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during fluting process. The beszl end of preform (before plstform preperation)

can be made slightly convex or squsared. -The shape of tbe chennel flskes when removed
are controlled by the outside surfaces or faces of the preform so the smoother and
more.unifornkhe flaking and the more symmetricesl the cross section of the preform,
the more uniform will be the channel flske and the scer itf-leawes. A high spot or
ridge on the preform fsce in relation to the rest of facisl surface will cesuse the
channel flake to spread and follow this high place. A low spot will csuse &

nerrowing of channel fllake in vicinity of low area.

PLATFORM PREPARATION FOR FIRST CH:NNEL FLAKE TO BE REMOVED

The or basal edge of preform would normeslly be in the center, but

the first step in platform preperation is to change or move this edge from the

center (by removing short flskes from basal edge opposite the face you wish to

flute - Fig 1A) over until it is verticelly in line or almost in line with the face
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you are going to flute. These short flakes ere removed until the ‘preximital end is

-slmost sggggggﬁgﬁﬂ, (Fig 1B) This leaves basal end almost flst or et right engle
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to long axis of preform. (This flattening of the base will give punch a better
seat snd s2llow platform to be almost directly in line with the face when its

preparation is completed).
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Next step is to segregate the striking platform from rest of bessl edge
positioning it in the center of the base. (Fig 4¢) ?his is done by removing
flakes sterting at each extreme edge of the base, in turn, on the face you are going
to flute. . The flakes are reQOVed starting from each basal edge toward the centér.

The flzkes removed from the outside edges need not be too long, but es you progress

towerd the center they should be made longer with the longest flake immediately

beside the projection. left ss the platform. (Fig 4 A,C) These longer flskes should

be 5/8 inch or longer. This procedure chenges the basal edge (except for the plat-

form projection) back to the center of the base. This frees the platform from the
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bessl part of the face. (This procedure slso leaves the plstform projecting
ebove the rest of the besal edge. If the pletform does not project st least

3/16 inch, it should be made to do so by removing more flekes from the basal edges
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The bese may now have a slightly biconcave appesrence or msy be squared

next to the platform projection.

depending on how one wants to leave the bese. If the base is made biconcave

(rig 4A),that is by not fleking the ears down to where the base is square, the

ears or extensions of the edges will project a good distance ebove the rest of the
base efter the fluting of both sides has been completed. If the ears left from the

platform preparstion sre flsked down (Fig 4B) end the base ultimetely squared

except for the platform projection, the finished form after both chennel flakes
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gre removed will not have extreme projecting esrs. In my opinion, in most cases
the bassl edge projections (or esrs) were flsked down and the base squared on the
first pletform preparstion. If this was not done, the ears would project extremely
far above the rest of the base after both sides had been fluteds I have seen
examples illustrated with extremely long projecting ears so sometimes the ears

were evidently left - probably at the discretion of the maker.

Next the platform must be freed on the side opposite the face you sre preparlng

the platform for. This is done by removing a flaeke on each side of the platform as

in Fig 4 B, arrows 1 & 2. This leaves an equa-latersl trianguler sheped pletform.

The freeing of the platform on this side establlshes where the chsnnel flake will
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freem;mmedlately behind the zpex of the trisngular shaped portion of the platform.f/&4 D
gt

When the channel flske comes free immedistely behind the apex of the triangular

shaped platform it ieaves the small basal projection chsracteristic of the classic

fg}gom. (Fig 2) 1In some cases if the pletform is not freed sufficiently from rest

of preform, the fleke will free itself further behind the trianguler shsped portion

of the plastform and lesve a flake scar similer to Fig 6 end there will be no basel

projection,

The top of the pl=tform is then polished until completely smooth. This is done
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so that the platforﬂwill withstand the force used to remove the channel flake.

If the pletform were not polished, it would collapse or shatter when force was
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applied resulting in bresking the preform or not removing the channel flake

i i

properly.
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In all cases the platform must be prepared =s described or a very close
facsimile so that the characteristics of the classic Lindenmier folsom will be
present when the channel flake is removed. The main purpose of the platform is to
fecilitste easy removal and bet?er control of the removal of the channel flake.

The diste]l or tip end must be polished also so that it will withstand the
shock of the force used to remove the channel flake as the distal end must be
supported on an snvil when placed in the vise used to hold the preform.

