask your
P” dealer for them. If he can’t supply you, write for catalogue
»” showing all our different styles.

National Safety Fifth Wheel Co.,

LANCASTER, PA,

Dissatisfied with Iron you are now using ?

'RY «MILTON” BARS

FOR BOTH QUALITY AND SIZE.

Many Blacksmiths using them with very best results.
Write for Prices.

THE MILTON MANFG. CO,,|
MILTON, PENNSYLVANIA.

‘We make the following sizes:
No. 1.3 in. wide, l:in.ll.nigh

T Bruce Malleable Wagon Standard

23 -
“ 33w 0 - -
pounds. Tested thoroughly and nteed strictly as represented.
t per set of 4. 16 i * Note the great advantages of ;he Bruce Malleable Iron Bol dard

over the old style.

1. Made of best grade malleable iron. Has been tested thoroughly by
es and wagon makers,

2. It is attacked to bolster by means of two bolts Pss(nz through bolster
- the side, and one bolt from top to bottom o bolster, thus holding

standard perfectly solid, and at the same time strengthening end of bolster.
which in old stvle is weakened by mortise.

3. The Malleable Iron Standard has a 3 1-2 In. face at base which pre-
vents wear on wagon box, while the old style has only a 7-8 inch face.

4. Great time saver. Can be attached to boister in one-fourth the time re-
quired to put on wood stake. Adapted to new and repair work.

If you have never tried the Bruce Standard,
L__ Write today and ask for prices.

A. H. HARSHBARGER. Bement, 11l

————

Firth-Sterling Steel Co.

McHKEESPORT, PA.

* 4
Weight per
1

This shows the
strength of our
STANDARD as
compared to the
old style.

Selling Agencles : L
NEW YORK CHICAGO
Will turn off blue ohips
on any kind of work. BOSTON PHILADELPHIA

“CHICAGO”

EMERY WHEELS
CUT QUICK

A wheel that willdo the work
in one-fourth $0 one-half lees
time is by far the cheapest
in the long run. A whee]
that will save only one
hour per day during
yourbusyseason wonld
pay for itself in full,

“CHICAGO"”
WHEELS SAVE TIME
They’re made
of stuff that cuts
Emery Wheels, Glso, Emery, Pol-
Iohing Wheels, Griadiag Machinory
136 Page Catalogue for the Asking

41 50. ABERDEEN ST.
CHICAGO, U, 8. A,

YOU'VI
THE




The Guarantee we give you with our
Machine is as good as a U. S. Gold Bond.

We are so far in advance of other ma-
chines in improvements that we really have
no competitors.: Gillette Machines give
satisfaction in every way.

Our claim is as broad as words can make
it. The Gillette Clipping and Grooming
Machine is better than any other Clipping
and Grooming Machine in every particular.

The Celebrated Gillette Horse

THE GILLETTE CLIPPING MACHINE (Co.,

Clipping and

Grooming Machines

The Gillette Machines were the first Horse
Clipping and Grooming Machines made in
any part of the world. Many imitations have
been put on the market, but none have
ever reached our high standard.

Send for our 1908 catalogue and read
about our New Patent Chain and Grooming
Brush.

- 314 West 324 Street,
NEW YORK, N. Y.

THE MONARCH
DISC SHARPENER

brings the busiess to
your shop.  The won-
derful work that the

ly be believed. De-

signed by a practical

smith and made by the

largest and oldest iron

works in the West.

Interesting circulars free. Write today.
The MURRAY IRON WORKS CO.

Burlington, lowa.

The neatest, best looking, strongest, easiest and quickest to apply, and in every
way the best standard ever offered for sale.

Made in but one size and will fit any size of bolster.
trim the bolster to get a fit.
bore three holes and bolt on. Will pay a better profit with less work.

Price, $1.65 per set of four standards.
house for them or write us.

WHY NOT BUY A CHUCK

that will fit the spindle of your drill press, holding
GROOVED SHANK drills3{ to { in. inclusive, with
reducer to #? Drills held by this chuck are much

cheaper than drills with 3¢ in. or 84 in. shank. Simplest DE“OIT ms.r nm co

and cheapest chuck on the market.
WRITE FOR CATALOG AND PRICES 228 21st Street. Detroit, Mich.

GOOD RULES TO GO BY _
BLACKSMITHS' HOOK AND HANDLE RULES

Made from hard rolled sheet brass, one-tenth inch thick, one and one-sixteenth inch wide,
with heavy gradations and res, uated from the end in sixteenths of an inch on one
side and from the inside of the hook in sixteenths of an inch on the other, adapting them

of a hot piece of iron, or from
nches, have flat handles and

for taking correct measurements from either the outside
the inside when held against a corner. Graduated twelve
measure over all sixteen and three-fourths inches.

Price, postpaid, $1.15. Catalog No. 17 AH of fine Tools free.

The L.S. STARRETT CO., ATHOL, MAss. |

The Scientific Hydraulic Tire Setter

works Easier and Quicker than any other
Edge Grip Machine

You'll be sorry if you buy without seeing it

Write for catalog and prices to

Standard Tire Setter Co.

KEOKUK, IOWA

It’s never necessary to
Can be applied in twenty minutes—simply

Cash with order. Ask your supply

National Wagon Standard Company,

LOCK BOX 904,

BEMENT, ILLINOIS.







MORE STA A
TOE CALKS

are sold than all other makes combined. We make calks
that suit the needs and tastes of the most exacting smiths.
Our calks give satisfaction, and once tried are always used
because they are made from the best Toe Calk Steel by
experienced men. Both our Joliet and Cambndge factories
are thoroughly up-to-date and are the best equipped in the
world ‘for making Toe Calks.

t

S This style of Toe Calk is the Horse-

) shoer's favorite, especially during the

We make about 200 different styles, Spring months.  Made in seven sizes, and

sizes and lengths of calks to suit all :ﬁh Ez;r': tlmgl?ngth&;iwe:]ﬁm, l';l‘:zg
tastes. Country Pattern Heel Calks.

3

The steel for these calks is rolled especially for us and is made of tough Open
Hearth stock ( .35 carbon) to stand the hard usage Sharp Calks get.

Standard Toe Calks NOW is the time to order a supply from
Give Satisfaction your dealer. Insist on getting Standard Calks

FRANKLIN STEEL WORKS

Joliet, Ill. Cambridge, Mass.




THE ONLY COMPLETE LINE OF

SPRING-WAGON-GEAR

MANUFACTURED IN THE WEST

DUPI =V

rs

The Celebrated Gibson Perfect Truss
Platform Gears

Low Freight Rates Right Prices Prompt Shipments

Gibson Gear and Manufacturing Co.

SPRINGFIELD, ILLINOIS
Send for Catalogue and Prices. .

Little

PUNCH

The Most Powerf
One operation of the lever dc

One man on the lever cuts
1-2x4in.

Punches 5-8 in. holein1-2
in. iron.

5 punches and dies with
each machine.

Extra punches and dies,
50c each and guaranteed.

Hundreds in use by
the U. S. Government,
Contractors, Manu -
facturers, Mechanical
Schools, etc.

It is the BEST tool
for the Blacksmith Shop
for which it was espe-
cially designed. Made
in three sizes.

Prompt Shipment
Guaranteed

Send for Circular

Little Giant Punch & Shear Co., Sparta, IIl.

Sold by all Jobbers

Morse Twist Drill
& Machine Co.

NEW BEDFORD, MASS,, U. 8. A.

Tools for Blacksmiths’ Use.

Twist Drills, Reamers, Taps,
Chucks, Cutters, Dies,
Machinists’ Tools,
Machinery.

SEND FOR CATALOG.

66 MORSE”

the name that guarantees ‘‘quality,” ‘‘accu-
racy” and ‘‘economy.’’

BLACKSMITH TAPER TAPS.




MOST OF THE SHOERS OF THE COUNTRY PREFER TO DRIVE

The Best Horse Nail Manufactured
and so specify for “The Capewell.”

BY the most rigid inspection of the raw material—by
both mechanical and chemical tests:

By the most thorough treatment under our own
special process:

By careful, painstaking methods at every step in
the manufacture of “Capewell” nails, we are able to
produce the best horse nail ever made in the world.

Furthermore, we make it certain by the minutest
inspection, that every box of nails shipped from our
factory contains only perfect nails.

This is a great advantage and source of satisfac-
tion to horseshoers.

‘““Capewell”’ Nails Are Best Suited To Your Requirements,
if you are a user of horseshoe nails.

— MADE BY

THE CAPEWELL HORSE NAILCO
HARTFORD, CONN.

BRANCHES.

NEW YORK BUFFALO PORTLAND, ORE. BALTIMORE CHICAGO ST. LOUIS
DETROIT MEXICO CITY, Mexico PHILADELPHIA DENVER CINCINNATI
TORONTO, Canada BOSTON SAN FRANCISCO NEW ORLEANS YOKOHAMA, Japan

The Largest Manufacturers of Horseshoe Nails in the World.
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KIBLINGER MOTOR VEHICLES, ENGINES AND CHASSES

Air-Cooled. Two Cylinder. 30 miles on 1 gallon of gasoline.
30 miles per hour. Simple construction. Ample wer.
Economlcnl Reliable. Complete vehicles or as desired.
ASK FOR CATALOG 151 and PRICE-LIS OF PARTS.
W. H. KIBLINGER CO. - AUBURN, IND.

Standard Mumfutmn. A. M.C. M. A

Please explain, without further obligation on my
part, how I can qualify tor a larger salary and advance-
mneat to the position betore which 1 have marked X.

Eleotrician
Architect
Contractor & Bulider
Foreman Plumber
Civil Engineer

Foreman Molder
Foreman Blacksmith

Foreman Toolmaker
Foreman Patlernmaker
Meohanioal Engineer

Meohanioal Drattsman Mlnlnn’ Engineer
8.

y Eng
Eleotrical Engineer Stenographer

Eleotric-Lighting Supt. U.8. Civil Servics Exam.
Eteoctric-Rallway Supt. Ad Writer

Name

St. & No.

City State —

.00‘..0000000000000000.

I EEEEEREEREEEREEEER R R ERENEE S X X]

0000000 0000000000000 000
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Our Trade MarK s e oot

BRADLEY Ball Bearing
Shaft Cou

A left hand will do as well. V¥
hold up our right hand
we are the original m
R Bearing, I.eather Pacl
ling, that Bradley (¢
Drop Forged from Bar
Quick Shifting, Self Lt
matically take up thei
oK ”'J i will outwear any vehicle to which OPEN.
they are attached. There are over a million
pairs in use. Quality and advantages considered,
they are the cheapest and best couplings on
the market.

All We Ask is a Chance to Prove Our
Statements.

C. C. Bradley & JSon,

Syracuse, New York, U. 8. A. CLOSED.

TRADE MARK

e %

“EAGLE” 353 ANVIL WORKS

TRENTON, N. J.

The Value of Experience

UR experience as the
first manufacturers

of Anvils and Vises, and
the experience of thous-
ands of Practical Black-
smiths a nd Mechanics,
who have testified to the
superiority of the “Eagle”
Anvil, and “Fisher” Vise.

No Patent Anvil Block needed
to dead ;he- lrlnglng sound.
. “EAGLE” i t mak
More than 200 different Patterns from music, they make money  for

10 to 800 lbs. We also make to order :‘:;‘t'e;":?; ?:q:eei:ﬁ'o&:lllijg;

R . . . APEST. “Fisher” Double Scre
anvils of any special dimensions or shape CHEAPES Pariiel Lao Vres ey

the esteem and praise
of all who use it.

Write for Price List and descriptive circulars to FISHER & NORRIS, TENTON | o CCURATE

Sold in New York by J. C. McCarty & Co., 10 Warren St. Sold in Boston by Dodge, Haley & Co., 212 High St. Sold in Philadel- mld)U LE
phia by E. E. Hand & Co., Market St. Sold in Baltimore by H. Keidel & Co., 405 W. German St. RAB
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The Classified Buyers’ Guide will be
found on pages 44 and 45 of this issue.
Whenever in need of anything
it will be to your best interests to
write the parties listed there.

