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of Barshoes

Shoes

Fabrication

Using Long Heel

BY BOB SCHANTE,
DAVE FARLEY AND
ROY BLOOM

he tollowing step by step

photos and directions il-

hestrate swe methods of
making barshoes from the Ker-
ckhaert lomg heel shoes, Using
eitheer method you should my o
make your shoes in your shop
ahead of time and fimish your
shaping om sive. This will in-

crease your effickency and help
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tiv avond the problems thate can
piten ooour in the field (o
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sparking, etc. ) Orece you go
through the steps v will see
that it's relasively simple and
doesn't take o Lot of time. When
v figure the initial cost of te
shines and mimimal time in-
wirhweed in thee process you will
see that yom can incrsse your
baarshise prodis by a significani
margin. [In many coses you are
weing the bashoe o et a sore

o damiaged ool Yo'l fined that
a creveed borsdhoe allmws you to
remewve the nails individually
and awvoid additional damese or
e presaine to the hoof,

As a mule, you canouse the
Eerckhsert long heel shoe size
thit meatches the open shoe size
v would vse for the horse.
Yo com minke half sizes by sime-
ply cutting stock froam the heels
before beginning the process.

Welding with arc or mag
welders or acetylene torch

Fhowos 1-5. As shown in
the step by step photos, tum
the heels in so the ends line up.
Leawve a slight gap between the
ends, about 116", Leaving this
p makes it unnecessary
bevel the ends before welding.
Uxher than flastening, most of
the work is done over the hom.

Fhreoto &, Weld. Don'e
primd the weld, as it should be
hammeTed tlat in the final
stiygpe of the shaping process.
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Photas 1-&: When

preparing shoes for
mig, arc or torch weld
ing, bringing the two
ends bogether is the
gaal. Dan't be con
cermed wilh the shope
of the shoe af this point
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Forge Welding (coal or gas)

Forge welding s often viewed as being wery difticult. Howewver,
working through and prscticing a few basic steps you will see that
it cam bz essier o forge weld a long heel shoe than to cut bars and
arc or mig weld them to a keg shoe.
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turm the regulator pressure to the manufacturer's sug
ing pressure. If you are using coal be sure to build a clean,
clinker free, slow heating fire. Don't wait until your final step in
the process to prepare the fire

1. Photos 7 through 12, Pencil the heels { namow the
width ). This will keep your weld area from becoming too wide
(shaped like o fish mil). Bend and scart each side of the bars. Da
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Photas 7-12:
Your hammer con
fral is o key o
cHi-::cnl:g,r in Fcrgc
webdirg. Proclice
with ald shoes 1o
develop your pro
tickancy. Praclice
wealding on thesa

shios s weell

1. Phaoto 13, Overlap the scarfs. As you do this try oo be
aware of the final shape you want and work the shoe toward thar
shape as much as possible

4. Phowo 14, Once you have overlapped the scarfs, place the
shiove in the fire withoue flux. Bring the shoe up to o bright lemon
color, pull from the fire and brush the scale aoff with a seiff burcher
black bnush. lmmediately apply the flus (StableWeld oc
SureWeld) and retum the shoe to the fire. This should be dome as

quickly as prasible to maintain the hear and reduce the time re-
.:|||ir\-.'.] tor brimg it to o welding hest. The flux s designed to mimi-
mize scale buildup and to Joweer the melting point of existing
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perature prepan: the anvil and yourself for the weld. IF the anvvil is
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shioe v hammer weld it This provides o measure of insulation for
the shoe. When the shoe reaches welding rempernsture, o white
hesat, pull it and wse light quick hammer blows on both sides o
the shoe to make the weld. If you need to mke a second welding
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Ohce you're satisfied with the weld, you're ready to stan
working toward the final shape Take advantage of the hear still
ini thee shoe after welding.

Summary: a. Pencil, bend, scarf and overlap bars in first
hesat {after practicing the steps). b Bring shoe o bright lemon
hesat, brush and apply flux (welding compound). c. Bring shoe to
welding tempernture, o white heat, and use light, quick hammer

bloaws b weld. [Brush, flux and repeat this step if necessary)
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Shaping the welded barshoe

Phaotos 17 through 24, Shape over the hom to resch desined
shape. An anvil with a flatter homn speeds up the shaping
process. As you can see in the photos, most of your blows o
make your bar shape [straight or egg) are directed o the area
from the end of the crease back. Shaping the foraard aren of the
shese is basically the same as shaping open shoes. Take your time

as youl prsctice, ook at the result of each blow to undersmnd

whiere the shoe moves.
Flatten weld {om are or mig welded shoe) and level shoe. [

If you have guestions, comments or ideas concerning the ar-
ticles published in The Natwra Angle, please contact your
distributor. We would like to hear from you
and welcome your input!

Stop Back Punching!

What's the best way to save time and
monay and improve pertormance?

i
Use Kerckhaert shoes. [
(B00) 468-2879 (502) 633-5767

Photos 17-24: You can
see from the end of the
harn the posifioning of
the shoe betore mak

ing the hammer blows
Take a laak at pour

shoas from this angle
as you work through
the shoping process.

RELIABILITY AND
PERFORMANCE

Blaom Forge | Breckenridge Tools
Exceeding the ardinary
[BO0) 468-2873 (302) 633-3767
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How's The Shoe Punched?

his iz one of the

IMST COTITHIN, qUes

ticaus asked abous
horseshioes. The warget for
most manubicturers of rid-
imgr horse shoes msde for
the Morh American mar-
ket is to crease and punch
for a city head nail, nor-
mally thee 5 City. The head
design of the Capewell 5
City, by far the most com-
oy meadl, i zimiler oo chae
of the Capewell 5 5lim, 5
Classic and Cooper 5 Lite
i1 the nails are usmally in-
terchangeshle.

