
heating the blade in a forge or directly onto a cold steel blank. Once 
heat treated, the deep areas are darkened due to carbonization or 
scale. The end result is always a one-of-a-kind creation. Another 
type of hammer peened texture is done with a crosscut hammer. 
The sledgehammer has grooves cut into its face. The design or 
pattern created from the grooves is transferred into the blade with 
each hammer strike. Make sure to check how flat the blade is after 
hammering. Blanks should be hammered flat again prior to bevel 
grinding and heat treating.

Crosscut 
Hammer 
Peened blade 
texture.

This rugged texture is easily 
achieved by hammering the 
knife blank with a ball 
peened hammer.

Thatched lines can 
be created with a 
angle grinder and 
flap sanding wheel.
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Blade Texture

Thatched
Thatched or ground texture describes a variety of methods, each 
scratching or grinding grooves into the blade. Common types of 
grinding tools are Dremel grinders, small contact wheels of a 2x72 
grinder or flap sanding wheels on an angle grinder. Much like 
hammer Peened texture on high carbon steel, the deep areas of 
each groove will become dark and more highlighted after heat 
treating. On stainless, those areas will not be as pronounced.

Etched
Etching encompasses a huge assortment of designs patterns and 
techniques. Etched textures can be done as a full blade texture or 
as smaller designs or patterns that are added to enhance the shape 
of the blade. Etching can even be done on a knife spine. Etching is 
most commonly done with acid or electrolysis but could also be 
done with a laser etching machine. 

For this book, we are going to stick with the more common electro 
and acid etching. In either case, some type of resist is used to block 
or mask the areas of the blade that does not get etched. Self-

Cleavers with full blade etched Celtic design.
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adhesive vinyl works well. Designs can be hand cut with a razor 
knife or much more detailed patterns can be cut out with a craft 
vinyl cutting machine. The vinyl is then weeded. In other words, 
pick off all pieces that will not be adhered to the knife. A thin clear 
transfer film can then be applied to the vinyl and the paper backing 
removed. Using the transfer film helps to be able to visually 
position the stencil exactly where desired and adhered to the 
blade. We recommend trying clear contact paper instead of 
purchasing commercial transfer film. It’s less expensive and 
actually adheres a little better. Once the transfer film is removed 
the blade is ready to be etched. Every part of steel that is covered 
with vinyl will end up being shinny and every exposed area will get 
etched. We are big fans of etching high carbon and tool steel prior 
to heat treating. This is done because we like the dramatic dark 
background achieved through carbonization. When etching before 
heat treatment, the etch has to be deep enough to survive post 
heat treatment polishing.

For electro-etching, a machine can be purchased or you can use a 
12-volt automotive battery charger or another 12-volt power 
source, and an electrolyte solution. The charger we have is 12 volts 
and set at 2 amps. The positive lead from the charger gets clipped 
to the blade. The negative lead gets clipped to a small section of 
angle iron that is then wrapped with gauze. We wrap the wire 
connection to the angle iron with electric and or duct tape to create 
a makeshift handle. Metal from the negative lead should never be 
in direct contact with the knife blade. At the same time, you should 

For design purposes, 
it’s sometimes nice to 
grind the finished 
bevels after etching to 
create crisp bevel lines 
that act as a line of 
demarcation between 
the bevel and blade 
etching.
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Blade Texture Blade Texture

We use a craft vinyl cutting 
machine to produce detailed 
patterns.

A 12 volt car battery charger 
and salt water electrolyte 
solution is used for the 
etching.

This cleaver has combined 
Thatched texture and an 
electro etched logo.
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Creative blade etching 
possibilities are almost 
endless. This is a 
nautical themed 
Stainless Chef Knife. As 
always we start by 
cutting out the design 
with a craft vinyl cutting 
machine.

Every exposed area, not 
protected by the self adhesive 
vinyl will get etched.

 We now suspend the blade between 
two scraps of wood to prevent any 
spilled solution or moisture on the 
table surface from etching the bottom 
of the blade.
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We use a 12 volt 
automotive battery 
charger set at 2 
amps. The positive 
lead is clamped to 
the blade. The 
negative lead is 
attached to a small 
piece of angle iron.