THE COMMERCIAL
Bar Cutting Machine

1 Practically Ind(
ible because
entirely_of s

Will cut 3-8x
Iron or Steel an
1-2 Inch hole |
inch stocl

A Powerful
Machine

for

Cutting and Punch

lng Bar lron and
teel, Small

Angles, Channel:

ote.
Fall information
furnished upon
" request.

Manufactured by

THE COMMERCIAL MANUF'G CO.

CLEVELAND, OHIO

m*wm

STAR STEEL SHAPES

Write Your Jobber Today. Made by
Star Manufacturing Company
VILLE, ILL.

THICK, SWOLLEN GLANDS

that make a horre Wheeze,

Roar, have Thick Wind. or \\ -
Choke-down, can be re-

moved with

or any Bunch or Swelling.
No blister, no hair
gone, and thorse kept at
work. $2.00 per bottle, de-
livered. Book 3 D free.

ABSORBINE, JR. for mankind, $1.00, de-
livered. Reduces Goitre, Tumors, Wens, Varicose
Veins, Ulcers, Hydrocele, Varicocele. Book free.
Made only by

CHURCH BROS., AFTON, N. Y.
$1.00 per Box, by Mail. For Horses and Catt*
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e -~ Ty the best Shat
End is the Pioneer Trade-Mark
on the wrapper. If you insist on having ‘ Pioneer
Shaft Ends’’ your jobber will supply you. A Pio-
neer Shaft End is made with a double tube—a sea-
soned hardwood filler, recessed for dowel —and fin-
ished with two coats of best black enamel, baked
on by steam. The end with a Nickel Tip. Its good
looks won’t wash off—it is built for durability.

MADEEY CRANDAL, STONE & CO., Binghamton, N. Y.

e o e “CLEVELAND?” i aaidy

in order to secure

manufacture of the most satisfactory results. After annealing,
the steel is subjected to physical tests and

No. 32 Gonepat A TALOGS chemical analysis, and if unsatisfactory
0- No.ﬂ;; A.djusuble Reamers, is reJeCted' Our drills and ream-

© No. 34 High Speed Drills. s ers are suitable for every pur-

No. 35 High Speed Reamers. pose where such tools are

required. Every toolis |

-The Eorce® Twist Drill Co. inspected by experts |

after each manufac-

New York CLEVELAND, OHIO, U. S. A. Chicago turing operation.

THE GREATEST PROBLEM

in hauling is how to haul the greatest load with the least trouble and expense.

The Timken Roller Bearing Axle Co. Canton, Ohio. Chicago, 1il.

Gentlemen : Replymg to your inquiry concerning the roller bearings furnished for our wagons,
state we now have them in fifteen wagons, in use in Minneapolis, St. Louis, Chicago, Etc., and are
fully satisfied of the utility and benefit coming from their use. We cheerfully recommend them 1o

people in teaming lines on account of saving, less annoyance in the way of oiling, etc.
Yours respectfully, THE RUMFORD CO., F. J. Selden, Mgr.
Dealers in the productions of the RUMFORD CHEMICAL WORKS.

The above is one of a number of letters sent us, which offer the most conclusive
proof possible that

Every manufacturer, dealer and owner of a vehicle should know about TIMKEN BEARINGS—what they
save and how they save it. Interesting Literature on request.

THE TIMKEN ROLLER BEARING AXLE CO.

10 E. 31st St., New York.
BRANCHES: | 429 Wabash Ave, Chicago. | ) CANTON, OHIO.
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Volume Eight.

While we ourselves as well as readers and
advertisers have looked upon each succeed-
ing issue of “Our Journal’’ as an improve-
ment upon previous issues, we are ‘not
satisfied and hope we never will be. We are
always, continually and everlastingly, striv-
ing toward a better, bigger, and broader
paper to represent the grand old craft, and
in our earnest striving for the ideal it is
inevitable that we should make changes,
alterations, and improvements.

A new department, “The Implement
Repairman’’ has been added to this volume
and will insure more attention  to and
more articles on the subject of implement
repairing. Mr. J. F. Sallows, as associate
Editor, has already been introduced to
“Qur Folks.’ It is hardly necessary for
us to point out the importance of having
a man of Mr. Sallows’ experience with us.
His articles are not only interesting but
practical and proﬁtable and will continue
to keep our readers in close touch with
the newest and latest in the craft. Mr.
Ethan Viall has just recently made his
bow to our readers. His article in the
September issue on brazing is, we believe,
the best, most complete and most practical
article that has been written upon that
sub]ect Mr. Viall will continue his writ-

and observations upon such subjects
as appeal to the general smith. Mr. W. G.
Mumma’s series upon gun and novelty
repairing promises much of value and
interest to general smiths. We consider
ourselves fortunate in securing this series
of articles and are sure they will prove
popular with “Our Folks.”” The names of
other contributors of high standing will
appear as the seasons for their writings
open. It was our intention to discontinue
ornton’s Letters during this volume,
but the interest shown by our readers in
the preachments of this old smith has led
us to arrange for a continuance of these
interesting letters. Several new and sur-
prising features are promised for the coming
series of Thornton’s Letters.
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You Save Two Dollars.

You save just two good, hard dollars, to
say nothing of the time and trouble of re-
mitting every year, on every five years’
subscription by taking advantage of our
long-time rates. A five years’ subscription
means sixty copies, containing nearly a
thousand and a half pages of good, solid,
practical information, for but three dollars.
And it cuts the single-copy price just exactly
in half. Sixty big, heaping-full issues at
five cents each. It means an investment
of three dollars, netting you a saving of five
cents per month and a monthly dividend
of unlimited return. If you think five
years too long a term, save a dollar and a
half on four years, or a dollar on three years,
or forty cents on two years. These savings
are worth while, and you can well consider
them when next notified regarding the
expiration of your account. Or, better
still, take up one of these offers right now
while you think of it.

Protection.

Protection that protects the man be-
hind the anvil—that’s what the little pink
buffalo stamps really do. The publishers
of “Our Journal’’ stand behind every pink
buffalo stamp used. We insist upon fair
treatment for ‘“Our Folks'’—a fair and
square deal, not alone from advertisers in
our columns but from all manufacturers
and dealers with whom our subscribers
may do business. And subscribers know
the value of the little pink squares. They
know that THE AMERICAN BLAcksMITH
CoMPANY stands back of every pink buffalo
stamp they use. We want you to use
them freely and to ask for more when your
supply is low. Our “Fair Dealings’’
paragraph is & happy running mate for
the pink stamps. You’'ll find it in every
issue, generally on the same page with the
advertisers’ index. Read it in this issue.
You can trade freely with AMERICAN
BracksmiTH advertisers for they're re-
liable—we guarantee it.
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SHOES WORN BY HORSES USED IN CULTIVATING THE PEATLANDS OF ORANGE COUNTY, CALIFORNIA



The Hoof of the Horse

W. O. JULIUS

PON the hoof of the horse depends
the animal’s worth, whether the
animal be a racer, a coacher, or merely
a delivery horse. It, therefore, behooves
the horseshoer to know something re-
garding the hoof proper. And right
here may be mentioned a simple, easy
way in which the horseshoer can study
the hoof, its structure, and its several
divisions. Procure a foot of normal
condition and form and soak it in water
until the hoof can be separated into its
respective parts, i. e., the wall, the frog,
and the sole. '

Upon examination we find the wall
to be a hollow, horny shell which covers
the foot on the front and sides. It is
of varying thickness, and if we measure
we find its thickest portion to be at the
toe and that it gradually diminishes in
thickness toward the sides. As it nears
the heels it gradually thickens until the
bars are reached. Here the wall turns
toward the toe, gradually diminishing in
thickness until it is lost in the interior
foot structure.

The outer surface of the wall presents
a glossy appearance in the normal state
and appears to have a very close grain
running up and down. The greatest
height of the wall is at the toe. It
gradually diminishes toward the heels.

1f we look upon the upper edge of the
inside of the wall we find the groove
which receives the coronary band. The
coronary band follows the edge of the
hoof wall from the center at the front,
around both sides, back and to the heels.

The sur-
face of the
inside of the
wall presents
a number of
very thin,
hornlike pro-
jections
which run
parallel to
each other
from the

A NORMAL HOOF upper edge

of the wall downward and forward.
The wall of the foot is itself com-
posed of three layers. The first layer,
called the periople, is the thin, shiny,
varnish-like skin covering the entire
exterior of the hoof wall. The office
of this covering is to prevent rapid
evaporation of the natural moisture of
the horn. If this protective covering is
removed by the rasp in a mistaken effort
to smooth the surface of the wall, it is

GROUND-BEARING SURFACE OF A HOOF
IN HEALTH

easily understood how the wall may be
injured. The second, or middle, layer
of the foot wall is the real wall. It is
developed by the coronary band. The
inner layer of the wall is the thin, horn-
like substance previously mentioned.
The frog is that part of the hoof situ-
ated between the bars. It lies as a
wedge, being broad at the heel of the
hoof and tapering to a blunt point at the
center of the hoof. The frog is soft and
very elastic and acts very much like a
cushion in arresting concussion, and as
a rubber pad in enabling the horse to
travel smooth roads safely. At the bars
the frog is divided into two parts, or
branches, by what is called the cleft of
the frog. This cleft does not extend the
whole length of the frog, As the point
of the frog is reached its horn becomes

206926

harder, until at its point in the center
of the foot it is quite hard.

To the uninitiated the frog appears
as a thick, solid mass of soft, rubbery
horn. It is, however, simply a covering
for the plantar cushion, which form it
follows to a large extent. The plantar
cushion, as explained in a previous arti-
cle in these pages, is composed of elastic,
fibrous tissues and lies between the
horny frog and the perforans tendon.

We now come to the sole, the third
division of the hoof. The sole is liter-
ally the floor of the hoof. It is of about
the same thickness as the horny wall.
[ts under surface, or that presented to
the ground when the horse is in motion,
is slightly concave, uneven, and when
left to itself for any length of time be-
comes covered with loose leaflets, or
scales, of dead horn. The concavity of
the sole makes it evident that the central
portion of the normal hoof has no ground
bearing. The inner surface of the sole
is thickly covered by minute funnel-
shaped openings which contain the
velvety tissue of the sole, by which the
horny sole is secreted or produced. The
structure of the sole is similar to the
wall, 4. e., fibrous. The fibers run in the
same direction, downward and forward,
as do those of the wall.

We have described and explained
what may be termed the horny box of
the horse’s foot—that part of the ani-
mal’s extremity which comes into direct
contact with the
shoe. Because
of this, it is by
no means the
only part of the
foot with which
the practical
shoer should be
thoroughly fa-
miliar. The inte-
rior structures
of the foot and
the entire limb
to its juncture
with the body A CONTRACTED HOOF



should be studied and thoroughly under-
stood by every shoer worthy of the
name. The bones and ligaments, the

GROUND-BEARING SURFACE OF A CON-
TRACTED HOOF

arteries and veins, the protective and
secretive organs, all should be carefully
studied so that their relation to a dis-
eased part may be understood; so that
the cause and effect of certain conditions
may be known; so that the shoer can
avoid the following of such practices as
will interfere with the healthy and
normal functions of any, or all, of the
leg tissues and organs.

Horses get cold feet in winter the same
as a man does but as the horse hasn’t any
warm boots it’s up to the shoer to leave
him plenty of horn for protection from the
cold. Be especially careful to not cut the
horse’s feet too close from now on. It
seems as though cold irons would be bad
enough, but these attached to a foot from
which the sole has been unduly pared will
certainly not add to the animal’s comfort
in winter. A. W. P, Ohio.

When a new horse comes in, how many
shoers take the trouble to make a thorough
examination of the animal? Yet every
shoer knows that to shoe a horse intelli-
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gently, he should know how the horse
stands, walks, and trots. The conforma-
tion, the weight, height, length, and pro-
portion of the animal are important. The
wear of the old shoe speaks volumes to
the knowing shoer, and each limb, foot and
hoof should receive minute inspection be-
fore careful shoeing. CarEFuL, Ohio.

