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GENERAL MEETING 
 

 General meetings of Henry's A's are held 

at 10:30 AM on the first Saturday of each 

month, except December 3th 

 

Guests and visitors are welcome. 
 

 HENRY'S HORN is the monthly 

newsletter of Henry's A's Chapter, Model A 

Ford Club of America. We solicit articles and 

other items for publication in these pages; 

please submit, before the 25th of the month, 

to the Editor's e-mail address or the clubs 

mailing address: 

 

weshuffman@ymail.com 

 

Henry's A's 

P.O. Box 46 

Livermore CA 94551 
 

A signup sheet will be at the next meeting for 
refreshments for future club meetings. 

 
Can you volunteer to bring refreshments for 

the next meeting? 
 

Henry’s A’s   Activities Report 
 
 
 

 

 
 

 
Mar 2nd monthly meeting at 
Duarte Garage, Livermore CA 
Mar 16th Dust of your Model A! The 

Dublin St Patrick's Day Parade is on 
Saturday,  Line up  in front of the closed 
Carrows restaurant on Dublin Blvd near 
Safeway at 9:00 a.m. and decorate your 
car.  Afterward, we will head to Armadillo 
Willys for an early lunch.  Kathy Morte 
May 3rd 27th annual spring 
opener 
May 11th Hill Climb Auburn, Ca 
Jun 1st   Del Valle Lake 

 
 
 

 

The moon seen from the Arctic Circle between 
Russia & Canada. It only lasts a few seconds 
but worth seeing this spectacular 
sight.  Imagine that you are in a location 
between Canada and Russia and suddenly for 
just 30 seconds, the moon appears in all its 
splendor then disappears before your eyes. It 
looks like the moon is going to collide with the 
earth.   Even more impressive for just 5 
seconds, a total eclipse of the sun takes place. 
The video was shot in REAL-TIME. The 
phenomenon happens at the “perigee”: the 
closest point of a heavenly body’s orbit around 
the Earth, where the proximity of the moon is so 
evident that we realize the great speed at which 
the Earth is moving. This effect is only visible 
once a year and lasts for 30 seconds. 
Astronomers figured out those exact 30 
seconds and had the cameras 
rolling. Fortunately, they had a clear sky. Total 
sun eclipse is ONLY 5 seconds. 
Within seconds the sun is back - the moon re-
appears and moves away in that 5 second 
interval. 

                                   

Quick Moon 

(1).mp4  
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2/3/24 meeting minutes for Henry’s A’s 
 

10:36 AM Started with the pledge 
Tom Crosby is a guest (was a member in the past and wants to rejoin. Has 2 model a’s and 1 model 
b) 
Talked about replacing Dave as secretary. 
Treasurers report 
We are about $100 less from last year in all the accounts. 
Closing the corporation “non-profit status” treasurer couldn’t find the form online to cancel the 
status. He is working with his accountant to find the correct process. A member will reach out to 
another club about remaining funds in the bank account to see about keeping the funds. (lady in 
purple that knew the agenda) 
We have done a statement of facts every other year in the past instead of filing taxes. Wes is 
knowledgeable about that. In the end it sounds like we are probably going to keep the “non-profit 
status”. 
Received dues from 2 members… I believe there are a few people still outstanding 
We received mail from MAFFI – it’s about a museum.  
Del Valle is reserved for the 1st weekend of June. 
Old News 
Norma Clark might have the banner. Rick Mahan might have the banner too. It would be in the 
boxes at Duarte Garage if he had it. We also need a few signs in addition to the banner for 
directions. Earl will take care of reaching out to both Norma and Rick to find the banner.  
Christmas lunch cost 155  466.11 was the total expense. Should we reserve the 1st Saturday in 
December at Cattlemen’s again? 12/7 is the proposed date. Paula was nominated with this task. 
And it was seconded. She will take care of this.  
New business 
St. Patrick’s parade – fee was raised to $100 to participate in the parade. This has been split with 
the Acorn A’s in the past. Motion for $50 was passed.  There will be a few members participating.  
 