The angle iron is wrapped in gauze 
which is then moistened in an 
electrolyte solution. The gauze also 
prevents any metal to metal 
contact which could cause 
damage. Please refer to any of the 
www.DIYeasycrafts.com tutorial 
videos for more details on the 
process.
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Two tone acid etching. The blade was dipped in 
acid twice. Self adhesive stencil web resist was 
removed after first soak.

Self adhesive 
vinyl cut out with 
a craft vinyl 
cutting machine.

Ferric Chloride acid 
bath.
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Full blade patriotic etched texture. 
This blade also features custom 
USA flag scales by Brad Hunt.

Full blade 
etched texture 
done without 
any stencil. 
This blade had 
bevels ground 
after etching.

Cleaver with 
sea turtle 
etched design.
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Blade Texture

For stainless steel, we have not found a benefit to etching prior to 
heat treating. Stainless is therefore etched just prior to mounting 
bolsters or scales. The only exception is when etching a full blade 
pattern. For design purposes, it’s sometimes nice to grind the 
finished bevels after etching to create crisp bevel lines that act as a 
line of demarcation between the bevel and blade etching.

We use Ferric Chloride for acid etching. We made a PVC container 
complete with a screw-on cap to hold the acid. Ours is actually 
mounted to a bucket filled with water. This not only prevents any 
spills but is less likely to get knocked over. Please use rubber 
gloves and eye protection whenever working with acid. Acid 
etching also uses a resist to block off areas not being etched. We 
use self- adhesive vinyl. Anything covered in the vinyl will stay 
shiny and any area exposed to the acid will get etched. Multiple 
tones can be achieved by exposing different areas to the acid for 
longer periods of time. Etching can range from just a couple of 
minutes to over half an hour depending on the material and desired 
darkness. The blade should be rinsed in a container of water mixed 
with baking powder to neutralize the acid.

Scribed Line
Before we get into grinding bevels, it’s important to mark the center 
line on the edge of the blade. Even better would be to scribe two 

Two tone blade etching. 
Done by exposing moon to 
electro etching for less 
time.
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never be touching metal from both leads at the same time. The 
gauze is then dampened in the electrolyte solution. Warm salt water 
can be used as the electrolyte solution for high carbon and tool 
steel. A stainless electrolyte solution is available on eBay and 
provides much better results when etching stainless steel. The 
damp gauze is then applied over the vinyl stencil. Do not make the 
gauze too moist because if any of the solution drips onto exposed 
areas of the blade it will start to etch. We now suspend the blade 
between two scraps of wood to prevent any spilled solution or 
moisture on the table surface from etching the bottom of the blade. 
It’s recommended to only leave the gauze in place for 10 to 20 
seconds at a time. Depending on the charger and material, it’s 
typical to etch every area of the blade for up to 2 to 3 minutes. This 
has to be done by slowly moving the gauze from spot to spot 10 to 
20 seconds at a time. Check how warm the blade becomes and let 
it cool down if necessary. The rationale behind this is to avoid 
building up too much heat which may cause the vinyl to lose its 
adhesion. After the desired area is etched for the full time, the vinyl 
can be removed. Rinse off the electrolyte solution and lightly polish 
the blade with fine Emory cloth. Typically 400 to 1500 grit is used.

AEB-L stainless steel 
with nautical theme 
full blade etching.
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Please note that flat bevels can also be created with simple tools 
like files. If files are going to be used, try to make up a filing jig that 
helps to hold the angle of the file consistent. The file jig is really just 
a board that the knife blank can get clamped to. On the other end is 
an adjustable height eye bolt. The file is attached to a shaft and 
inserted through the eye bolt. The height of the bolt is then adjusted 
to the desired bevel angle. Using a file takes time but getting good 
results is possible.

An angle grinder and flap sanding wheel can also be used to make 
the process a little faster. This type of grinder will work better for 
creating convex bevels on blades designed without a plunge line 
(cleavers for example). Clamp the blank down to a work table. For 
blades with a plunge line, use a combination of the disc grinder to 
remove the bulk of the material and a file to clean up the plunge 
line. Mark out the height of the desired bevels and plunge line on 
the blade with a marker or Dykem blue. Stay away from the plunge 
line with the sanding wheel and attempt to evenly grind away 
material down to the first center scribe railroad track line. Then, go 
back with a file and clean up the plunge and bevel line trying to 
merge the plunge line to the disc grinder created bevel. You can 
also clamp a bevel plunge jig over the knife which will prevent 

Flat Platen  Large Wheel       Flat Platen         Angle Grinder

Bevels
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lines called railroad tracks that parallel the center of the blade. 
Many manufacturers make scribing tools designed for this purpose. 
Use a permanent marker or Dykem blue to darken the edge. Once 
dry, set the correct height on the scribing tool and scratch your 
reference lines. Using Dykem blue is a little better because the 
Dykem holds up to the frequent quenching dunks while grinding the 
blades bevels. It’s these scribed lines that you will use as a visual 
reference when grinding the bevels. As a general reference the 
distance between the railroad tracks should be about the thickness 
of a US dime.