On Interfering and Deformed
Horses.
G. F. WHITE.

In regard to brother C. H. Maloon’s
article on deformed horses I agree with
him in some cases of deformity, but all
horses are not deformed in the same way.

A deformed horse is a very common
thing in a shop. There is hardly a day
at any shop when a horse deformed in

some part of the limb does not come in. -

I never could find any one rule that
would apply to very many horses, as
there are so many different ways of
traveling and some turn one way and
some turn another.

Now, my way is to pare the foot so
the leg stands as near as possible to a
perfect position before the shoe is put
on. If it needs to be pared from the
inside I pare it there, but, of course,
nearly every horse’s hoof grows more on
the outside than on the inside. Then
fit the shoe; not straight on the inside,
but good and round so the horse will
have a good bearing on all sides. Tak-
ing off one eighth of an inch from the
edge of the hoof will not stop him from
striking, and if the foot is properly pared
the clinches can be left out and the horse
will not touch. If it is a hoof that grows
very fast on the outside, I put a small
calk on the inside instead of turning up
the heel, and the outside calk will wear
down faster and leave the foot level as
the hoof grows down.

I am in a shop baving at least
forty-five livery horses. They are the
kind that get the worst kind of usage,
and they are the hardest to keep from
interfering, yet this is the only rule I
can go by and come out right.

An Excellent S8hoe for Punctured
Feet. .
WILLIAM LINDSEY.

Several mornings ago a young man
brought a fine bay horse to my shop
and requested me to examine one of
the animal’s feet. The horse was
resting one of his toes on the ground.
Upon examination I found the leg
swollen to above the knee and the
entire foot and lower leg feverish. At
first T thought the swelling and fever
was the result of a kick or bruise, but
upon further examination I found the
‘“hot spot” in the foot. I picked up
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the foot and cleaned it out expecting to
find a nail but instead the knife struck
a bolt head. I took the pincers and
pulled it out. The head of the bolt
was three eighths of an inch square and
the bolt itself had run into the foot
for two and one half inches, entering

FIG. 1.—AN ORDINARY SHOE OF REGULAR
SHAPE IS USED

at the side of the frog and running in
at an angle toward the heel. I cleaned
the foot, put some turpentine in the
wound and then prepared the foot as
1 shall explain.

I have never seen a picture of a shoe
just exactly like the one I used nor have
I ever seen one used. I have used this
shoe often and it will no doubt interest
other shoers to learn about it. Take
a common shoe, fit it with calks as re-
quired and fit to the foot. Now, drill
four holes in the shoe as at H, H, H, H,
in the engraving, viz., one on each side
of the toe calk and one in front of each
heel calk. Now tap holes with a }-
inch tap. Then take a thin plate of
steel, an old scoop is very good, and

FIG. 2.—THE SOLE OR COVER PLATE IS
SHAPED TO FIT THE SHOE

cut a solid sole as in the engraving,
Fig. 2, fitting this sole to cover the
ground surface of the shoe and drilling



four holes in exact line with the }-inch
holes in the shoe.

After preparing a shoe and sole in
this manner I nailed the shoe on, put
medicine in the foot, packed the foot
with cotton and attached the sole or
plate with }-inch set screws. With
this shoe and plate the horse was able
to walk anywhere, step on rocks, stones,
and lumps of any kind without flinching.
The plate is easily removed to repack
the dressing and then just as easily
replaced. I call this the Lindsey-
Humane Shoe and charge from seventy-
five cents to one dollar to make it and
put it on.

The Corresponding Joints of
the Horse and Man.

J. M. BRASSEY.

It is interesting to pick out the cor-
responding joints in horse and man, and
while one may be thoroughly familiar
with the respective skeletons, it is easily
possible to make a mistake in pointing
out the corresponding joints. Espe-
cially when marking the lower limb is
one liable to err.

In the engraving the joint at A corre-
sponds to the shoulder joint in man.
At B we have the elbow joint and at C
the knee joint in the horse corresponding
to the wrist joint in man. From the
knee joint down the horse’s leg corre-
sponds to the hand and finger of man,
the canon bone corresponding to the bone
in the palm of man and running from
the wrist joint to the knuckle joint. The
three bones of man’s finger correspond to
the long pastern, the short pastern, and
the pedal or foot bone in the horse.

The hip joint, marked D in the en-
graving, corresponds to the hip joint
of man, while the knee of man corre-
sponds to the stifle joint, at E, in the
horse. The hock joint of the horse, at
F, corresponds to the ankle joint in
man, the prolongation at the hock of the
horse corresponding to man’s heel. The
leg of the horse from the hock down
corresponds to the foot and toe of man,
similar to the lower front leg of the horse
and the hand and finger of man. How
the horse’s bones and joints have seem-
ingly become disarranged can only be
conjectured. We can best dispose of
the subject by laying it to a process of
evolution which must certainly have
changed the original animal very con-
siderably and given us that most noble
creature, the horse.

Causes of Cha-nges in Horses'
Feet.
A. F. LIBBY.
Horses, according to nature, live on
grass and food which is easily digested.

This change from freedom to confine-
ment, with the change of food, causes
some of the diseases of the feet. Under
this head comes acute founder and
indigestion. I recently_had a case with

acute indigestion. The horse was very
sick for nearly a week. There was no
fever in the feet, but, still, the outer
shell changed and a new hoof started on
all feet, at the coronary cushion.
Second: Diseased feet are caused by
the neglect of the horse and by not
having the shoes reset at the proper
time. This neglect causes subacute
laminitis, ingrowing quarters, side bones
in light horses, quarter cracks and corns.
Third: Feet may become diseased
from natural malformation. I have
seen colts splay-footed with splints
and side bones which they inherited.
We have some few cases of foot

THE GROUND SURFACE OF THE SHOE
SHOULD BE GIVEN CONSIDERABLE ROLL

IT IS INTERESTING TO PICK OUT THE CORRESPONDING JOINTS IN HORSE AND MAW

troubles which can be traced directly to
the horseshoer. It falls to the horseshoer
to take these horses, let the condition
of the feet be what it may, and restore
them to as near a normal form as he can.

In acute diseases where it affects the
feet through shifting inflammation, the
shoes should be dished so that the strain
will not come on the lamine; give the
shoe quite a roll, as shown in the en-
gravings. Such cases will receive much
benefit from internal treatment.

Horses that have foot troubles, which
are caused from neglect, are often
allowed to go two or three months with-
out having their shoes reset, and in con-
sequence they grow a very long foot.
The outer shells of a horse’s foot are
fastened to the pedal bone by the

THE SHOE SHOULD BE DISHED SO THAT THE
STRAIN WILL NOT COME ON THE LAMINAE
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A GOOD BAR SHOE EASILY MADE

laminae. The tendons and ligaments of
the foot are, with one exception, inde-
pendent of the shell, being fastened to
the pasterns and the pedal bone. The
lateral phalangean ligament connects
with the foot. Through neglect the
laming is strained, causing congestion
of blood at that part which soon causes
change of structure. The diseased con-
ditions which may be benefited by shoe-
ing I will mention in my next article.

The Bar Shoe, Its Use, and How
to Make It.
J. H. BOWEN.

The bar shoe is, without doubt, the
nearest approach to nature that we are
able to get with a metallic shoe. And,
as brother Harris said in his article on
the bar shoe in these columns some time
ago, why not use it always on feet that
are inclined toward shrinkage at the
heels and frog?

When no shoes are used on,a horse’s
feet the weight of the animal comes
largely on the frog and, naturally, this
very important organ of the foot must
keep in perfect health and condition.
With a bar shoe made correctly we get
practically the same effect by having
the frog press and rest on the bar.

The bar shoe must, however, be
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applied with caution, for the application
of undue pressure is very liable to make
the foot worse, especially in a case where
the frog has been used to little or no
pressure.

A simple method, as well as a quick
method, of forging a bar shoe is to take
a shoe, A, with rather long branches.
Heat the branches in the fire and turn
them over the horn of the anvil, as at B
in the engraving, lapping one end over
the other. Then reheat the ends, apply
a little borax and weld the two ends,
forging the bar out, as at C. This gives
you a very good bar shoe in two heats
and with very little trouble.

After forming the bar, calks and clips
may be formed as usual. There is, of
course, no need or call for the bar shoe
to give frog pressure when the frog al-
ready receives plenty of natural pres-
sure. In cases where it is desirable to
relieve bearing at the heels the bar shoe
will be found excellent. It should be
borne in mind, however, that the pres-
sure of the bar shoe must be applied
gradually in cases where the frog has
dried and hardened from lack of pressure
and use.

The Principal Breeds of Horses
and Their Origin.
ARTHUR C. BARTON.

It is generally conceded that the
horse of today is the result of a process
of evolution and that, originally, what
we of today know as a horse was a much
smaller animal of somewhat different
characteristics. The horse, as seen to-
day, is supposed to have been a native
of the plains of Central Asia, and from
the time of the original discovery to the
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present day probably no other animal
has received so much attention in an
effort to better and improve one or the
other of the many breeds.

The thoroughbred horse being the "
oldest and best-established of all the
breeds of horses, it is but natural that
mention is made of this breed first.
While it was many years before any
clear or well-defined purpose appeared,
the period of improvement began with
the conquest of the British Isles by the
Saxons. The foundation of the breed
was built on a mingling of the native
horses of England with those of central
Europe, and later with those horses of
lighter weight and speed qualities of
Spain and North Africa. The blood of
the native Arabian horse also permeates
the thoroughbred stock of Great Britain.
At the beginning of the eighteenth cen-
tury breeding for speed and endurance
was begun with definite plans. The
first attempt at recording pedigrees,
speed performances, and other matters,
with the definite purpose of improving
the breed of speed horses, was made in
1791. That year saw the real beginning
of the Stud Book. In the middle of the
eighteenth century the English racing
calendar was begun and its publication
has been continued in practically its
original form to the present day. The
American speed horse of today has much
of English thoroughbred blood in his
veins, in fact, it is doubtful if a great
speed horse of American production can
be found without some share of English
speed blood in its veins.

The Hackney is a pure British pro-
duction. The development of this breed

“THOR,” AN EXCELLENT EXAMPLE OF THE MODERN PERCHERON STALLION



“ALEX 133" A HACKNEY THAT TOOK FIRST PRIZE AT CHICAGO

was the result of a demand for an animal
of quick action and exceptional staying
qualities for traveling over country
roads before the coming of the macadam-
izedroadway. The breed was developed
by crossing the fore mentioned English
thoroughbred with the decidedly heavier

Shire, thu an animal of speed
for trave oads. The breed
became v in the early days
and was lished.

The C« is the next step

toward the larger animal and dates back
as far as the seventeenth century, when
the French government began
to pay considerable attention
to improving the breed of French
horse stock. The Germans also
paid considerable attention to
improving the breeds suitable
for coaching, and while the
German coach horse is not so
well known as the animal of
French production, the former
has many admirable qualities.
Both breeds are, without doubt,
founded, at least in part, upon
the British thoroughbred with
which the heavier native animals
have been crossed.

The Suffolk-Punch, as the
name implies, is a native of
England, and is a breed par-
ticularly adapted to the needs
of the farmer and a.gncultunst

the Suffolk is
round, solidly
thort legs. The
descended from

N and Suffolk cart mares
is practically extinct, the modern Suf-
folk being the result of crosses with
several breeds to better the original.
The Suffolk, it is said, was the breed

generally used in the pulling matches
so popular in England during the
seventeenth century.

In the extremely large and heavy
breeds of horses we find the Shire, the
Percheron, and the Clydesdale. All of
these animals are especially noted for
their excellent draft qualities. All are
more or less permeated with the blood
of the native animals of what was once
known as Normandy and Flanders. As
early as the eleventh century large
stallions were imported from Flanders
into England for the purpose of breeding

large draft stock. The Shire was the
result of these importations.