VP Report and Technical 
Bob – He brought in some floor boards and other stuff to view. Fastner holes aren’t lined up or 
something? They need to be exact. He explained the process on how he used a screw from the 
bottom to align it.  
He also talked about shocks. Missing arm. He brought copies for viewing. Including a testing 
machine paper, service kit sold by KR Wilson, and a few others. He also explained on how to test 
the action on a shock. He has the tools and is willing to bring them in to test others shocks.  
Turlock - Bob talked about an index of what people were looking for. About 10 people were 
looking for Model A parts. Greg and Bob gave a report on the swap meet. 
Greg brought up a point about Bob doing a writeup or something on how-to test shocks and other 
shocks topics.  
No raffle this month but he is collecting items for next month. 
End of meeting 11:17 am 
 
Thank you to Alicia Short for this month’s minutes! 

 



 

  

 

 

  

 

 

 

 

 



  

 

 

 

 

 

 

 

 

 



  

 



             

  
 

 

              

 

 

 

  

Friendly Reminder 
2024 dues are now 
being accepted by 
our treasurer Earl Minkler 
pay your $30 at: 
 the General meeting  
in January  
or mail a check: 
Earl Minkler 
4977 Julie Street 
Livermore, CA 94550 
 
 
 

 

 

 

 

 

 

 



 

  

MAFFI Minute (Model A Ford Foundation, Inc.) 
 

The Trustees are already planning Model A Days 2024!  So far it looks like a candidate for the First Start 
Event (barn find which hasn’t been run in a few decades) has been located.  And, the report from the 
Gilmore Auto Museum is that one of the Event Centers will be finished in time for Model A Days,  which 
will be nice for our Model A visitors. 
Other news is that Model A’s donated to the museum to be sold for the Model A Museum Expansion are 
getting checked over and repaired so they are roadworthy to sell.   Our hardworking team of volunteers 
devotes Thursday evening to getting the Model A’s in “sale ready” shape. 

1. One  Model A Tudor (1929) is on the sales floor already. 

2. Another 1928 Tudor has had Trustees and friends repairing  brakes, gas gauge, and a gas tank, to 

name a few, so it should be ready shortly 

3. A 1929 Fordor Blindback is also in the queue for roadworthiness work. 

4. And there are two 1928 Phaetons that we anticipate will be available to sell in the coming months. 

Please contact Jerry Dennany, jerrydennany@gmail.com or John Begg, jwbegg@gmail.com for information about these cars or 
if you have a vehicle you would like to donate to be sold for our expansion fundraising program.   
Many of you have been following our Save the Bus project (school bus) and although the bus has taken 
longer than we anticipated, things are coming along nicely now. The sides are up and all 4 fenders have 
been installed as well as the bumpers. There’s lots of sandblasting, and just plain sanding and priming 
going on now.  Things are getting exciting at Save the Bus Headquarters! 
As always, we appreciate your support as we move forward with fundraising.  It’s all of you that make 
the Model A Ford Foundation Inc. Museum so awesome. 
Cindy Ellenbecker,  Model A Ford Foundation, Inc. Trustee/Secretary 
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MARCH 2024 
 

Sunday Monday Tuesday Wednesday Thursday Friday Saturday 

      1 
 

 2 
General 
meeting 
 

 3 
 

 4 
Diane Davis 
Wilma  
Shannon 
 

 5 
 

 6 
 

 7 
 

 8 
 

 9 
 

 10 
 

 11 
 

 12 
 

 13 
 

 14 
 

 15 
 

 16 
St. Patrick’s 
Day Parade! 

 17 
 

 18 
 

 19 
 

 20 
 

 21 
 

 22 
Louise  
Noxon 
 

 23 
Barry  
Callister 

 24 
 

 25 
 

 26 
Tom Farrell 

 27 
 

 28 
Wes Huffman 

 29 
 

 30 
 

 31 
 

      

 



 
 

 
 

 

 

 

  

 

 
 

 

  

 

 



 

  

 

 

1931 Deluxe Coupe for sale 
make an offer Dave Mc Arthur   
925 820 0394 

The coupe is now $16K. 
Drives quite well; has new radial tires, air conditioning as well 
as a Borg Warner 33% overdrive.  
 
Internal parts for Model A block. Full set of pistons, rings, rods w/inserts and 
balanced crank for same, adj. lifters and a block with a hole in the number 3 
cylinder that may or may not be repairable. Was an $8,000 rebuild with about 
1500 miles on it. All for $1000.00. 