Bevels
For the purpose of this book, we are going to discuss how to grind 
flat, hollow, and full-flat bevels. Variations of the above can be 
attempted after the basics are mastered. When using a belt grinder, 
always try to do the majority of rough grinding with a coarse grit 
belt. Coarse grit belts like 36-grit move material fast and generate 
much less heat than finer grit belts do. Remember to keep a 
quench tank full of water close by and frequently cool off the work 
piece. This is especially important when grinding after heat treating 
when you do not want any excess heat to ruin the temper of the 
blade. Rough bevels are ground prior to heat treating with a coarse 
grit belt. After the blade is heat treated and tempered, bevels can 
be cleaned up or finished ground with a finer belt.

Before starting to grind bevels scribe two lines 
called railroad tracks that parallel the center of 
the blade. 

Scribed Line / Bevels
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Bevels

Knifemakers can also utilize a variety of bevel jigs to make grinding 
flat bevels easier. Most of these jigs secure the blade to the jig, in a 
bevel-up position, and then slide along a flat 90-degree work table. 
The jig is adjustable for the desired bevel angle. All the knifemaker 
has to do is secure the blade into the jig and then slide the jig 
across the belt grinders work table while applying steady pressure 
down and inward towards the belt. The jig has to be pivoted 
outward horizontally as the belt starts to grind the curved belly of 
the blade. This keeps the belt consistently in contact with the blade 
as the blade tapers to a point.

Another popular type of jig, or it may be better described as a work 
rest, is the tilt table. This unique table gives the knifemaker 
flexibility. It allows new blade smiths to quickly and easily produce 
beautiful flat bevels. The same table can then also be used for 
hollow grinds while giving the experienced knifemaker complete 
control of the blade. The table can be set at any desired bevel 
angle. The blade is not secured to the table but rather held against 
the table’s flat surface as the knifemaker slowly moves the blade up 
and into contact with the belt. The beauty of this system is it gives 
the knifemaker total control. He or she can watch the scribed lines 
and grind more in one area if needed. If the knifemaker carefully 

Mastersmith Pro 
bevel jig. Photo by 
Dan Berg

Tilt Table bevel jig.
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accidental grinding beyond the planed plunge line. Both of these 
methods will work but grinding the bevels on a 2x72 grinder is much 
faster and more accurate.

Grinding Flat Bevels
Grinding good bevels is a true art in itself. Many knifemakers have 
major problems grinding clean straight bevels. First off, understand 
that there are many ways to grind bevels. Freehand grinding is the 
hardest to master. Freehand grinding is a skill only learned by trial 
and error. Most say to hold your elbows in tight against your body, 
support the blade edge up so you can visualize the railroad track 
scribed center lines. Hold the blade at a sharp angle and then 
slowly start to remove material. The object is to break the edge and 
then change the angle and slowly chase the bevel ridge upward 
until the desired width is reached. After each pass take a look at the 
grind and adjust the pressure so that you end up with a bevel that 
has the correct angle and meets up with the prescribed target 
center line on the blanks blade edge. This is much easier said than 
done. Even experienced blade smiths can spend a lot of time 
chasing bevels. Keep in mind that grinding is all about time, 
pressure, and the grit of the belt. If you notice one area needs more 
grinding, you can spend more time in that area or just apply a little 
more pressure.

Convex bevels can be ground with a 
angle grinder. A 2x72 belt grinder is the 
best choice for grinding flat and hollow 
grinds.

Bevels
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Hold the blade flat against 
the Tilt Table and then 
slowly bring it up and into 
contact with the grinders 
belt. The blade can then be 
moved horizontally. Its 
important to keep a little 
pressure against the blade 
to hold it flat against the 
table during all grinding.  
Use a corse grit belt to 
remove the bulk of the 
material. Then change to a 
finer grit to finish the bevel. Fine grit finishing belt.