The Percheron is a heavy breed of
French origin.  Of large, powerful build,
its ability to travel comparatively fast

“MORGAN" STALLION AT HEAD OF UNIVERSITY OF ILLINOIS STUD

with a heavy load makes it an especially
admirable draft breed. 'Tis said that
the Percheron was originally of Arabian
extraction, but there is little doubt but
that the black stock of Flanders con-
tributed in no small degree to improve
the size and strength of the breed.
The Clydesdale derives its name from
a district on the Clyde in Scotland,
where this breed was introduced by one
of the dukes of Hamilton, who crossed
the Lanark mares with imported Flem-
ish stallions. This breed, like the Per-
cheron, is noted for its rapid locomotion
with a heavy load. It has
much in common with the
English Shire,'in fact, the con-
stant mingling of the latter with
the Scotch Clydesdale has left
very little difference between
the two breeds. In form, dis-
position, color, and general
characteristics the Shire and the
Clydesdale may be classed as
one. While bay browns, and
blacks predominate in both
breeds, grays and chestnuts are
found. The legs of both horses
are heavily haired, and long
bunches of fine, silky hair from
knee to fetlock is considered a
mark of pure breeding.

Planning the Shop and
Building the Forge.
C. W. METCALF.

I wish to reply to Mr. E.

“SILVER HALL,” A MAGNIFICENT EXAMPLE OF COACH HORSE H. Cayse, who says in the May

issue that he wants lots of
information on the subject of shop
arrangements. I don’t know if my
plan will do him any good or not. He
doesn’t state what kind of work he
intends doing, nor does he state what



kind of machinery he intends to put
in.} But if he is going to run a general
shop and horseshoeing combined I
hope he will study my plan. The shop
is thirty by forty feet with the forges
in the middle of the shop. If you
want a handy shop don’t stick the
forges up against the wall. His shop
is twenty-two feet wide, but if he will
add eight feet more to the width, and
place the forges as shown in the illus-
tration I think that he will never be
sorry. Now as to a forge that won't
smoke, I would say that any of them
will smoke. The chimney is the im-
portant feature not the forge. If you
can build stationary forges, I should
recommend one of this style: Take
boiler plate, say about twelve inches
wide and long enough to make a circle
from three to four inches in diameter
and bolt legs on it to make it the height
you want. Then bore a hole in one
side for your blast pipe, bolt strips of
iron across the bottom, place your
tuyere iron and fill with brick and dry
clay, tamping clay down well. There
is a secret in building a successful
forge. Nine out of ten will make
mortar of the clay to build a forge.
That is the wrong way—use your clay
just as you dig it out, tamp it well and
the heat won’t crack it. In building

a round forge,

make a round

funnel hood
. and have not
less than an
eight-inch pipe.
Have about
three lengths of
pipe fastened to
the hood and
the remaining
pipe somewhat
larger, so
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the chimney extends the full width of the
forge. Itis only about a brick in width
and lays in a circle out toward the fire
pot. The face of the chimney should

come within at least two inches of the

center of your fire pot. If you use
pipe above the roof, don’t use six-inch
stovepipe—your chimney won’t draw.
You have an eight-inch square hole in
your chimney, use good judgment and
put on pipe to match it. If you follow
this method, I think that you will
say “Thanks.”

How to Make a New Ground
Plow.
T. E. TINSLEY.

It may be of interest to some of my
fellow craftsmen to know just how to
make a new ground plow. I will give
here my pattern and how I make them.
First, have your timber three by six
inches, cut your beam A four feet eight
inches long, and the foot piece B three
feet four inches long. Then shape them
up as in the engraving. Now lay them
down on your tressels and mark just
where you want your tenon cut on the
beam and the hole mortised in the foot
piece, giving it the same

pitch as you see in the
engraving. I wuse five
eighths by two-inch steel

for making the coulter C

and one fourth by two-

and-a-half-inch iron for the

top and bottom beam

plates. A hole is cut in

i

each plate for the coulter

il

to go through. Have the

FIG. 1.—THE BASE OF THE CHIMNEY SHOULD EXTEND

THE FULL WIDTH OF THE FORGE

you can raise and lower your hood.
For my part, I would have no other.
If you build a brick forge, notice in
the engraving, Fig.1, that the base of

hole in the bottom plate
just the size of the beam
of your coulter. The hole
in the top plate should
be just the width of the coulter beam
but long enough to put in a key at
the back. Bolt the two plates through
the beam with one-half inch bolts

having a brace rod with an eye on one
end and a nut on the other to go
from the back bolt through the foot
piece as shown in the illustration.

I make lots of these plows and have
never had a kick on a single one of them.
I am a reader of THE AMERICAN BLACK-
SMITH and enjoy it very much. I get
a great deal of information out of it. I
think it the best journal ever published
on the blacksmithing, horseshoeing, and
wood-working trades. I am a young
smith and I enjoy reading every word
that is printed in THE AMERICAN BLACK-
SMITH paper, even to all the advertise-
ments, for there is a lot to be learned yet.
I do every job that comes to my shop
and more still, for I go out in the country
and work on machinery, boilers and
engines, threshing machines and so on.
And brothers, when you do a job of that
kind, don’t be afraid of charging too
much, for you have got to charge for
vour time, your tools which you have
bought or made, your coal, and your
absence from the shop which is probably
disappointing five or six customers.
And another thing, if it hadn’t been for
vou the man would have had to go to
town, maybe ten or twelve miles, to get
a machinist to fix his boiler or engine
machinery, or whatever it might be.
Therefore, do good work and charge a
good price. Try to make a good, honest
living and be friends with everybody.
Meet everybody with a smile. Ask
them to get down and come in. Tell
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FIG. 2.—IF YOU WANT A HANDY SHOP DON'T
STICK THE FORGE UP AGAINST THE WALL

them a funny story or two while you do
their work. Don’t be sullen and pout-
ing around.

I am never idle in my shop. When



a dull day comes, as is sure to come to log four inches through or hook onto There was a small foothill, not far away,
all shop owners, I am just as busy as the broad side of a barn. The test and the way we scampered for this

can be making singletrees, doubletrees,
lap-rings, hame hooks, log chain hooks
and links, fitting up horse and mule
shoes of all kinds, cleaning up and
sweeping out my shop, or trading for a
wagon or buggy that is out of repair and
fixing it up and painting it to sell at a
good profit. There is always something
to do.

The Failures and Successes of an
Apprentice.—5.
BY AN OLD TIMER.

The old story, that “arolling stone
gathers no moss” is familiar, but let us
also remember that “a setting hen never
gets fat.” A man is sometimes handi-
capped by circumstances and conditions
of things, even if he has ability. In
such cases it may be better to change
until he gets into the right place.

After leaving the last place men-
tioned I engaged with another smith;
he planned to keep me from ten min-
utes to an hour over time, but if I was
one minute late he would look up at
the clock and then at me, as much as
{o say, “You are not earning your
money.” If I did not earn my money
it was his fault for when there was not
much work he would keep me digging
away at some old thing that was of
no account whatever and when a hurry-
up job did come I could not hurry be-
cause there was no reserve force to
draw upon. I was simply dragged out
all the time and not only myself but
the smith too, for he worked that same
way and when he ought to have been
in the prime of life he had to retire,
a physical wreck. I did not learn
much here except how to abuse a man
without swearing at him.

My next job was with a lumber firm
for the winter. We pitched our camp
in a valley by a brook with tall moun-
tains on either side, covered to the
forest line with spruce and hemlock
extending farther than the eye could
see. Our cabin was built of logs and
our beds were made of hemlock boughs
covered with blankets. They were com-
fortable to sleep on and I did not have
a cold all winter. My appetite was
excellent; I could eat with zest my
rations of pork and beans three times a
day. My work was splicing rope and
mending chains, sleds, and tools. I
got into trouble the first thing repair-
ing a cant dog. It did not suit the
boss, and after having some fun
at my ignorance, he brought in a
wooden pattern of a dog. I made one
from the pattern and it would turn a

which river drivers give a peavey or

refuge was not slow, I assure you. We

A GROUND PLOW THAT GIVES GOOD SATISFACTION

cant hook is to lay a short piece of
board flat on the ground, then stab
into it, and if the hook will pick up
the board it is all right . A river driver
will throw a cant hook quite a distance
and catch a log of any size, sometimes
saving the life of a comrade by his
skill. I shaped a wire pattern from
this model of a cant dog given me and
I bhave it now. Thinking that some
brother would like it, I send a pat-
tern with this letter.

Everything comes to an end, however,
and so did this winter’s work. It
came suddenly, too. It was the last
of March and the rain had been falling
for two days. The water started the
snow on the mountains and caused it
to slide down into the valley, gather-
ing on its way into a great mass of
snow, water, ice, trees, and rocks, and
forming a wall thirty or forty feet high.

had hardly got there when one end of
our camp and the logging sleds were
dashed away. One of the sleds was
found lodged in a tree a mile below the
camp. One thing which was fortunate
was the fact that above the log cabin,
was a large boulder and a tree which
caused the flood to divide, part follow-
ing the brook and the other our logging
path, thus saving one end of our cabin
and also our teams. Well, boys, I
have not told all of the tragedy at this
place, but the fact is, if I get too far
from the forge I am afraid the Editor
will give me a “call down.” In my next
article I will start in business for myself.
(To be continued.)
How to Make a Set of Steel
Well-Drilling Jars.
L. R. SWARTZ.

The accompanying engravings show

a set of five-inch steel jars. The di-
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PLAN AND DIMENSIONS OF A CANT DOG FROM ‘OLD TIMER'’S” PATTERN

The ground shook like an earthquake.
The noise was deafening. Still on came
the huge mass like a great tidal wave.
Its course was down the valley near our
camp and our only safety was in flight.

mensions given are about right for the
size tools used for drilling 5} to 64-inch
holes with reliable machines of American
make. There is such a great variety
of sizes in the jars and tools used that
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FIG. 1.—THIS FORM OF BAR GIVES GREATEST STRENGTH FOR ITS SIZE

it is hard to tell just what is wanted
where 8 man wants to know how to
make jars without stating the size and
pattern desired.

For several years past it has been
the practice among practical drillers
in the United States to use short-stroke
jars for drilling; the stroke of the jars
being four to eight inches instead of
twelve to twenty-four inches as formerly.
The long-stroke jars are now used only
for fishing or in connection with rod
or pole tools. However desirable it
might be in some respects, hard steel
such as tool steel is not suitable for
use in making jars, as it lacks the tough-
ness to withstand the enormous strain
and percussion to which jars are sub-
jected in drilling where jars are really
needed. In this country the best
tool makers have for several years
been making boxes and pins for joints
of mild steel, becauselit makes a
stronger and more durable joint. Some
makers build steel-lined jars which
give good service. The body of the
jars being iron or mild steel lined with
harder steel in therims and heads
where they are most subject to wear.

For making the links of the jars
described here, twelve feet of 13-inch by
three-inch steel is required (four pieces
each thirty-six inches long). This steel
should be of close texture and tough,
of a grade that will stand welding
without materially changing its strength
and texture. These thirty-six-inch bars

should be upset at the ends and forged
to the shape shown at A, Fig. 1, B
showing a cross section of the rim.
This form gives the greatest amount

ten inches long. Fig. 1 at C, gives the
cross section and shape of this piece
of hard steel, which should be four to
six inches long. This piece of steel is
welded between two of the thirty-six-
inch bars, as shown in Fig. 2, A. The
other end of the bars are then turned
out so as to admit one link, the links
being put one into the other, as shown
in Fig. 2, B. If it is not desired to
insert hard steel into the heads the
bars may be forged as indicated by
the dotted line in Fig. 1, A. After
the links are assembled the ends are

A CEMENT MIXER MADE BY MR. MERTON J. ALLEN OF NEBRASKA. SMITHS LOOKING
FOR SIDELINES WILL DO WELL NOT TO OVERLOOK THE CEMENT AND CONCRETE FIELD

of material which can be gotten into
a hole of given size. If desired, a
piece of harder steel may be welded into
the head. The head should be about

FIG. 2.—THE STRIKING SURFACE OF THE HEADS SHOULD BE ROUNDED TO PREVENT
FEATHERING

brought together, welded and scarfed
as indicated by the dotted line in a
portion of Fig. 2, A. Fig. 2, B shows
the links assembled and an edge view
of scarf for welding to the box or pin.
Welding cannot be too well done
when making jars. If desired, the tool
steel in the heads may be tempered
before assembling the links. These
jars will have an eleven or twelve-inch
stroke and are suitable for either drill-
ing or fishing. The dimensions of
these jars may be changed to suit
the purpose intended, but the pro-
portions should be adhered to.
To Get and Keep Worth-Having
Customers.