In today’s mass markes
there are oo distinetly
different shoe manufaciur-
ing processes;

a “Drrop torged "
Shoes that are made on
forging presses or drop
forpe hammaers, generdly
startimgr with low carbon
round steel

k. “Manufactured™
Shoes that are made from
highier carbom tlar bor stock,
wsing presses smid hydmslics,

The majority of riding

horse shoses are musde with
a crease. Looking closely
at the shoes you'll see the
resulting creases of the two
shoe manufacuring
processes ane noticeakly
different.

When you look at the
drop forged shoe you will
see that the crease s pener-
ally LI shaped, with the bot-
toan of thee crease slighsly
flattemed {photo L) This
type of cnsse is much easier
o forging dies than the %
type crease vou find om the
manufanciured shoe. While
It 1% S1 SCOmemic .ﬂl.'.mt:l;-:-.'
ter dhrog forpe the shoe with
the U shape crease, the
runching of the shoe often
ends up less than ideal. The
minimal countesimk for the
hiead often cmly allows con-
tact with a small portion of
the head, wslly right a
the hose of the head. In
cmder to get tight nailing the
pritcheling must be very
tighst, with thee base of the
nail head forced into the

pritchel hiole. This aght

Phatas 1-4: A: a shoe
wears, the ¥ shope crense
fends o provide o more o

th= rail it 'When you look
chosely at hoof wall angles
wou will understand the
imporiance of the nail pich.

pritcheling ressrices the abil-
ity to angle the mail bo ges
the best height and picch
{photo 2}, Unless you back-
punchs, this often leads 1o
lenw maile and weaker, dam-
aged hoof walls,

In contrast, the V'
shaped cremse of the manu-
factured shoe allows a
countersink which maxi-
mizes contact with the nail
head (photo 3). 1 you
were to measure the
amount of surbace area of
the natl {head and shank)
miaking gond conact with
this shoe you would see
that more head contmct is
possible. This proves
stronger than having con-
tact omly with the base of
the head and the top of
the natl shank. {You will
find that maost hand made
shoes that are creased or
fullered have this ¥ shape}

The W crease with the
countersink for the head
facilitates nail head con-
mct with the shoe, lessen-
ing the dependency on the

pritcheling to ke so tight.
This allows the nail to be
amgled or pitched o suit
the hoof angle (photo 4).
The result is a secure shoe
with a minimum amount
of ool wall domage. Wich
a % creased shoe you
shaould be able wo use slime-
mier shank mails with good
results. There is also much
less effort involwved in shoe
preparation - less back-
punching!

Ask o nail manufac-
turer what design feture
they think will do the most
tcr hiold & shoe om. They
will probably indicate good
head fic with & maxioum
amiount of comtact with
the cremse. Look at the

shyper you're using and
check the nail heasd for

contict in the crease. [l
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Insurunce_Needs for
Small Business

wvery small business is

different. That's no se-

cret. Meither s the fact
that insurance needs for small
business s very different from
the type of insurance you need
for your personal needs,

For the most part insur-
ance companies have set plans
that cover the basics inclusd-
ing health, car and propenty
damage for small businesses.
Heawewver, as a business oamer,
you must consider liability in-

surnce: protection for you
from accidents that can oceur
O YLD Progerty or Bo some-

thing on which you worked,

Linkility coverage should
include bodily injury and
properiy damige, along with
coverage for your employees.
Yo also have o consider your
legal liability to others forac-
cidents, persomal injury, ad-
vertising injury and medical
payment. A major cost of
doing business inchsdes liabil-
ity coverage.

For small business owners

LIABILITY COVERAGE SHOULD
INCLUDE BODILY INJURY AND
PROPERTY DAMAGE, ALOMNG WITH
COVERAGE FOR YOUR EMPLOYEES.

Bellota Tools

The tradition of

E:-:CEHEHCE
CONTINUES,

(S00) 833-5085 (510} 4600373

who have company vehicles,
there are additional fectors 1o
consider. Most business suto
policies include o number of
ench

with its own coverage limir.

.-irn.'-:i'l"in.' COVeriEes

Some coverages will specify a
deductible smount. Your in-
surance agent can help you se-
lect the coverases, limits and
deductibles you need.

Your company vehicle in-
surance needs can include: lia-
biliiy coverage, personal in-

jury protection, medical pay-
ments, uninsured motorists
coverage, collision covenygpe
and comprehensive coverage.
Remember to consider the age
and condition of your vehicle
when evaluating the limits
and premiums you are going
to pary. At soane podnt, it may
be more feasible, if your vehi-
cle is damaged in accidens, to
replece it instend of going
through the expense of repair

Many insurance compa-
nies will customize a small
business insurance package.
This means insurance cover-
age for property, vehicles, per-
sonal {possibly including
healik), life and liakility are
packaged rogether to reduce
vour toal costs.

Some plans are alresdy
pre-packaged together. Hoawe
ever, coupling those plans
with additsonal coverge may
be costly. You should ask your
agent to price packaged cover-
age both ways, using pre-pack-
aged plans with addiciomal
plans and with individual
plans customized to suit your
needs. Alw be certain to ask
about special discounts if you
pay youTr premiums in full,
credits and any coverage op-
ttons that may be availakle. | |
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