 

  Jay McCord is selling his Fiberglass 
Mullins Trailer. It’s in pretty good shape. 
Running 19-inch Model A wheels but the 
Ford Bolt pattern will accommodate many 
other Ford wheels. Bearings just repacked. 
Clear California Title. 
Asking $2500. Open to offers.  
Located in Santa Maria.  
 
Call Jay- (805) 598-8133 
 

 

I’m looking for a Model A 
Firewall. Extra holes etc are 
not a problem. 
It’s for a display. 
 
 
Jay McCord 
805-597-8133 
Santa Maria, California 
 

 



 

  

Cars in the Park 
(formally Antique Autos in History Park)  

The largest annual antique & classic auto show in the West  

"A Living History Day"  

 

Saturday  September 14, 2024   11 am to 4 pm  
 

  



 

  The Lake County A’s would like to invite you to our 27th Spring Opener.  

We have a weekend of fun planned for our Model A friends. The dates of this 

year’s event are May 3rd, 4th, and 5th, 2024.  

The HOST HOTEL for the 27th SPRING OPENER is the KONOCTI HARBOR 

RESORT located at 8727 Soda Bay Road in Kelseyville.  

The Konocti Harbor Resort was built in the early 1960’s. Sometime in the 1990’s it 

was shuttered and in disrepair. However, it has been undergoing a five year 

renovation. Everything at the Resort has been renovated. You will be the first one to 

sleep on the new mattress in your room. Every room has a lake view. They have 

done an outstanding job on their renovation. We are proud to have them as our 

venue for our Spring Opener. Be sure to view the photos of the property on the 

Resort’s website.  

Registration will be at the Resort on Friday, May 3rd, from 12:00 p.m. - 4:00 p.m. 

Raffle prizes will be on display and raffle tickets will be available.  

A Friday night pasta buffet is included in your registration fee. Social hour starts at 

5:00 p.m. and dinner will be served at 6:00 p.m. Please see the Registration Form 

for a complete menu of the buffet.  

The line up for our Saturday Tour will be held in the Resort parking lot at 8:40 a.m. 

Please arrive with a full tank of gas. The tour will depart at 9:00 a.m. The tour will 

be about 2 hours driving with a rest stop. For most of the tour we will be traveling 

along many of Lake County’s back roads at about 30-35 miles per hour. We will be 

climbing and ascending many hills so please make sure your A has good brakes and 

does not overheat.  

Our Saturday tour lunch is included in your registration fee and will be at the 

Adams Springs Golf Course located on Highway 175. The buffet will have a 

selection of breads, meats, salads. This Golf Course burned to the ground in the 

2015 Valley Fire. It has since been rebuilt and is a gorgeous venue.  

Our Saturday night banquet is included in your registration fee. Please see the 

Registration Form for a complete menu of the buffet. Social hour starts at 5:00 p.m. 

and dinner will be served at 6:00 p.m. We will have entertainment after dinner. The 

raffle and auction will follow the entertainment. 

 

Greetings, 



Wrought Iron Anvil Horn Repair 
by Jake Trogdon  www.Calsmith.org 

       submitted by Roger Griffith 

 
 

This article is aimed to help you make repairs to wrought iron anvil horns by welding.  
This will walk you through materials, process and finish, however the main focus will be 
the welding and grinding process 
 
Equipment: 
• Welder and PPE - including some sort of a heat barrier for our arm, this could be as 

easy as a piece of 2x4 
• Grinders - 4 1/2”-5” and 7”-9”  
• Circle Gauge 
• Cup Stone, grinding discs, sanding discs and wire wheel 
• Method of preheating - preferably Oxy/Acetylene 
• Hearing protection 
• Tempilstick or IR thermometer 
• Anti-Spatter 
• Files - Various as needed 
 
   The first thing will do is decide what welding process we will use to build up material. 
What you have available and what are you most proficient at operating are the two 
most important considerations for me. I chose MIG with a ER70S-6 wire because it is 
easy to build up material quickly, it was readily on hand, and it will provide a 

http://www.calsmith.org/


satisfactory result for my intentions. One down fall would be the higher chances of 
porosity from contaminated parent metals or the environment.  These could be avoided 
by using a cellulose arc electrode such as 6010.  Choose what you run best and will 
create the best product. We are welding over wrought iron, sound weld will be more 
durable than the parent metal. 
 