If you could present your business
card to a man just when he isin need
of your services you would stand a very
good chance of getting that particular

]
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job; wouldn’t you? If you could get
vour card before your man every day
in the year—and keep it there—where
the demand for your goods, work and
services originates, you would most
likely get all his trade. A worth-keep-
ing calendar hearing your business
card will remind those you want as
customers that you can do the work
they want done when they want it.
THE AMERICAN BLACKSMITH calendar
is a worth-keeping calendar. Some
people keep a calendar because it is
beautiful—others because it is useful.
THE AMERICAN BLACKSMITH calepdar
for 1909 is both useful and beautiful.
See announcement of an advertising
opportunity for your shop on page 9
in this issue.

The Indiana State Reformatory.

J. L. KNIGHT.

I have been asked about the shop and
how inmates are treated at the Indiana
State Reformatory. It is one of the
best-managed institutions in the state.
The discipline is of the best and the care
of the inmates is of the best. The boys,
by actual practice, are taught forging,
welding, upsetting, jump welding, turn-
ing horseshoes, making hook and eye
bolts, rings, band clutches, and, in fact,
they do more than is done in some cus-
tom shops. Our shop is of the best of
brick and concrete, with Buffalo down-
draft forges, six fires, and all the neces-
sary tools. At times, when not busy at
any institution work, the boys would
practice on forging different articles as
above stated. This keeps them em-
ployed and at the same time they get
the actual use of the tools. If one makes
a mistake in this work, we never by any
means discourage him, but tell him to
try it over, every time trying to do it
better and he would succeed. Of course,
you must keep them busy at something,
which is better all around. A great
many times you will have to answer un-
necessary questions, but if you put it
right with a good will and some en-
couragement your boy will go to work
lighthearted, and the results will be
better. They are well clothed and fed.

The general superintendent and his
assistant are Christian gentlemen of
high moral character. They also re-
quire their officers and instructors to be
of the same material, for no man who
cannot control himself can control
others. This institution is actually
turning out a goodly percentage of de-
veloped men in the trades. They have
regular religious service every Sabbath,
and issue the best of books from the
library. These are great aids to a young
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fellow who has met with misfortune.
If an inmate will take advantage of what
he can learn at this institution, he will
come out with a trade, some education
and morality, so that he can go into
society and make a good citizen of him-
self. Of course, there are some excep-
tions to the rule, but not many. At one
time it was thought that a trade school
would not be successful in an institution
of this kind, but if your boy or mine
has to be confined it is better, by far,
for him to be actually employed and
under good management and discipline
than for him just to exist in ignorance
and idleness. - None of that goes here,
for the inmate is given a fair chance to
become a very good citizen.

The Editor was busily looking over manu-
scrint when Billy Jones, the horseshoer,
walked in. Every one, from the tiniest tot
attracted by the glare of the forge fire to the
arrogant aristocrat with a fancy high stepper
calls him Billy. Now, Billy is a real good
sort of a chap—good hearted, kind, and

-generally very well liked. But, together

with these qualities, Billy is also easy going,
and this veq often leads to care;gnessnlgn
business. That’s how the easy-going spirit
affected Billy. Billy Jones has a fairly good
smithing trade, but he is not given very
much to figures, and this, no doubt, accounts
for Billy’s inability to show a bi% balance
on the profit side of his ledger at the end of

a blﬁ season.

“Hello! Billy,” greeted the Editor,'“What
brings you’way up in this section of town?"”

“I was just over to Brown’s livery to
close a deal for the coming year,” returned
Billy, “and I thought I'd drop in here.”

“What kind of a contract did you make
with them?”’ asked the Editor, handing his
visitor the cigars.

“Well, Brown’s a good man to work for
and I made a deal to shoe forty horses a
month for forty-two dollars—"’

“What’s that!” exclaimed the Editor,
rather excitedly, “you don’t mean to say
that you’re onn% to shoe forty horses for
forty-two dollars?”’

‘“Why, yes, of course,” said Jones calmly.
“Think it was flies I was going to shoe?
What are you gettin’ all excited about?”’
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“Excited!” returned the Editor, “why,

it's enough to give a man a brain storm.

How much can you make on that job?"”

“Why, I don’t really know, to tell you
the truth. I had to bid against four other
shops, and it was simply a case of quoting
a low price or losing the job.”

“What good is any job if you lose money
on it?”’_questioned the Editor. “If you’re
in business for the fun of the thing why
there’s nothing more to be said,” continued
the Editor, with an air of ﬁnahtz.

“Why, I make something at that price,”

ut in Jones hastily. “I’m not in business
or fun nor my health.”

“I wish you would show me where you
make even a fraction of a cent,” said the
Editor, giving Jones a pencil and a writing
tablet.

“Well now, shoes cost about four and a
half cents a pound,” began Jones, using
his pencil. ‘““That makes the average set
cost about thirty-five cents. Then supm
you re five cents for nails and tl
cents for coal; that brings your total to
forty-three cents for the average set of
shoes. I get a fraction more than a dollar
a set, and I guess the difference between
the cost, forty-three cents, and the dollar
will cover my labor and incidental ex-
penses.” And Jones settled back in his-
chai‘r, with o:; au'f of triumph. " beg

“Very , a8 far as you’ve gone,” began
the Editgr, taking ug aE:cﬂ and paper,
“but let us see if your ce of fifty-seven
cents really pays you for your time, labor
and expenses. Suppose we on an
average of eight horses per day for one fire.
That’s a high average, but it will bring the
cost per horse down lower than a six or
seven-horse average, which would be more
correct. The cost of a set of shoes remains
about thirty-five cents. Then we take the
same five cents for nails and three cents for
coal. Then steel calks cost something, and °
three cents must be added for these. Now,
there is shop rent, we’ll say ten cents for
that, for tools two cents, for interest on the
investment one cent, for telephone, lighting
and the like five cents. Now, we come to
labor; you certainly consider your time
worth at least three dollars a day. You
need a floorman, and together you tack on
at least sixty-five cents. Now, we have a
total of one dollar and twenty-nine cents
for the average cost per shoe, at the rate of
eight horses per day for every day in the
year.” And the Editor handed his figures
to Jones to look over.

“Your figures are all right, but one man
can shoe a horse. It isn’t necessary to
bring up the cost by figuring on two men,”
said Jones.

“It isn’t a question, Billy, of putting up
the cost. It’s simply a question of ing
correctly,” and the Editor emphasized a
gz;‘vlmr:;ore plain facts. f“Bel:nell:Iber, we

on an ave of eight horses per
day for one fire. ra‘%: take care of those
eight horses you must have one fireman
and one floorman. In the busy season you
will average more than eight horses per day’
but in the slack season your average will b
very much lower. If you've kept account
of each day’s business just see if you will
average as many as eight horses per fire for
a year. I don’t think you will, and if you
average six or seven your cost per horse
will be considerably more.”

‘I guess you've figured it right, Mr.
Editor, and I'm much obliged to you. 1
don’t think you’ll catch me doing work at
a loss any more. When I’ve got more
time I'm coming in to get a few pointers on

ing costs and selling prices.” And
after a bearty handshake Billy Jones bid
the Editor good day. The latter sat for
some time as if much puzzled over the ways
of some business men.



The Blacksmith of Limerick.

Robert Dwyer Joyce, the author of this poem,
was born in Glenosheen, County Limerick, in
1830, and died in Dub'in in 1883. He practiced
as a physician with vwuch success in Boston,
Massachusetts.

He grasped his ponderous hammer; he could not
stand it more,

To hear the bombshells bursting and the thunder-
ing battle’s roar.

He said: **The breach they’re mounting, the Dutch-

man’s murderous crew—

I’ll try my hammer on their heads and see what
that can do!

Now swarthy Ned and Moran, make up that iron

well;
’Tis Sarsfield’s horse that wants the shoes, so mind
not shot or shell.”’
**Ah sure,’”’ cried both, *‘the horse can wait—for
Sarsfield’s on the wall,
And where you go we’ll follow, with you to stand
r falll’’

The blacksmith raised his hammer, and rushed
into the street,

His ’prentice boys behind him, the ruthless foe
to meet—

High on the breach of Limerick., with dauntless
hearts they stood

Where the bombshells burst and shot fell thick
and redly ran the blood.

**Now look you, brown-haired Moran, and mark
you, swarthy Ned;

This day we’ll prove the thickness of mnn) a

utchman’s head;

Hurrah! upon their bloody path they’re mounting
gallantly;

And now the first that tops the breach, leave him
to this and me.’

The first that gained the rampart, he was a cap-
tain brave!

A captain of the Grenadiers, with blood-stained
dirk and glaive;

He pointed and he parried, but it was all in vain,

For fast through skull and helmet the hammer °

found his brain!

, The next that topp’d the rampart, he was a

colonel bold,

Bright thro’ the murk of battle his helmet flashed
like gold.

*‘Gold is no match for iron!’’ the doughty black-
smith said.

As with that ponderous hammer he cracked his
foeman’s head!

“Hurrah for gallant Limerick!’’ black Ned and
Moran cried.

As on the Dutchmen’s leaden heads their hammers
well they plied;

A bombshell burst between them—one fell with-
out a groan,

One leaped into the lurid air, and down the breach
was thrown!

“Brave smith! brave smith!’”’ cried Sarsfield,
‘‘beware the treacherous mine—

Brave smith! brave smith! fall backward or surely
death is thine!’’

The smith sprang up the rampart and leaped the
blood-stained wall,

As high into the shuddering air went foeman,
breach and alll

Up like a red volcano they thundered wild and
high,
Spear, gun, and shattered st

dard, and f n
thro’ the sky;
And dark and bloody was the shower that 'round
the blacksmith fell—
He thought upon his ’prentice boys, they were
avenged, and well!

On foeman and defenders a silence gathered down,

'Twas broken by a triumph shout that shook the
ancient town;

As out iulheroes sallied, and bravely charged and
slew,

And taught King William and his men what
Irish hearts can do!

Down rushed the worthy blacksmith unto the
river side,

He hammered on the foes’ pontoon, to sink it
in the tide;

The timber it was tough and strong, it took no
crack or strain—

‘‘Mavrone, ’twon’t break,’’ the blacksmith roared,
“I'll try their heads again.’’

. .
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The blacksmith sought his smithy, and blew nis
bellows strong;
He shod the steed of Sarsfield, but o’er it sang

no song:

**Ochon! my boys are dead,’’ he cried, ‘' their loss
I'll long deplore,

But comfort’s in my heart—their graves are red
with foreign gore.’’

What’'s your idea of the wheel problem
now?

He is a failure indeed, who admits it to
himself.

The smith’s hammer is a good thing to
stick to.

Styles in hoof dressing will not change
this fall.

Don’t dishonor your craft by spelling it
with a G.—graft.

Do you owe the shop or is it in debt to
you? Of course you know.

A look before you leap will save you a
look to see why you leaped.

Don't rasp under the clinches, but care-
fully file your trade catalogues.

A Suggestion—why not make concrete
stock tubs and watering troughs as a side line?

Compare these pages with those of a year
ago. We invite suggestions and criticisms,

Good words backed by good works are
a good business getting team for the smith.

Put your mark on what you make but
be sure that what you make is worth marking.