Corse grit belt.

3

Keep a close eye on the scribed center 
lines. A consistent grind along these lines 
will result in a bevel that will follow the 
profile of the blade.

A digital angle meter can 
be used to reset the Tilt 
Table to the desired 
angle for post heat 
treating bevel polishing

4

Grinding 
bevels are 
fast and easy 
with this solid 
Tilt Table 
bevel jig.

Bevels
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The Tilt Table mounts to a 
standard 1 1/2 inch tooling 
arm. It was designed for OBM 
grinders but is adaptable to fit 
a wide range of different 
manufacturers 2x72 belt 
grinders.

Center Line Scribe used to mark parallel 
Railroad Track lines on blades edge.

One trick of the trade when setting up the 
Tilt Table is to scribe a center line on a 
scrap of wood. Then test grind a bevel into 
the wood to see if the bevel  is wide 
enough for the blade.

2

Tilt Table
Bevel Grinding

1

Bevels
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pressure against the blade 
to hold it flat against the 
table during all grinding.  
Use a corse grit belt to 
remove the bulk of the 
material. Then change to a 
finer grit to finish the bevel. Fine grit finishing belt.

Corse grit belt.

3

Keep a close eye on the scribed center 
lines. A consistent grind along these lines 
will result in a bevel that will follow the 
profile of the blade.

A digital angle meter can 
be used to reset the Tilt 
Table to the desired 
angle for post heat 
treating bevel polishing

4

Grinding 
bevels are 
fast and easy 
with this solid 
Tilt Table 
bevel jig.
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The Tilt Table mounts to a 
standard 1 1/2 inch tooling 
arm. It was designed for OBM 
grinders but is adaptable to fit 
a wide range of different 
manufacturers 2x72 belt 
grinders.

Center Line Scribe used to mark parallel 
Railroad Track lines on blades edge.

One trick of the trade when setting up the 
Tilt Table is to scribe a center line on a 
scrap of wood. Then test grind a bevel into 
the wood to see if the bevel  is wide 
enough for the blade.
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Bevels

Full Flat Grind

Start by resting the blade bevel 
up on a 90 degree tool rest. Then 
break the corner while grinding 
close to the scribed center lines.

Slowly adjust 
angle and chase 
the bevel ridge all 
the way up to the 
spine.

Using a magnet as handle 
turn the blade point down 
and polish with finer grit belt.
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grinds a consistent line along the scribed marks, the bevel will have 
followed the curvature of the blade.

Blade smiths that freehand grind have also found the tilt table 
helpful. It allows them to establish a consistent rough pre-heat 
treatment bevel angle very quickly. After hardening, the blade smith 
hand holds the blade, resting the pre-established bevel directly onto 
the belt grinders platen or contact wheel. Besides the purchase of a 
2x72 grinder, the tilt table would be our best recommendation for 
blades smiths looking to make the most significant improvement in 
the quality of the bevels they grind.

Full Flat Grind
Unlike flat bevels, a full-flat grind will not leave a bevel line. The 
blade will taper from the spine all the way to the edge of the blade. 
This type of bevel is often used for chef and kitchen knives. As with 
all bevels, start by scribing the railroad track center lines on the 
edge of the blade. Next, using a 90-degree work table, rest the 
spine of the knife on the table. Use a coarse grit belt to remove the 
majority of the material. The object is to break the corner first and 
grind a steep angle close to the scribed line. Next start to chase the 
bevel line or walk the bevel upward toward the spine of the blade. 
This is done by slightly adjusting the angle the blade is being held 

The Tilt Table bevel 
jig can be used with 
a 2x72 grinders flat 
platen for flat 
bevels. It can also 
be adjusted for 
hollow grinds using 
a large contact 
wheel.
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up on a 90 degree tool rest. Then 
break the corner while grinding 
close to the scribed center lines.

Slowly adjust 
angle and chase 
the bevel ridge all 
the way up to the 
spine.

Using a magnet as handle 
turn the blade point down 
and polish with finer grit belt.
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The Tilt Table bevel 
jig can be used with 
a 2x72 grinders flat 
platen for flat 
bevels. It can also 
be adjusted for 
hollow grinds using 
a large contact 
wheel.
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Bevels

Adjustments on the Tilt Table 
allow it to be positioned for 
hollow grinding on a large 
contact wheel.

