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MODIFICATIONS FOR THE
JUMPER HIND SHOE .........

| start with o Kerckhsert 5X-8 hind shoe

with clips. The shape of this shoe saves

Luiws Twpical
Julr:l]h:'r hind
with seuds;
Rigum: Ofen
Branch to

Ir:ll.l{!llf_'.' i1|.'|.'L'I-

valusble time, especially the oe area. |
also no longer pull clips as the clips on
the Kerckhaert shoes are very strong and
well positioned. Pecause of the extreme

torque ansd stress on the Jumper hind 1

alwnys use clips.

That lesives mie with omly oo modifications to forge on this shoe.
The extended heels and the third calk hole, With a lietle proc-

tice you will be able to do both heels with the same hear. Adver

hen shoeing the hind of a Jumper a famier should be
seasomed. For this reason the top professional rain-

ers seek out the most experienced farriers to shoe .
heir he y . feel o d lilk iy heating the shoe | apen the heels. | open the heels so that 1 can
their horses. Many tminers feel that gond farriers are like go ) ; .
e it Gk M forpe each heel without the hammer making contsct with the

haorses. By the time both are any good they ane both a little long . y
. 4 e botk o litele | e bl L other heel. Holding the shoe with the tongs placed in the toe
in the tooth. [f they are both a little long in the tooth they make : A
1 Ly 1 L Ik he i Il Lok Hi' I = s area, | place about one inch of the heel on the edge of the anwvil.
ess mistikes and make the job leok efortless. . ;
! [ then strike down on the heel uneil | gee the desired angle on

. ) ) the heel. Repeat this on the other branch, The extended heels
Whem shoeing the Jumper the smallest mistake could be detrimeenial ; . ) )
) ) alliow the foot w0 clean easier and help stabilize the foot and limb.
tor the horse and rider. There are many factors to be considered .
[ often put some support on the outside branch with & small
before mailing on a set of shoes. Famiers should consider all the i
i‘

) ) ) L ) hasmmer modification.

normal dssues such as a proper trim, shoe size, mail size and il

lacement when shoeing any and all homses. Jumpers require :
P i ¥ ) Jaop I Adver forging both heels [ level the shoe. Using a Bloom steel
miuch more. With the Jumper there is little or no room for error

This horse has to be evaluated. A Jumper's conformation,
combined with their movement, dictates the type, size, amd
placement af the shoe and the shoe modifications
LerFm About
1" ower anvil
e set angle;

that particular horse. In this article

hind end o

that will go on

wie will concentrate on the the

jumper. This shoe will ke modified as if @k were
going om the hind of a horme with normal

contormation |'|I'||.| il r..\r:n.l] |:.'|ir.

RgHT:

L{Gd.lf"' .'I|.'|.'I.I1hi
heel.
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Comtinwed Frem pl-|'_~r 1

handled center pamch [ mark the heel area Lert: Clean wjr
where the calk holes will ke placed. These heels; Rigi:
holes should e ]'.h|.1|.'u~;.:| im the center of the Eslendud becls;

Beviw LeFm:
branch, This keeps the medial maction device Lateral heel
from causing damage o the hoof wall and extension;
coromary om the opposive limb. Without a Bevow R
cenber punch mark it is hard to keep the dnll E:t:fr:ﬂ
kit I.':I:iI.CI:]'r' where o want the hale to be hades.

drilled. These holes need to be placed accurtely.
The hand held center punch tokes o lot of
abuse, | place it exactly where [ want to mark
it and hic it. Chaickly gpet it off the heat. Leawving this or any
punch sitting on a hot shoe too long will eventually soften the

]‘.ﬂL‘ii:I'll.'.'l‘i L"'nIJ a1l.'Ld. Yord 'l'-\'I.I.I ]-Iil.w Lo -dl'\l MAOTE LsnTenance o t]‘ll.'

end.

A this point the shoe will still kawve some heat init bue [ put the
shoe back into the fire to heat the area for the third calk hole.
Placement of this hale should be determined |.1'|-' the horse's

N 0

Furning. A hamd held tool made ic difficult for me 1o see the end
af the tool to get the accumcy 1 am locking for. The calks are
cm every horse. Position of the third calk hole is usmlly between often put in and taken out daily. For this reason the thind calk

the L and 2nd mail bole on the autside o lateral noil hole. This ~ Pole needs to hiove material all around the hole s that the calk
can be applied easily. Some will simply drill & hole through the

conformation, stance at the jump, and type and depth of the

footing. 1 think it is a mistake to place them all in the sime spot

gives more traction as the hoof breaks over the toe approaching

the jump. If the seuds or calks are placed oo far back on the sheoe cremse and tap it. Grooms often find it difficult to get a calk start-
the hoof will slip as the heel lifts and the toe starts to leave the ed in holes drilled through the cremse and will leave this calk out,

surface of the footing. Stowds placed forward of this position causing poor fracton.