There’s lots more to tool making than
simply heating the metal and hammer-
ing it.

The only vice a blacksmith is supposed
to know anything about is spelled with an
s—vise.

Just so long as you do something, say
something, be something, just so long will
you be criticised.

Inattention to collections has caused the
failure of many a business. Keep at the
heels of your debtors.

Lots of men, like the belt on a loose pulley,
do a great amount of hustling around, but
accomplish nothing.

At your finger tips should your business
be. A good system will tell you where you
stand in a business way.

The smithing business is no place for the
“jolly, good fellow,” though good, solid
felloes are trade bringers.

“Tis never too late to mend,” returned
Tom when asked when he was going to
repair his leaky shop roof.

How do you do?—surely everything in
“Our Journal” doesn’t agree with your
methods. Tell us how you do it.

The demand for young blood is constantly
growing. Encourage the youngsters to
take up the good, old trade and stick.

Lack of care will wear out the tools and
equipment quicker than actual use. It
pays to look after the equipment properly.

Now is the time to drive your business
hard. It'll surprise you what a heap of
hurrying business will stand before it will
balk.

“The farmer is the coming man.” The
principal customer of the general smith is
the farmer.T he smith is coming with the
farmer.

Some men lose their own business attend-
ing to the other fellow’s. The successful
man makes a business of minding his own
business.

“T'd hate to employ a man who was
continually postponing important jobs for
fear that he would make a mistake’’ says
Thornton.

A box of sand in the engine room may
prevent a serious fire. It’s excellent for
extinguishing burning gasoline—better place
a box of it near the gas engine.

“Why do you order tea-plates?”’ ques-
tioned Mrs. Newly-wed, ‘““when we have a
whole tea set.” But her husband calmly
told the jobbers’ salesman to include T-
plaves in the order.

This new volume—are you going to allow
it to slip by without one item from your
pen? We want an interesting item from
you—the sooner the better. Surely you
can contribute something.

Feeding the profits of one department
or branch of your business to keep an-
other fat is poor business. Keep careful
account of every branch of your business
and know where you stand .

It's not coddling the boy wants, but a
good, honest, square deal. Treat him as
you would your own son. Teach him the
trade and the things you have learned. It
means a square deal for the future craft.

* The bootblack usually announces his
wares when he sees there is need of his
services. Ever think to apply the same line
of reasoning to your business? Keep your
finger on the pulse of your customers’ wants.

Throughout the campaign, before election
and after the people have voted. business
must go on. No matter which side you are
on, don’t let the noise interfere with your
work. Keep at it regularly, confidently,
cheerfully, and persistently.

You can’t hurt your neighbor’s business
by price cutting. A cut price is a boome-
rang that injures the thrower more than
the one aimed at. If you desire more busi-
ness than your competitor, advertise and
push honestly for more trade. Keep ham-
mering at prospectives in a way that means
business.

Sharpen your pencil and figure it out
yourself. Just take a small advance of five
cents per shoe, how much more would you
have in pocket if you had made a raise the
first of last month? And without a cent
of added cost! An organization will enable
you to get what you deserve for your work.
Ask the secretary today for his easy plans.
A postal will do.
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Six unsuccessful attempts to swim the
English Channel have been made by T. W.
Burgess, an English smith. In his most
recent attempt he remained in the water
for over twenty hours. Despite the rough
sea and strong currents he was still strong
when he gave up and climbed aboard the
accompanying tug unassisted. It would
have been necessary for him to remain in
the water another six or seven hours to
await the turn of the tide. He was within
a mile of the French shore.

Profit is your excuse for being in business.
Are you sure of your excuse? Carefully
figured costs insure reliable knowledge on
profits and losses. Buying price plus
twenty-five cents to get a selling price
isn’t business. Time, rent or taxes, coal,
light, fuel, insurance, repairs, tools and
machines—all expense must be covered in
cost of production. Each and every job
must carry its proportion of the running
expenses. A shop run without regard for
running expenses cannot be run profitably.

American Association of Black-
smiths and Horseshoers.

You'll find a report of the recent
meeting of the Kansas State Association
on this page. Read what your brother
craftsmen of Kansas are doing. Look
over the price list which they have
adopted. If you haven't the advan-
tages of an association—if you haven't
the advantages of an agreed price list—
if you haven't complete harmony and
co-operation among the craftsmen of
your vicinity write me and ask for my
easy plans for forming branch associa-
tions. These plans will enable you to
start an association in your county, to
raise your prices to where they should
be, and to get more than a mere living
out of your craft. Of course, you want
these advantages—they belong to you,
vou deserve them. You aren’t expected
to do work for little or nothing. Then
take this means of getting what belongs
to you. Let me have your request for
plans today. Write right now. Ad-
dress me P. O. Box 974, Buffalo, N. Y.

You’'ll get the plans by return mail.
THE SECRETARY.

The Meeting of the Blacksmiths’ and
‘Wagon-Makers’ Association of Kansas
at Manhattan.

Owing to the unavoidable absence of
the president, W. I. Wolverton, the meet-
ing was called to order by W. A. Pitman,
of Manhattan, while E. D. Forney, of
Cottonwood Falls, was elected chairman
of the meeting. The local organization
of Manhattan furnished some very nice
music and singing, which was very much
enjoyed by all present. Minutes of the
previous meeting read and approved.
Names presented for membership, since
our last meeting, read. Reportsof standing
committee heard and approved. Special
committee appointed to examine price
list and report what changes (if any)
should be made. Committee consists of
the following: E. L. Rehkopf, Topeka; Sam
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Allen, Valley Falls; E. M. Boyd, Wamego.
The report was read and approved and
committee discharged.

Appointment of a committee on a per-
manent order of businzss. Committee c-n-
sisted of the following: M. I. Morgan,
Eldorado; Sam Allen, Valley Falls; W. A.
Pitman, Manhattan. Report as presented
by committee: Call to order by the presi-
dent: prayer; music; roll call by the secre-
tary; reading of minutes of previous
meeting; names presented of new members;
reports of standing committee; reports of
special committee; new business; unfinished
business; election of officers at annual
meetings; location of next meeting; good
of the association; social entertainment;
adjournment. Moved and carried that
report be accepted and committee be dis-
charged. Moved and carried that we
adjourn until 7.30 P. M.

Meeting at 7.30 P. M. called to order
by chairman. More music and singing.
Moved and carried that the secretary be
instructed to have published the rainutes
of this meeting in THE AMERICAN Brack-
sMITH. Moved and carried that there be
a circular printed and supplied to the
heavy hardware traveling salesmen to
distribute among the trade, each circular
to contain one application blank.

Nominations were now opened for our
next meeting place on January 6, 1909.
Emporia, Wichita, and Horton were nomi-
nated and a vote taken which resulted in
a tie between Wichita and Emporia. There
being a small girl in the meeting it was
suggested that she vote the tie off, which
she did and her ballot was for Wichita.
Moved and carried that the Brooks Tire
Machine Company, of Wichita, with the
local blacksmiths and wagon makers of
Wichita be appointed as a committee to
provide a place of meeting and other
entertainment for our meeting at that
place on January 6, 1909, and notify the
secretary (at least six weeks in advance
of such meeting) of place of meeting and
entertainment provided for.

Don’t run an automobile engine for any
length of time in an unventilated shop.
Exhaust gases are poisonous and are any-
thing but healthful to inhale. If the engine
must be run for any length of time open the
doors and windows wide. F. B. G., Illinois.

‘When dissembling any part of a car it is
very easy to lose small parts. An ex-
cellent little stunt to guard against this
is to make a shallow pan with four or
more apartments partitioned off in it.
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Moved and carried unanimously that a
vote of thanks be given to the blacksmiths
and wagon-makers and people in general
of Manhattan for the hearty welcome and
royal entertainment given us at this meet-
ing. Brother E. D. Forney was tendered
a vote of thanks for presiding over the
meeting in such an able manner. Adjourn-
ment. J. M. BARNETT, Sec-Treas.

Brazing Cast Iron.
E. R. MARKHAM.

Mr. T. McMahon asks how to braze
cast iron. Of course, he means gray
iron. As I have had occasion several
times to braze gray iron and have had
uniformly good results I thought I would
answer his question.

First the surfaces must be clean, then
they must be drawn together and secure-
ly held by clamps, straps, or some suit-
able device. The surfaces are covered
with borax and heated until soft brass
will melt and run into the joints. It is
useless to use brass with a high melting
point, as the iron will melt as quickly as
the brass and our work will be for
naught. ’

I have found brass tubing to work
nicely as it is generally made from soft
brass, with a low melting point.

We must remember that cast iron
melts at a temperature of from 2,100 to
2,300 degrees, which is very little, if any,
higher than the temperature necessary
to melt hard brass.

The brass may be filed with a bastard,
or other coarse file, and the filings used.

There are many special compounds
on the market for use in brazing cast
iron, but I have never usel one that
worked any better than the soft brass
mentioned above.

By sorting small }mrts into the pan, as
they are removed from the car, little diffi-
culty will be experienced in finding the
proper nut or bolt for the pr(kter 1{)hwe when

you want it. P ., Ohio.
Getting in Touch with the
Automobile.

A good plan for the general smith
to adopt, where there is more than oga-
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FIG. 1.—AN ACCIDENT RENDERED THE MACHINE ALMOST USELESS FIG. 2.—AN AUTOMOBILE THAT HAS SEEN FOUR YEARS OF SERVICE

smith in a shop, would be for one to
run the shop during a slack time and
the other to get a situation with some
automobile firm, say, for a month or
two; try and get in the motor assem-
bling department or the frame assembling
department. Or, he could take a job
in any department, and by making the
best use of his time, morning, noon, and
evening, find out all about the machine.
An ambitious man in that time could
learn about all there is to know in
taking an auto to pieces and putting
it together again. There is not much
use telling a general smith all about
what he should do with the carburetor
and what he should not do with the
transmission. Not many general black-
smiths know anything about the mech-
anism of an automobile. Carburetors,
transmissions, generators, coils, plugs,
commutators, and the like are strangers
to him. The man who buys an auto
has all this to learn and he has an

FIG. 4—THE MACHINE SHOP MUST DO ITS SHARE

FIG. 3.—ONE OF MANY PUNCH PRESSES
USED IN ONE OF THE LARGEST AUTO
FACTORIES

instruction book to learn it from. We
will admit 1ight here that the general
smith is a little better than most me-
chanics, as the wiiter knows of more
than one who fell down on learning the
blacksmithing trade and afterwards
made a fairly good machinist. But I
am afraid if the average smith attempts
to take an automobile all apart and put
it together again in any reasonable
time he would be like the fellow who
took the watch to pieces and after
putting it together had enough works
left for another watch. A smith may
work for years in an automobile fac-
tory and learn very little in regard to
the general mechanism of the machine,
unless he makes a special effort to
find out at every opportunity he gets.
Nearly every state in the Union has an
automobile factory and every city of
importance -has a first-class garage,
and a smith could not find a better
place to get acquainted with the

{FIG. 5s.—THE FLY WHEELS AND CRANK SHAFTS ARE ASSEMBLED HERE
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automobile than in one of these. If a
smith is alone in business, he will find
it will pay him to hire a man to take
care of it for a month while he seeks
the general information he finds neces-
sary to hold his own in the repair line.
It would be just as reasonable to ex-
pect a machinist to start a shoeing

FIG. 6.—ONE AISLE OF THE FRAME ASSEMBLING ROOM

shop without first learning the art of
horseshoeing. The automobile busi-
ness is only in its infancy, so learn how
to take an auto all to pieces and prop-
erly put it together again. Then if
one comes into your place of business
looking like the one in Fig. 1, you can
tackle the job right.