We recommend 
scribing and beveling 
a scrap piece of 
wood to confrim 
bevel width is set 
accurately.

Start by holding the 
blade flat against the 
table and then move 
it up into contact with 
the belt.
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at. When the bevel line has been chased almost all the way up to 
the spine, you will be holding the blade almost completely flat 
against the grinders flat platen. Now, turn the blade tip down and 
attach a shop magnet. The magnet will act as a handle. Holding the 
magnet allows you to grind horizontally along the flat platen. 
Continue using progressively finer belts to obtain the surface finish 
desired. When moving the magnet to the other side of the blade 
use painter’s tape to prevent scratches from the magnet.

Hollow Ground Bevels
Hollow ground bevels are done on a large contact wheel instead of 
a flat platen. Hollow grinds can be done freehand or with a variety 
of jigs. The diameter of the hollow grind is determined by the size of 
the contact wheel. Historically, the most popular jigs are pressure 
jigs. They track perpendicular to the grinders belt. Pressure is 
created by turning a dial on the back of the jig which moves the 
blade forward into the belt. The blade smith inserts the blade and 
then pulls it across the grinders belt in a jig track. Pressure jigs can 
be designed for either edge up or edge down bevel grinding.

Another option is to use the same tilt table discussed during flat 
bevels. The height on the tilt table, as well as angle, can be 
adjusted. Creating beautiful hollow grinds is very much the same as 

Hollow ground 
bevels are 
done on a large 
contact wheel 
instead of a flat 
platen. Hollow 
grinds can be 
done freehand 
or with a variety 
of jigs. The 
diameter of the 
hollow grind is 
determined by 
the size of the 
contact wheel.
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Adjustments on the Tilt Table 
allow it to be positioned for 
hollow grinding on a large 
contact wheel.
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scribing and beveling 
a scrap piece of 
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bevel width is set 
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the belt.
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Hollow ground 
bevels are 
done on a large 
contact wheel 
instead of a flat 
platen. Hollow 
grinds can be 
done freehand 
or with a variety 
of jigs. The 
diameter of the 
hollow grind is 
determined by 
the size of the 
contact wheel.
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Bevels / Makers Marks

grinding flat bevels on the tilt table. Parallel lines are scribed on the 
edge of the blade and then the blade smith carefully slides the 
blade up and into contact with the contact wheel while supporting 
the blade flat against the Tilt Table. One trick of the trade used 
when setting the tilt table up for hollow grinds is to scribe a piece of 
scrap wood with the same center line scribe preset for the 
thickness of the blade. Then, grind a bevel in the wood and see 
how it looks. You can then easily adjust the width of the bevel 
without having damaged a good piece of steel.

Makers Marks
Makers Marks can be etched or stamped into a blade. Typically 
they include the maker's logo and possibly name and location. 
TouchMark Stamps can be custom made to be either hammered 
into pre-heat treated steel or for hot stamping. When using a 
TouchMark or hammering the mark into your blank, it's important to 
get the hammer blow force correct. If possible, make several 
practice swings into a sample of similar scrap material or on the 
tang of the blade where the mark will not be seen. Another option 
would be to use a hydraulic press for more consistent pressure. 
After stamping is complete you may need to surface grind the 
opposite side to smooth out any material displaced by the 
sledgehammer blow. 

Etched logos are usually done with an electro etcher. Logo 

TouchMark Stamps from Honeck Engraving  
https://www.facebook.com/mariahoneck
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 Maintain pressure to keep the 
blade flat while pulling it 
horizontally across the belt. As 
with flat bevels, its very 
important to accurately grind 
evenly up to and along the 
scribed center  lines.

A finer grit belt 
can be used to 
polish the 
bevels.

Hollow ground bevel.
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Bevels / Makers Marks
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scribed center  lines.
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polish the 
bevels.
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been attached. Electro-etched spine designs created with self-
adhesive vinyl is a relatively easy way to create some dramatic 
effects.

Hardening
It really cannot be emphasized how important proper heat treating 
is to the quality of the finished product. Before getting into the heat-
treating process you need to familiarize yourself with some common 
terms and understand that the process of heat treating is different 
for each type of steel. The process also changes depending on how 
the blade was shaped. For example, a stock removal high carbon 
steel blade may only need to be heated, quenched, and tempered. 
The same material would also need to be normalized prior to heat 
treating if the blade had been hammer-forged. Knowledge of why 
and how each process works is the key.