 HRC HRB Brinell Hardness 

Excalibur 7018 5 86 166MPA 

5P+ 6010 5 86 166MPA 

L-56 ER70S-6 3 85 160MPA 

Wrought Iron Below Scale Range 56 100MPA 

 
 
 When choosing filler materials it is also prudent to choose a manufacturer that is 
trusted. I have used Lincoln Electric consumables without issue for quite some time.  
This table shows the as welded hardness values of some  of their readily available 
consumables.  These hardness value are pulled directly from Lincoln’s product 
catalogue or determined from their tensile strengths.  Something to consider is the 
dilution of the filler material with parent material.The final hardness will be reduced due 
to the dilution of the weld material with the parent wrought iron. 
 
 
 
 
 
  
  
 
 
  
 
 
 
 



Start by grinding everything to a clean 
weldable surface and continuously looking for any previously unnoticed defects. Grind 
them out to sound metal as found. 

 
 
  
 



 
 
 
Preheat the entire anvil. This will take some time. It is preferred to use oxy/act for two 
reasons. First is that there have been studies that show propane includes more 
hydrogen in welds when used to preheat, remember we’re not getting to forging temps. 
It’s different….  The second reason is the higher focused heat will heat up and change 
the color of thinner spots, thus possibly showing us laminations that we may have 
missed during surface prep. Grind these out to clean metal before proceeding.  
Preheating to 400 f should be adequate but going much above that runs the risk of 
effecting the temper of the face of the anvil.  This can be checked with whatever 
means you have, be it Tempilstick or IR thermometer.  Tempilsticks can be found 
relatively easily at your local welding supply.  After preheating you may apply anti 
spatter to any areas that you want to preserve, such as the face if you are not going to 
be addressing at this time. I will be resurfacing the face as well,  so I have not 
protected it. 
  
 

 
 



   
 
 Identify if there are any places that are significantly lower or require extra build 
up. We will start welding building up layers as necessary to meet the existing metal 
surface.  If we cover everything evenly then we will need to grind down everything to 
match the low spots.  The use of a straight edge to identify these may be useful. I 
eyeballed it and ended up short in the end and had to fill some more.  If the face is 
somewhat flat you can hang the straight edge off and check the shelf and its corners. 
Remember that horns have an upturn and the tip should be somewhere close to on the 
same plane as the face. 
 

  
 
 
 
 Welding should done at slower travel speeds to give impurities and gas pockets 
the opportunity to settle out of the molten puddle.  Wrought iron is much softer than the 
weld material and we are worried about surface finish.  This being the case, we should 
try to focus on pausing on the edges of the puddle while welding to give the molten 
metal time to wash into both the parent metal and previous bead to avoid undercut. 
This applies to the end of a bead as well. It is helpful to travel back towards the start for 
just enough to see the puddle ñpump up” above parent metal. Undercut will need to be 



ground out later.  As you weld you will be able to see the edges of the weld melt away 
and then fill back in when you pause.  Is this especially evident in out of position 
welding.  When welding out of position we weld “level to the world”, meaning that our 
puddle manipulations are as close to being level as possible, even though our 
progression is not. 

 
 As we weld special care should be put into bead placement.  We need to ensure 
that there is adequate overlap between beads and that there are no valleys to grind 



out. We want smooth overlapped beads that make a smooth finish.  No @weldporn 
stacked dimes, save that for Instagram….  To achieve this we will “weld to the 
shadow”. When welding, we move the arc away from the previous bead and a shadow 
will form on its crest.  That is where we need to make sure that toe of the current bead 
either meets or crosses over.  Weld to the edge of this shadow even if appears you are 

going off course.  A very faint line ground with a 
grinder between passes may also help keep us on track. Remember, we’re welding for 
smooth grinding surface, not pretty beads. Weld methodically, building up layer after 
layer. Sporadic welding will lead to excessive grinding to remove any valleys or humps, 
as well as requiring additional welding passes. As you can see in the photos the horn 
is a cone, forcing you to either make your beads wider on one end or to choose a weld 
path that allows you stay consistent. I will always choose consistency to make it easier 
on myself. When welding the most probable time to have lack of fusion is in the start of 



each bead, arrange your starts so as to make it easier to grind them and allow for 

penetration on the next pass. 
  