The auto in Fig. 1 had not been
away from the factory more than two

FIG. 8.—AFTER TESTING THE MACHINES GO TO THE GEAR

PAINTING SHOP

months when it met with an accident
that rendered it entirely useless.
Three of the wheels had not a spoke
left in them. One is shown resting on
the rear mud guard. Fig. 2 shows

an auto (the one in the foreground)
that has been running for nearly four
years. It has been from Michigan to
California twice, and is now being over-
hauled for rebuilding, the intentions
being to make a pleasure-party auto
out of it to be used at one of Michigan’s
inland summer resorts. In a future

issue we will show this completed for
its new occupation.

To an outsider thirty large auto-
mobiles per day seems almost incred-
ible but nevertheless it is true. Ob-
serve the large punch press shown in
Fig. 3. This is one of many used in
one of the largest automobile factories
in the world. In three separate oper-
ations this machine makes the entire

hood of an auto. Just think of the
number of hoods that can be made in
ten hours by an operator. While this
punch press is turning out hoods,
others are turning out other parts.

Then the machine shop, a small portion
of which is shown in Fig. 4, is turning
out its share, and truckers by the dozen
are delivering the parts to where they
belong. Fig. 5 shows parts of ‘the
department where the fly wheels are
put on the crank shaft and tested.
Fig. 6 shows one side of the frame

FIG. 7.—ANOTHER VIEW OF THE FRAME ASSEMBLING ROOM

assembling room. This picture was
taken during the noon hour and is
only one side of the room. You can
imagine what it would be like when
full of busy workmen. Fig. 7 is an-
other frame assembling room for a
lighter style of auto. All these ma-
chines, after being assembled, are thor-
oughly tested and then sent to the gear
painting shop, part of which is shown

FIG. 10.—THE UPHOLSTERING DEPARTMENT REMINDS ONE OF A

LEATHER STORE

in Fig. 8. One would almost wonder
how the men found their way around
among the autos, they seem so thick.
The frames stand just far enough
apart to allow a man to go between
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FIG. 9.—THE FORGING, BRAZING, CASE-HARDENING, AND TEMPERING ARE DONE IN THE FORGE SHOP

them. Fig. 9 shows the blacksmith
shop where a great deal of the forging,
brazing, case-hardening, and tempering
are done. Fig. 10 is part of the up-
holstering department and looks like
a wholesale leather store. . Now, if a
general smith served a month or so in
any of the departments shown here he
would be in shape to do business in
automobile repairing along with his
other work. Nearly all automobile
firms need good men at all times and
if he does not get a situation from the
first one he writes to he need not be
discouraged but try again.

The Sixteenth Annual Conven-
tion of the I. R. M. B. A.

The International Railway:- Master
Blacksmiths’  Association } held its

Sixteenth Annual Convention at the
Grand Hotel, Cincinnati, Aug. 18, 19 and
20. The attendance was as large as any
previous convention ever held, and the
secretary’s report showed an increase
in membership of twenty-three, and a
substantial balance in the treasury.

The Honorable Leopold Markbreit,
Mayor of Cincinnati, extended to the
members a cordial welcome and the
freedom of the city. Mr. W. W. Mc-
Lelland of the association responded to
his words of greeting.

During the discussion following the
reading of the report on case-hardening,
Mr. J. W. Smith, of Savannah, stated
that he could case-harden link pins of
any large piece of material, obtaining
a depth of one-sixteenth inch in a half
hour by heating them in the spring fur-
nace and using ten pounds of cyanide
of potassium to one and a half pounds
of saltpeter in the powdered form. This
statement brought forth a heated dis-
cussion; the majority of the members
present asserting that it was impossible
for them to get over one thirty-second
or one sixty-fourth of an inch with the
same method.

The following officers were elected for
the coming year: President, J. W.
Russell, Renovan, Pa ; first vice-presi-
dent, George W Kelly, Elizabeth, N J ;
second vice-president, John Conners,
Montgomery, Ala ; secretary and treas-
urer, A L Woodworth, Lima, Ohio;
chemist, G H. Williams, Boston, Mass. ;
chairman of the executive committee,
J. S. Sullivan, Columbus, Ohio.

Niagara Falls was chosen as the next

meeting place, that city receiving one
more vote than Philadelphia. .

‘Welding Brake Rods.
ETHAN VIALL.

The accompanying engravings show
how the jaws of brake rods are welded
onto the bars, in the blacksmith shop
of the Wabash Railroad at Decatur,
Illinois. Fig. 2 shows some of these
rods that have just been welded. Part
of these rods have a jaw in one end only

FIG. 1.—THE MEN WHO DO THINGS AT THE
WABASH SHOP

while the rest have a jaw on each end
as shown. Fig. 3 is a view of the
machine taken from above showing the
separate parts in position to be welded.
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FIG. 2.—SEVERAL FINISHED RODS SHOWING PERFECT WELDS

The machine used is a powerful
machine of the bolt-header type. Re-
ferring to the engraving, B is the sta-
tionary half of the die, while A is the
movable half and C is the punch,
D and E being the brake rod parts.
In using the machine the end of E is
first heated and upset as shown. Then
both D and E are brought to a welding
heat, D being quickly placed on punch
C, and E placed in die B. The lever
is then pressed down and jaw A advan-
ces and clamps E fast. Punch C then
comes up and rams D onto the end of
E, completing the weld at one stroke,
no flux being used. Fig. 4 shows the
punches used and also one side of die.

The two punches shown in the cuts
are not fastened together as the pic-
ture seems to show. They areseparate,
but a small piece of iron was laid be-
tween them when the picture was
taken. The upper part of die and the
upper punch are used in making the
weld, while the lower part of die and
the lower punch are used to upset or
scarf the bar. .

The jaws of the brake rod are made
on a pneumatic bulldozer. The straight
pieces are heated and then bent into
a U-shape by being pushed between
two upright pieces. "y

Fig. 5 shows the machine in which
the welding is done and also the oil-
heating furnace. The furnace is shown
with four rods in place on which one
set of jaws have already been welded.
This furnace burns crude oil and
consumes about 35 to 40 gallons a day.
The pipe shown extending across the
front at the top is a water pipe, and
when the furnace is in operation jets
of water flow down the front and flow
finally into the funnel at the left. It
takes about ten minutes to bring a
piece to a welding heat, but a piece is
put in whenever one is taken out and
in this way no waiting is necessary.

Formerly this brake rod was made of
three parts and two welds for each
end, but C. E. Mitchell, machine-shop
foreman and Joe Damm, assistant
blacksmith foreman, got their heads
together with the above result.

In Fig. 1 are shown from left to

right C. E. Mitchell, machine-shop fore-
man; J. C. Meehan, general foreman;
Chris. Jackson, blacksmith foreman,

FIG. 3.—TOP VIEW OF WELDING MACHINE —
BRAKE ROD PARTS IN POSITION

and Joe Damm, assistant blacksmith
foreman. This group of men have
had charge of the Wabash shops

MERICAN BLACKSMITHE

scarcely a year, but they certainly
have made things hum in the repair
line since they came.

An Old Apprentice Papér.
“This Indenture, made this fourth

“day of April, 1881, by and between

William Gorman, of the City of St. Louis
and State of Missouri, of minor years,
of his own free will and consent of John
Gorman, his father, which are testified
by their signatures, heretofore affixed,
of the first part and Peter Duckermont,
of the same city and state as aforesaid,
of the second part:

“Witnesseth: That the said William
Gorman, of his own free will and with
consent of his aforesaid father, John
Gorman, has bound himself to the said
Peter Duckermont as an apprentice to
learn the trade of wagonmaker, and
hereby agrees and binds himself to faith-
fully serve and perform all the duties of
an apprentice to him, the said Peter
Duckermont, in said business, from the
date hereof, for the period of three
years, and shall and will in all cases
keep his master’s secrets, work to his
master’s interests and benefit, and obey,
perform and do all lawful requirements
of him, as such apprentice, by the said
William Gorman as to his master. In
consideration whereof, I, the said Peter
Duckermont, on my part, agree and
bind myself to furnish to the said
William Gorman at all times and sea-
sons food and attention and to teach
him the said trade of wagonmaker as
fully and completely as the same may

FIG. 4.—DIES AND PUNCHES THAT ARE USED FOR SCARFING AND WELDING
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FIG. s.—SHOWING THE HEATING FURNACE AND THE WELDING MACHINE IN THE WABASH SHOPS AT DECATUR

be in the power of the respective parties
to teach and receive, and that the said
William Gorman will receive during the
period of the said three years the sum
of Two Hundred Dollars ($200.00), to
be paid in the following installments:
the first year fifty dollars, the second
year sixty dollars, and at the end of the
third year the balance remaining un-
paid, and all said sums to be paid in
equal installments at the end of every
six months.

“In testimony whereof the parties
have hereunto set thei hands and af-
fixed their seals the day and year above
written.

Done in the presence of
Thomas Campbell.
Signed in duplicate
Peter Duckermont,
John Gorman.”

The Evolution of the Plow.

The plow is one of the most impor-
tant as well as one of the most ancient
of civilization’s implements. As an
agricultural implement it is the most
universally used and heads the list in
importance.

The history of the plow goes back
to the time when primitive man first
thought of aiding nature in the pro-
duction of his food. This first plow
was a forked stick sharpened at one
end. By forcing this sharp end into
the ground and pulling it along the
first plowman managed, after a fashion,
to turn the soil. As time went on,
various changes, additions and altera-
tions were made, until we find a

contrivance made of wood and pointed
with iron. The iron point was a good
one, it didn’t wear as the wood did, so
that the next step wasa cast-iron plow.
And from drawing a forked stick
through the soil and turning buta mere
excuse for a furrow, we today find
giant steam plows turning twelve and
more furrows at one and the same time.

Thefollowing columns areintended for
the convenience of all readers for discus-
sions upon blacksmithing, horseshoeing,
carriagebuildingand allied topics. Ques-
tions,answersand commentsaresolicited
and are always acceptable. Names omit-
ted and addressessupplied upon request.

Wants to Temper Dies.—Would some
brother kindly tell me through Our Journal
the best way of tempering dies after re-
cutting them? J. F. V., North Dakota.

To Make a Trotter Pace.—I would like
to know how to make a trotter pace. I
have tricd thirty-two ounce shoes behind
and four ounce in front with no result.
Kindly tell me through THE AMERICAN
BracksMITH.  JoHN LaR, Connecticut.

What Would You Do?P—What can be
done with a horse’s hoof where the outer
wall parts from the inner, the inner side
growing a great deal faster than the outer
wall. In other words the ground surface
of the foot grows down faster than the
wall. JosepH HEss, Jowa.

A Brazing Flux.—Mr. McMahon asks
for information as to brazing cast iron. I
must say that I have had excellent luck
with a mixture of equal quantities by
weight of common salt and common borax.
I have done first-class jobs of brazing
with it. J. B. BLANCHETTE, Mass.

A Note from South Africa.—I should
like to add my humble testimony to the
great benefit THE AMERICAN BLAcCksMITH
has been to me. I have found in each
number something that helps one con-
siderably. I shall do my level best to
induce other members of the trade to
sibscribe.  H. H. LoBEy, Cape Colony.

To Temper Hammers.—In answer to
Brother S. A. Flynt, who wants to temper
hammers, my method is this: Dress your
hammer, then heat to a bright cherry red;
take a pair of tongs and hold in the eye.
Then with an old coffee pot pour water
in the center of the face of the hammer
in a constant stream until it is cold. You
will then find a temper on your hammer
that will stand. T. C. SELSOR, Kentucky.

How to Make and Temper Rock Drills.—
Draw your steel down to the width required
but not too thin. Make the cutting edge
oval shaped, not square, and then take
about three gallons of soft rain water, no
other, put in a good handful of salt and then
add a pint of sharp cider vinegar. Mix
well, run the temper to a light straw color,
do not dip your steel too deep and you
will succeed. H. L. GriswoLp, New York.

On Welding Axles.—Tell Brother Cronin,
of Illinois, to weld his axles up the same
length between collars as he desires the
track from out to out of face of spoke,
after deducting from said track the distance
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from butt of box to face of spoke of each
wheel added together. If the face of his
spoke stands plumb his track will be
absolutely correct. L. VAN Dorin, Cal.