Austenite
The process of heat treating revolves around heating steel to a 
point that it becomes non-magnetic. At this point, the steels internal 
crystal structure begins to become fluid. Steel at this critical 
temperature is called austenite. The non-magnetic state marks the 
very beginning of the austenite state. If you heat it any hotter, the 
steels crystal structure will increase in size. Growing grain causes 
steel to be less flexible and more prone to cracking during the 
quench cycle. The goal is to reach Austenite by confirming the steel 

Spine Etching / Hardening
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templates can be commercially printed. These logos are reusable 
but can be a little tricky because many are not self-adhesive. 
Because the stencil does not adhere to the steel, use only a damp 
etching pad and apply firm pressure. The goal is to prevent any 
excess moisture from the electrolyte solution from getting under the 
stencil. Another option is to print out self-adhesive stencils on a 
craft vinyl cutting machine. These machines can cut beautifully 
detailed designs out of self-adhesive vinyl creating single-use 
stencils that are much easier to use. The machine is not that 
expensive and almost pays for itself when compared to having only 
a couple of batches of commercial stencils created. The only 
downside to a vinyl cutting machine produced stencil is the 
limitations of the machine. Very fine details like small text might not 
be possible.

Spine File Work/Etching
Decorative marks filed in the knifes spine are created with files 
sometimes in combination with a Dremel grinder. The filed grooves 
can be carefully planned to create detailed patterns to enhance a 
blades spine. File work is done prior to heat treating or can be done 
after if the blade was differently heat treated leaving the spine soft 
and machinable.

Spine etching is another way to enhance the spine of any full tang 
knife. This etching is most commonly done after the scales have 

Spine etching is an easy 
way to enhance almost 
any full tang blade.

Makers Marks / Spine Etching
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Spine etching is an easy 
way to enhance almost 
any full tang blade.
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Hardening

removal blades do not need to be normalized because they do not 
have the added stress from hammering. Normalizing may, however, 
still be worthwhile because normalizing can still improve the steels 
internal structure. The result is a tighter grain and better edge 
retention. Normalizing and annealing are very similar processes. 
The actual difference between the two is the cooling time. 
Annealing steel should take much longer to cool in a turned off 
forge than normalized steel which air cools outside the forge in a 
fraction of the time.

Heat Treating
Heat treating for knife smiths is done with a forge, furnace, oxygen 
acetylene torches or in a heat-treating oven. Forges can be 
powered by coal, gas or even wood and can be homemade or 
commercially built. They are even available as hand crank tables 
for charcoal. They all basically serve the same function. Heating a 
blade to critical temperature. The better the forge, the faster and 
more controllable this can be done.

A forge is one of the key components of any knifemakers tool shop. 
It can be used to forge blades into shape, but most importantly, it 
can be used to anneal or harden knife blanks.

A good quality forge 
allows knife makers 
to evenly heat a 
blade to critical 
temperature for heat 
treating. This is a 
two burner propane 
forge from Devil-
Forge.
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is no longer magnetic but not heat the blade beyond this point.

Annealing
When you soften steel that had already been hardened, it is called 
annealing. To anneal steel, heat it to its critical temperature when it 
is no longer magnetic and then let it cool very slowly over the 
coarse of several hours, without quenching it. This is often done by 
leaving the steel in the forge after it been turned off. Annealing is 
often done when creating stock removal blades from recycled steel 
like automotive spring steel that had already been hardened. It's a 
lot easier to cut and grind annealed steel rather than hardened 
steel.

Martensite
Martensite is obtained when steel is rapidly quenched from critical 
temp or austenite. At this point, the steel will be very hard but also 
very brittle. After heat treating, blades will have to be tempered to 
reduce this brittleness.

Normalizing
A process very similar to annealing. Normalizing relieves stress 
built up in the steel during the forging process. It resets the steels 
crystalline structure. Heat the steel up to a non-magnetic state and 
then let it air cool slowly without quenching. Usually, the blade is 
removed from the forge and allowed to air cool. Normalizing steel 
allows the structure of the steel to be reset resulting in a blade that, 
once heat treated, will hold a better edge. Many believe stock 

Devil-Forge propane forge being 
used to heat treat 1095 high 
carbon steel blades.

Hardening
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