require extra effort at the point of break over. Adding extra effort

O this shoee 1 placed the calk hole between the 15t and 2nd nail

and energy at the point of bresk over could cause injuries o the
hole oo the ouside branch, Taking a good yellow heat 1 stam the

tendoms  and  lignments.
Some trainers also require a
tourth calk or stud hole on

the medial side opposite the H{}T IR{}N PRE}DU C-T] {-JNS
third calk or stud hale.
FORGING TAPES

Bazic Shoe Modifications

1 start the third calk hole by
using @ wood handled soud
punch. A few years ago |
switched to handled sools. |
did this for tao reasons. A
hand held tool required a
glove to keep my hand from

Volume 1:The anvil, Hammer
amd Tongs

Volume 2: Basic Shoe Making

Tor: Reund Punch Volume 3: Forge Welding
O e ([4]5 q
. Steal and Al

to make third stud i {.mirctrtdﬁieu s
Role; Borrpop: :JFHEI]I?DKJHE 5 T _ .
H.,[,I pumched from or call S-468-2879 Volume 4: Cowpies and Clips
fost srerface for the serne of @

) dealer near e | AD memiatile in PAL format
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Continued Frem pl-ﬁ-r -

hole from the hoot side amd drive the tool until it meets resstance.
This only takes a few hits. Do not continue oo drve the sool after it
meets resistance or it will mushroom. | remove the tool quickly and
lay it aside to air cool. Mever place this tool in water wo cool. 1t
would be impossible for me o count how many holes [ have
punched with this ool and 1 have never done any maintenance o
it. [ use ie quickly and ger it ous of the hot shoe. IF you like you can
flip the shoe over and give it a little tme to cool. Then simply place
the tool cn the mark left by the tool omthe ground sudfice and drive
it just enough to remove the slug. Some prefer to wait and dnll i

from the back after it has cooled and they are drilling the heel holes.

For drilling [ use a counter sink 5/16 bit. There are severnl on the marker
and usually the more expensive, the better the bit. Be careful not o
countersink ton much. Abour 116 of an inch @ all that is needed.
There are a couple of reasons oo counter sink the holes. [t keeps the
threads in the holes from mushrooming in when the calks are

removed. A countersunk hole also ]'u.'lps l:-\.'-l.'p the call locked in the

.'il'll\.'h."'.

Before tapping a shoe make sure that the shoe is securely fastened
in a good vise. A sloppy vise that allows movement of the shoe
could cause your tap to break off in the shoe. When this happens it
causes an immediate negative reaction somewhere on your body.

U:FILJI.I.]' YL "a'l\.'h.'ﬂl. C|1I.'|J!=. ilrms, l'l..1l.'l.d.'i ir .'I]I. tl'lll‘! a1|.1|1'||'|.'.

Tapping the holes in the shoe can be done seversl ways. Tapping
guns are expensive and hard vo find, A 12 inch, variable speed
reversible drill is my
choice. Or you can use
a tapping tool  that
micumis in your hardy

hole or in a wise.

Whatever you choose
be sure to wse some
type of tapping solu-
tiom. Mou can uslly
find this solution at

FI e KI b I'E SDI ut iD ns| v farrier supply.

Australian Horse Shoe Mail company I: dos’y. mple the

coninues to provide you che nal
choices o peed. Mow available -

vl agree thar chere's

im. A
fur preed to laok Treme.

anywhere else,

Tor LeFr: From
;nﬂmni surfm:n
Tor RigHT:
Punch through ot
black heat; Bow 2,
Lerr: Punched
hle ready to taop;
Rosw 2, R
Divilling heels;
Roew 3, LEFT:
Tapping selution;
R 3, R
Tu]: shive, pze vise
to hald secure;
Barrroma: Finished
shoe, ready for
studs,
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decisions as to what kind of calks or studs goomse. 1 also don't supply them, [ fmd it is muoch

better for the triner to make this decision and keep a supply of studs to =it their needs.

AX-50, E-3 Slim, E-4 Slim and E-5 |  Ax [ mentioned in the beginning of the article, it is important to make sure that you have

Shim Mails, We think — applied o good trim and balance to the foot. The modifications o the shoe are where you

can help with trction, support, and other balance issees that coan't be addressed by the
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Forging
steel

handled
punches

By Roy Bloom

The photos below were taken at a hands-on dinic hosted
by Jim Smith in New Hampshire. Making a hand held
punch involves much the same process but you don't have
the complicated process of welding and heat treating that
is involved in the steel handle tool. If you decide to make
some steel handled punches keep in mind that these basic
forging steps are onby the beginning. The maost critical
steps are the welding and heat treatment steps. In a future
article | will discuss some of those steps.

I likez 1o use 5-7 for most of my punches. This is a personal
preference but 1 find 5-7 to be a good steel for punches.
| use 5/8" round stock for most punches, but would
suggest 3/4" for punches used for heavier work, like gait-
ed or dralt shoes.