 
When you feel that you have enough material to get the final shape that you want we 
can start rough grinding in the desired shape.  This can be done with any grinder and 
abrasive but I recommend the largest grinder you have with the most aggressive 
abrasive. I used a 7” grinder with a 4” stone cup and the speed of removal was ok.  A 
9” would have been quicker if I had it, I really don’t enjoy grinding.  Remember to use 
your hearing protection.  Not only is grinding loud, and you will be listening for a good 
amount of time and the anvil will most likely be ringing.  
 
  
 
 
 



 
 
 
 
 
 
 
 
 
 

We will grind the shape into this in the same way that we would forge a taper. Square, 
octagon, round.  As we start roughing in the shape keep looking from different profiles 
to make sure we are maintaining symmetry.  A picture of the original horn contour or 
desired contour are helpful to keep us on track as well.  We should as be looking to 
see that each facet is symmetrical, and that the edges flow cleanly to the tip of the 
horn. The more attention we pay now to the shape the less finish work, and possibly 
refilling, we will have to do later.  One thing to be mindful of while is the feel of the 

grinder and the color of the sparks, if we are seeing dull sparks we may have gotten 
through our fill and into the original wrought and we should decide if we need more fill 
or if we are ok removing original stock. 
 
 When you get the square, or lazy square shape where you want it continue to 
break down the corners until we get closer to round.  Keep the edges of the facets as 
symmetrical and straight as possible. This keeps everything as round and concentric 
as possible. This would be the time to use a homemade half round gauge to identify 
where material needs to be removed to keep the horn profile round.  When we get to 



this stage we need to start making some finish decisions. I weighed out what are the 
attributes I want this horn to have and who will be using the anvil. 
 
The final shaping and sharpening of transitions can be done with files. This is up to you 
and the amount of detail you want to put into the final fit and finish.  A nice smooth cut 
file and a wire wheel make a satisfactory finish for me. The filing also helps to level and 
remove high spots if we are not as comfortable with a grinder. 
 
 Surface finish polish level - The finer the finish the finer the forge finish on our 
work is true, however there are several factors here. The first is scale is much harder 
than the horn surface so it will be wearing away our finish. The second is purchase, the 
coarser the finish the more purchase our work has and the easier it is to control.  This 
being said I looked at my daily anvil where I do the most work on the face and decided 
that anything more polished than that would be unnecessary 
 because that will be what I end up as I use it anyhow.  This equates to shiny, with 
seeing my general shape without any details in the reflection.  Much akin to what I 
would prefer in a mirror….  
 
 Shape - The shape of the original horn left something to be desired for me. It was 
not concentrically round and that bothered me when forging.   Basically meaning that 
over half the side of the horn that I work on was the same radius. Thus, I wanted to 
make sure that I got as much transition as possible into it giving me many radii to work 
with. Equally, the bottom side of the horn needs to be round as well for bending or 
working round work or needs to be out of the way, thus inside the radius of the top. I 
want as much reinforcement as possible for forging on the horn, so I elected to make it 
concentrically round. 
 
Who is using this anvil - This particular anvil is my traveling and education anvil, 
meaning that there is opportunity for many different people to use it. When I refinished 
the horn of my home anvil more care went into the final finish because I knew it would 
have a different level of attention during use 
 
 In the end I wanted the shape to be as close perfect as possible and the final 
finish didn’t need to be as perfect. Meaning the shape was right and there were still 
different levels of file marks, etc present in the finish. 
 
 
 
Hopefully this helps you improve the usability of your tools. It is not a popular 

opinion but an anvil is a consumable and no matter how desirable the maker or the 



style, it is only as usable as the condition that it is in.  We may be proud to carry 

Grandads pocket knife, but if we are not willing to sharpen it it isn’t much use. He 

would have kept it sharp!  Reworking anvils is not black magic and doesn’t require 

any special tools and the end product will bring much more joy to the experience of 

using them.  Thank you for reading! 

 

 

 

 

 

 

 

 

 