To Temper Hammer.—Mr. S. A. Flynt
wants to know the best way to temper
hammers. Heat to a light cherry red,
catch in center with hot tongs. Cool each
end gradually, keeping eye hot, rub with
brick or emery to brighten. As temper
runs down to face, cool center of face with
wet cotton or rag, keep center straw color
and let the edges get a dark blue, then
cool off. The pene should be dark blue.
Keep the eye soft. W. H. GunN, Virginia,

About Brazing.—Noting a request from
a brother subscriber from South Africa
on how to braze cast iron, would say that
this is part of the trade every smith should
know, especially those engaged in general
repair work. I have experimented along
this line of work for a good many years.
I have made with tests broken castings
and they have proven satisfactory. I will
gladly give my experience to any smith
interested. J. C. ACkER, Ohio.

Several Questions are Asked.—Can some
brother blacksmith tell me through the
columns of THE AMERICAN BracksmiTH
what kind of material to use to temper
plow lays and cultivator shovels? I have
some preparations, but they don’t work
just right and so I would be pleased to
get some information on the subject.
Would also like to have someone tell me
how to make a foot power hammer, and
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also a bicycle or foot power emery wheel
stand. C. F. Ricg, Iowa.
Wants More Information.—I noticed in
the Journal how to make a small trip
hammer by William F. Martinek. I would
like a little clearer idea of each and every
part. As given, the spring on the upper
end of lifting rod is six inches long. Is that
the extreme length or is that the length
from the yoke to the hammer beam? How
does the tightener lever work? What size
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is the anvil and hammer head? What are
they made of and how fastened to the
beam and anvil block? Will Brother
Martinek please oblige m= with this in-
formation. W. O. HumMpHRIES, Louisiana.

He Wants Suggestions.—I shall be very
pleased if the brothers will oblige me
through “Our Journal’’; I should like to
have suggested some specialty or special-
ties that could be made up in a fair-sized
country shop. Something not heavy or
costly to prepare that would be in fair
demand at fair profit. Most of us have
some little pet specialty going out (I have
one; barrow wheels), but there is not much
demand for them in my district. So if
the brothers will say what they are doing,
or give a suggestion that I can act upon
they will be thanked most heartily.

GEORGE RoBInsoN, New Zealand.

To Shoe the Nervous Mule.—I would
advise my brother smith to get a strap #
or -inch wide and long enough to go round
the mule’s head. Have the strap padded
to an inch thick at one part, to go in the
animal’s mouth. Now, bring strap over
the head and behind the ears and buckle
it as tight as possible. Let him stand 10
or 15 minutes, then loosen strap and go to
work. If he does not stand quietly, repeas
the dose. Don’t be afraid if he does
sweat, it won’t hurt him. Charge the
owner 35 or 40 cents per hour while you
are doing it, it will put a little brains in
him and help much. {J. M., New York.

That Buggy Problem.—In answer to Will
O’ Gorman, of Missouri: An agent sold two
buggies for $100 each, on one he made 20
per cent and on the other he lost 20 per
cent. Cost equals 100 per cent; 100 per
cent less 20 per cent equals 80 per cent;
80 per cent equals $100. One per cent
equals $1.25, 100 per cent equals $125 cost
of buggy on which he lost 20 per cent.
$125 less $100 equals $25 loss on one buggy.
100 per cent and 20 per cent equals 120
per cent, selling price on the one he gained
on. 120 per cent equals $100, 1 per cent
equals $.83%, 100 per cent equals $83.33%
cost of buggy he gained on. $100 less
$83.33} equals $16.66% gain on second

buggy. $25 the loss on one buggy less
$16.664 gain, e%l‘xals $8.33% loss on the
transaction. . H. PorTER, Kansas.
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Shoeing for Pitched Ankles.—In reply to
Mr. J. W. Austin, of Tennessee, he may use
a shoe made in the manner shown by the
engraving. The shoe should be turned at
the third-nail hole and welded and a low
calk at rear to give full frog pressure, He
will be very agrzeably surprised how the
ankle will be relieved by the first
shoeing. G. A. MiLLAR, Nebraska.

To Correct Forging.—An Emery Stand.
In answer to Mr. Porterfield’s inquiry
regarding how to shoe a horse that forges,
would say I have paid quite a little atten-
tion to this point in shoeing and have had
very good success. I shorten the toe of
the front foot reasonably short and leave
a long toe on the hind foot and lower
the heels as much as possible. This re-
tards the back action. In a very obstinate
case I put a roller motion shoe on in front
and a toe and no heel calks behind. As to
second question, how to shoe a stifled mule
or horse, and will say that I have had but
little experience in this line. I have a
Crescent emery stand for general use and
don’t see how one could be made any
better. JoHN ARMSTRONG, Illinois.

Another Problem.—“A little nonsense
now and then is relished by the best of
men.” A customer came into the shop to
have a horse shod. While we were doing
the job we talked on different subjects to
pass the time. Finally he asked if we would
do the job on the following basis: He
would pay us one cent for the first nail we
drove, two cents for the second, four cents
for the third, and so on, doubling the price
of each succeeding nail until the job was
finished. I told him we would be glad to
take the job on those terms and would be
willing to throw in two or three good farms
to boot. Now, we want some one who is
good with a pencil to figure out how much
we would get for shoeing the horse. I have
the correct answer and will send it in after
the brothers have figured on it a while.
Sharpen your pencil. P. V. Buraess, Mo.

Blacksmith and Hardware Prices.—I
would be pleased to answer W. H. Lehman,
of Texas, through *“Our Journal’”’ in re-
gard to the retail hardware man selling
goods at a price that the blacksmith has
to pay for his stock. We all find that true.
And the reason is, the hardware merchants
are organized and can buy the goods at a
better price than the blacksmith. So I
ask Brother Lehman to get busy and
organize his State and let’s work towards
a National Blacksmith Horseshoers and
Wheelwrights’ Association for 1910 and
possibly we will be able to buy goods at
the same price as the hardware merchants.
Another thing, the jobber charges the black-
smith for drayage at the starting point,
which they do not charge the hardware
.merchant. The unorganized blacksmith is
an easy mark for the jobbing house. Get
busy now. T. H. CHabpwick, Nebraska.

To Temper a Claw Bar.—In reply to
Mr. Van Alstine’s inquiry, heat your claw
bar a very low red for a short distance
back of your claws and dip it in the follow-
ing solution and keep it moving around, not
holding it in one place. Submerge the
whole of the heated bar in the solution and
hold it there long enough to cool the claws.
Now, polish the claws. A piece of hot
iron of liberal size will aid you to draw
your temper. Draw your temper to a
low blue. Never over-heat your steel, be-
cause over-heating for tempering such
things as claw bars is the seat of all trouble.
This is the solution into which to dip your
bar: one quart of salt (fine salt preferred);
two ounces of ammonia; four ounces of
borax (pulverized), and twelve gallons of
water. BiLL KeLLEY, Connecticut.

A Few Points on Brazing.—I wish to re-
ply to Mr. T. McMahon, of South Africa.
He asks for information on brazing cast
iron. I will endeavor to open the prob-
lem for him that he may understand it.
The first step to brazing cast iron is to
see that the part to be brazed is free from
all dirt or grease. Second, clamp the two
pieces together so there will be no give to
them. Third, have a good clean fire.
Fourth, heat slowly. Fifth, when at a
good cherry heat sprinkle with fine pow-
dered borax. Then add your spelter or
brass whichever you may have and as you
see it begin to melt, shut off your blast and
remove the casting from the fire or let it
remain for a few moments in the fire. I
wish to say that there is a vast difference
in castings. Some will unite easily with
the brass while other pieces are almost
impossible to braze. C. W. METcaALF, Iowa.

Treatment for Pitched Ankles.—I will try
to give instructions on relieving pitched
ankles in answer to the inquiry of Mr. J.
M. Austin, of Tennessee. Pare the heel
as much as advisable. If the animal
knuckles over put a tip on the front of
the shoe from one half inch to as long as
you see fit to hold the foot back. Then
pin-fire light on the enlarged part of the
tendon or apply a caustic blister as you
prefer. Follow with creolin lotion to
bathe the affected parts three times a day
and give plenty of light exercise. If this
fails you will have to build a draw brace to
draw the ankles back a little each day until
the desired results are obtained. If you
do not understand pin firing get your
veterinary to do it for you. I have had
fair success with the above method. I
learned to do pin firing from a veterinary
surgeon. JomnN M. HopGens, Arkansas.

A Letter on Shoeing.—I am twenty-eight
vears old and have had ten years’ experience
in horseshoeing. I have bought lectures
from the most up-to-date horseshoers in the
United States. I would be very glad if
every man in the United States had to have
a license before he would be allowed to shoe
a horse. Work is cheap here. I get eighty
cents for shoeing. There is a man in the
neighborhood who shoes for sixty cents,
and I shoe ten to his one. I have got an
up-to-date shop; do all kinds of work, but
some men think if they have an old chipped
anvil, a round-faced hand hammer, an old
claw hammer, and an old worn-out rasp
that they can shoe a horse all right. These
men make it hard for the man who can shoe
to treat a horse properly. I think all the
poor horseshoers ought to be knocked out—
be forced to stand examinations. The man
that can shoe horses cannot shoe a horse as
cheap as a poor shoer will. He cannot
afford to. W. W. ABNEY, Alabama.

On Measuring Tires.—I see an inquiry
from Sawyer, a brother smith of Iowa,
about measuring tires. Will say, the best
way I have ever found yet is first to bend
the bar, then trace your wheel, counting
the turns of the trace wheel till you get
to the starting point. Then mark trace
wheel, take your already bent tire, trace it
from end counting turns of wheel to the
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length of measurement of wheel. Cut off
your bar, then according to the amount of
draw you want to give the wheel, and you
will never have any trouble. To roll the
wheel on the bar before it is bent will
always make your tire three times the
thickness of the bar too short. If any
brother smith has a better way than 1
have described, would be glad to hear
from him through our paper. We have
been in the craft twenty-five years and have
a large shop, equipped with the New Way
gas engine, a power blower, a band saw,
two drills, a grinding machine, a shelling
machine and two forges, and do a general
blacksmith and carriage business. We
work with the assistance of two to five
men. LyTLE & Morris, West Virginia.



Shoeing Nervous Mules.—I want to say
a few words to Brother George Nablo, of

Ontario, and his advice to Brother Alex-

Frits, of Pennsylvania, regarding the
nervous mule which the owner won’t allow
being shod in the stocks. Blankets, chloro-
form, and the like is all nonsense. I am a
shoer at the mines here where we have lots
of bad, nervous mules. Some that want
to stand on their heads at the least noise.
We have stocks here, but have found that
when once shod in stocks it is very hard to
shoe them without. When I shoe an ex-
tremely nervous mule, I have silence in
the shop, then I coax it and pat it and
speak gently but firmly. If he is not will-
ing to stand then, I put a twitch on him,
but still coax and I always come out best
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with very little trouble. I must say a few
words of praise about your good paper. 1
have been a subscriber but a short time,
but it will be a long time before I quit.
I find that once a month i8 not often
enough. I find lots of useful kinks and
ideas that help me considerably.
StaNLEY GRIFFITH, Pennsylvania.

The Buggy Problem—Price Lists.—In
regard to the profit and loss problem, I
wish to say that four of the answers were
correct and one whose answer was five
dollars was wrong. The correct one is
eight dollars and thirty-three and one-
third cents loss.

Those price lists are certainly amusing
to me. I once started to make a price
list for my own use in catalogue style, in-
dexing it, but I did not get far advanced
as I found it to be pretty much of a job.
I got tired and gave it up. What's the
matter with someone getting up such a
thing as that? It would be very useful,
as some of us who do a variety of work
cannot always remember just what to
charge for some things and have not the
time to look up our cost prices and do
some figuring, as we have to work at the
bench. Some of our brothers are very
harsh on each other. They call them
cheap Johns, etc. Those same parties get

some of their work by being cheaper than
some one else. 'WiLL O