The edges of the preform are slso polished slightly to withstand the pressure

of the vise. This is not absolutely necessary,LZnt;is a safegusrd against

crushing the edges in the vise.
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A wooden vise is employed to hold the preform during tbe fluting process.
(Fig 3;~;;6. The preform is placed in the vise at an angle of approximetely 80°
wiﬁh the distal end resting on a small piece of deer or elk horn envil. (Deer or
elk horn is not necesssrily the only substance that could be used for an anvil --
soft stone or possibly hard wood would be a suitable substitute). As can be seenv
in the illustrations (Fig ﬂﬂMﬂ), the vise is capable of holding the preform firmly

by its edges and also of exerting downward pressure to hold the distal end of preform

firmly ageinst the horn anvil. The distal end must be held supported firmly against
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the horn anvil by the downwarq«of the vise so that the chsnnel flake will feather
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out when it is —gimd (@E=B8) If the distsl end is not Supported sufflclently,
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the channel flake will,during the process of its remova%}not feather out, but

/

will breek the preform @s in Fig 5. The term "feathering out" is used to describe
i i face
the way the channel flake comes off or frees itself from the preformh(Flg 7) end

is defined as the lessening of the thickness and the narrowing of the width of the

channel flake as it is neesring the distsl end of the preform. This narrow1ng and

lessening continues until the chonnel fleke reaches the face of the preform and
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frees itself or reaches the distzl end and is freed there. The angle, -that the é:“
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force-used to remove the channel flake is directed into the preform determines @Li/
"""" féﬁlﬂi

where the channel flzke will feather out. The amount of force used is also a

factor involved in this. If insufficient force is used, the channel flake will

step fracture at the point where the amount of force applied is used up or exhausted. _

After preform is pleced in the vise, the intermedisry tool, which in my case
is a copper tipped wooden hendled instrument of about one pound in weight and
approximetely one Toot in length (referred to as a punch)(Fig 8), is placed with

the end of the copper tip centered directly on the polished pls txorm. The tip of

the punch must be held firmly egeinst the platform and the entire punch must be
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directly in line vertically with the preformjwith the punch angled back approximstely

10 as 1n F1g 94, The punch must be directly in line vertically; thet is, the punch,
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the platform, and the center of distal end must sll be in line. This is to insure

iy

that the channel fleke will be removed from the center of the preform. If these

conditions are not met and the punch is not in line vertically and is angled off
slightly to one side or the other, the chennel flake will come off one edge or
the other, depending on which way the punch is angled off center and leave a flake

scar as in Fig 10 when it is removed.

As this is the indirect percussion method, the next step is the striking of

the blow ageinst the punch to remove the channel flake. To strike this blow I

use an elk sntler billet approximstely one foot long aend weighing slightly in excess

of one pound. The blow must be struck directly in line with the punch. The
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megnitude of the blow cannot be said to be any exact amount as the amount of force
needed to remove the chesunel flske varies with the material and the size of the
preform. Probably the best way to ascertain the amount of force necessary is by

experience. In any case the blow must be sufficient to carry the channel flake to

the distal end where it should feather out if all preparation prerequisites
are fulfilled.

Now, assuming you have successfully removed the chennel flake -~ and by no

means is every sttempt & complete success, due mostly to human error -- the preform

is removed from the vise and you are ready to start preparation of the striking

platform for the second channel flakes
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PLATFORM PREPARATION FOR SECOND CHANNEL FLAKE
The second platform is prepared similar to the first except that the basal

projection left from the first flute can be utilized in its preperation. First,

R

the basal edge is moved over until it is in line with the face you are going to

flute and is slightly flesttened as in Fig 1 A,B. The basal projection left from the

first fldte‘éhould still be projecting higher than the rest of the base as it was
higher to begin with. Now the platform is completed as in the first channel flake

preparation, building it eround the basal projection. The extreme edges of the
| “ ’Wfa,;%::,mltz‘: Lrg?
base nesd not be flaked down this time, leaving you wi e-ears characteristic of

the folsom point.rﬁgii rest of the procedure to complete the fluting process is the

B ae
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same as in the first channel flake removal except that after point is removed from

the vise it is retouched;ﬁzge edges are ground about dne-third of the way down from

the base, =nd two flckes are removed from the bilsteral ridges immediately bencath

— s

the basel projection left from the removal of the chennel flake. (Fig 11, arrows.1,2).
The method just described is not necessarily the one used by the maekers of the

"Classic‘Folsom" even though good success has been achieved in replicating this

point by using this method. One drawback to this method may be that the channel

flekes almost always bresk into at least two pieces as they are removed. As I

have never had the opportunity to read any descriptions or see any illustrations on

the chennel flskes from eny of the folsom sites, I do not know if the chennel flakes



which Folsom men removed were broken during the fluting process also. If the

chennel flakes did bresk, then this could possibly be a close facsimile to his

methods If his flakes came off whole, then snother method was probably used ~-

possibly the crutch and vise method which gives 2 better success in not bresking

the channel flakes,
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014 World use of the Micro blades.
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A su@ested method of hafting the Folsom Point, compared to the
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