The photos show the steps. | strongly recommend the use
ol a heavy hammer when beginning the forging of the
punch. This allows you to get the work done - maximizing,
your results and reducing the number of heats. You have
o be cautious about the heats. Don't work tool steel once
the color has gone to red. You also need to make sure you
are using tongs that allow you a good hold on the steel -
without having to squeere the reins. Round tongs may be
best but there are other types of tongs that are d-:sqg,n:d
to hold round stock. The important thing is to control the
material. You can also see that most of the work is done at
the edge of the anvil- this will help you avoid damage to
the face of the anvil.

You need to keep the work balanced - work both sides and
angles so that you keep the tool in a good ratio. If you
work it above the 1:3 ratio {width x thickness) you can
develop cracks in the material.

5-7 is alse an air cool material. Don't guench it in water!

You can forge the tools to the dimensions you are looking,
for. Check the dimensions as you get close to the end by
using some kind of template. Don't leave forepunches with
a flat tip. Put a diamond tip on so that you will reduce the
resistance when working, the tools. Final adjustments to
the punch can be made on a belt sander using a 100-120
grit belt, W

(1) Round tongs and 5/8° stock. (2-4) Forging steps of E-Head. (8) Heawy forging hammer. (&-2) Forging steps on City Head.
(3) Final forging with lighter hammer. (10) Culting head with hot cut. (11) Forged heads, ready for cleanup and welding,
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Education Goes Hand in Hand with Experience

Qe of the mes commant comments e
larrsers than have been in the business fos
ey vears & e change im the avaslabiliny
af inlormation. Prior te the emergence of
lecal associations and national growps like
the Amercan Farrier's Assocaion there
wene o Borums lor discussion of deas and

techmigues, What a dramaee change has

taken place

(e American Farrer's Association and ns
many chapters provide large venue
programs as well as countless bands-on
appornites, lectures, or just local ham-
MIET-1H05 O .L:I.'l'lll"i.,"ll‘tllll.'l.‘\- If Wl hevven't
pacticipated in any of these evens you
shauld check them out There are a wide
variely of topics. It's notall foeging compe-
titson shees, though this has proven o be
a rremendous leaming experience for
these that parscipate. Many clinks are
geared 10 the hasios of everyday work
[rims and balamce, [ of shise, discusion
af bmenes prablems and even business

I|:-|:-:||.1-..

Supplementing the work of the associa-
tens, & number of companies and supplers
put oo events. The Maural Angle clinic

serles is obe that hos received high prase
for the down o earth approach of the
clinicians and the formar of the clinks.
Wlost of the clmicians in thse clinaes are

Ry BLODSE MAKIRG BAR SHOE Al
ASSCCIATION CLINIC.

larriers certified by the AFA and have
lenefived themselves from paricipation in

clinks and |.'|:-:|||.|:i.'l|t|-.l|:|:1..

II:II.'II.' e I?I:‘l’.'l:":”'JI:II.[I.I'.'h :.I:ll COnylLng

education and development of vour skilks
all over the councey As herse owners and

traimers are canlmonial wih iacresing
coats ol the equine industry they are
expeciing more and mose from the farries.
The best way 1o handle the addinianal
pressure o perforin s Lo inckse Vot
kmowledge and skills. Thars what clinics
are designed for and why so many pecgple
wha believe i the indusory gove ther time
L ot these events ogether,

Astde from the technical and mechanical
advammages vou will also lind (he
camaraderie and sharigg of commen
experiences 1o be rewarding  and
enlightening. The tme when a Errier
would put away hs teols when another
one came inta his b & long gone -
teday's farvier indusiry thrives becnse
peaple share ideas, descuss their prablems

anud work e improve their skills.

For more informanon on clinics and
events check with your supplier or visi
these welsies. wwwlarmerproducs.com
of wwaamericanfrriess ang  Alsa check
with your loml associations 10 see how
o can get mvolved

THE NATURAL ANGLE & published

b prowicke youw with new and usebul information aho
the indusary. [t is pullished through o cooperative effort
of Anstralinn Mails, Bloom Forpe, FIPDY, Eenckhoert
Shioes, Vetteo and your supplier.

Avrticles i this publication are the property of
The Matural Angle snd cannot be reprinted withoue
express permission. For information concerning
reprints, please contact Dan Burke, FPTY, PO Box
1324, "."-\-|'u.'||.'.'|'l.'i|.|u-, KY 400868 or Email:
intofnaturalangle com.

[f you have questions, comments or ideas
concerning the articles published in the Matural
Angle, please contact your distriburor. We
welcome your imput. The Mamml Angle is destgned

aned edited by Graphic Response, Inc. [l
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Quality Products.
It's That simple.
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,‘Gei A'Hold of ...

Ad_ here

Adhere

Jet Sander/Grinder Combo

and Abrasives

This is fast Becoming one
of the most wsehul fools in
the farier rig. A belt
sarnder can be usad fo
bevel or otherwiss dress
or madify shioes oz wall as
te maintair your taals
This is 0 good guality unit
- 12 hp with o 2x48
sander and & grinding
whesl Your farierprad-
ucs” dealer can also

provida you with alka-

minam oxids or zirconia
belts to handla all your
naeds.
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