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THE WADHURST MARKET

The earliest market to appear in the vicinity of Wadhurst was that at Burwash (1252) followed by Wadhurst (1253),
Mayfield (1261), Frant (1296) and in the early fourteenth century Lamberhurst (1314). The right to hold a market
was a valuable asset to the community.

Money could be raised from stallagium, the fee for a plot or stall, and from telonium, a tax on buying and selling.
A charter also gave protection from competition from neighbouring markets and fairs within a certain radius usually
6 miles.

The Wadhurst charter was granted on May 8t 1253 by King Henry Il (1216-72) to Boniface of Savoy, Archbishop
of Canterbury, the Lord of the Manor of Wadhurst. The Charter itself is now kept in the East Sussex Record Office
in Lewes, and is very damaged, however, William Courthope (1807 - 1866),made a manuscript copy and the full
text can now be found on the Wadhurst website.

Not all markets were successful but Courthope records that the Wadhurst market continued in the 19 century on
Tuesdays at two inns, the Greyhound and the Queen’s Head; fairs were held on 29 April and 1 November - when
the inhabitants had the privilege of hunting squirrels.

Turning to the market in more recent times the auctioneer prior to 1909 was Frank Austen (1885- 1908). A
photograph in the Bocking Collection shows him selling cattle but the location of the Market is not clear as it is
surrounded by open fields, but it might be presumed to have been on the site it later occupied, on what is now the
western end of the car park at the rear of the Greyhound. The market was then held fortnightly.

In 1900 a hall known as Market
field. This had formerly been a
Hall was used up until 1922/3 as
superseded when the

Hall was erected on the market
church in Tunbridge Wells. The
the local concert hall then largely
Commemoration Hall was built.

-reported on an outbreak of foot
rand the weekly report from
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f Market recorded that eggs were
;Y‘ rabbits 9d and honey 1/3d.
"@' animal prices, although there
e -8 pigs, sheep and poultry for the
M.l Watson & Sons to this day.
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In January 1939 the Courier
and mouth disease at Barham
Watson & Sons (who were the,
closed in 1982) on the Wadhurst g
an average of 2/-, potatoes 6/-, 3
There is no mention of any Q\
were reported prices for cattle, g38
Heathfield Market also run by ;
These may have been for store o,
allocation,

Wadhurst Market was a dispersal centre during the war and rationing control which applied to most foods meant
that meat was allocated to butchers rather than acquired in the usual manner. [cont. p155]
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Meetings and Events Reports

Saturday, 29 Sep 2008: TRIP TO ST. MARY'S,
BRAMBER [report left over from NL19 - Editor’s failure!]

This season’s excursions ended on a high note as we
boarded the coach outside the Greyhound at midday in
glorious sunshine. In spite of all the gloomy and wet
weather we have experienced this summer, we were
blessed with a beautiful autumn day for our trip to the
historic village of Bramber in West Sussex with its
medieval house called St. Mary’s dating back to the late
14t century.

Back in Norman times Bramber was an important port
which lay on the shoreline of a tidal basin into which the
river Adur flowed. A pilgrims’ hostelry was located by the
bridge which crossed the water separating the port from
the nearby castle. It became known as St. Mary’s from
the chapel which was built on the bridge and in those
days was double in size with grounds running down to a
wharf at the water’s edge. A fire in the 14t century
destroyed much of the building along with the village.
By this time the pilgrim trade had virtually ceased and
the silting up of the river Adur by the 13t century had
caused a new port to be constructed some miles away
at Shoreham. St. Mary’s passed into private hands.

The current building dates to around 1470 and by the
middle of the 20t century had fallen into a dilapidated
state. Used as military accommodation in the Second
World War, it had been rescued from threatened
demolition by a well-meaning lady with limited financial
means. By the time the present owners took over in the
mid 80’s, much of the grounds had been sold off and the
gardens that remained were completely overgrown and
neglected and the house itself very run down.

Seen today, this is hard to believe as this black timbered
house with its weathered stone roof tiles sits in
manicured gardens glowing with colour. One of our
guides was one of the owners, Roger Linton who showed
us around the oldest part of his home like an old friend.
The upstairs rooms once housed dormitories of up to 20
pilgrims. However one is now a sitting room with walls
painted by 16t century travelling painter-stainers
reputedly for a visit by Queen Elizabeth I. Another is an
elegant bedroom historically linked to King Charles II.
The end room now houses a library and museum
dedicated in the main to the works and memorabilia of
the Victorian writer Thomas Hood, the specialist subject
of the other owner Peter Thorogood. Whilst there we
were very privileged to be shown an exquisite ‘hidden’
painting recently commissioned for Peter's birthday.
This was a miniature of St. Mary’s worked on the outer
edges of the gold leaved pages of an original Thomas
Hood edition and only visible when the binding is gently
splayed. Few of us had ever come across such a gem
before!

Downstairs the panelled Entrance Hall leads to the
Monk's Parlour with its log fire and massive ceiling
beam. The wall of the inner hall is clad with 17" century
gilded leather and the drawing room, once the monks’
common room, has Jacobean panelling. The small
Octagonal Dining Room designed by Roger himself with
display shelves lining the walls proved to have a hidden
door which was later opened to give us access to the
Victorian Music Room where a formal tea was laid out.

We had a delightful tour of the gardens surrounding the
house where there was a notable Gingko biloba of
considerable size as well as a magnolia Grande flora still
in bloom. However, we were amazed to be shown a
further four acres or so of ‘secret’ garden a short walk
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away on the other side of the stream bordering the main
garden. The owners were able to buy back the Victorian
partially walled garden, orchard and woodland and with
the help of numerous volunteers are gradually restoring
this lovely area complete with a Rural Museum housed in
the old potting shed and apple store. Much of the
groundwork has now been done and there are some
lovely borders and landscape features but a plan is in
place to excavate a large wildlife pond in the wilder part
as soon as funds permit.

Our visit finished off with a delicious tea. Peter
Thorogood gave us a most interesting talk about how he
and Roger came to live in St. Mary's and their
involvement in the restoration of their home over the
past twenty years. He then entertained us with by
playing Palm Court music on his grand piano whilst we
drank tea and polished off the scones and cakes! All in
all an unusual and memorable visit. PH

Wednesday 12 Nov: Heather Woodward: "“Scotney - a
work of art and nature”. [held over to NL21 - Ed]

Wednesday 10 Dec: Annual General Meeting.

As usual, a good turnout for the AGM, drawn in either by
the lure of Heather and Eric Woodward’s mulled wine or
the entertainment to be offered by the Tonbridge
Mummers and Hoodeners. Business was soon finished
off - in summary, the Society is in good health both for
members and income; the latest book ‘Wadhurst in the
Second World War’ has been well received and is selling
well.  New members were welcomed on to the
committee and attendance at meetings had been high
throughout the year. The only clouds were the growing
reluctance of members to volunteer to write up meetings
and to buy tickets in good times for outings and functions
- hence the decision to cancel the barbecue and not to
arrange any visits in 2009. Research is being pursued
eagerly by the Industry and Agriculture Group: the other
groups are generally making some progress but more
help is needed for Oral History and Development; the
estates and Buildings chairman needs to get started!
After the break for refreshments - thanks to all who
helped here, the Mummers and Hoodeners entertained
and educated us into a fascinating period of our medieval
past: long may they continue to preserve and explore
our folk lore and practice.

Thursday 8 Jan: Geoff Mead: “The Industrial History of
Sussex”.

To make such a large subject fit into an hour's talk, Geoff
llooked at development over time, over geography and
over selected industries. Over time, the earliest site in
Sussex was Cissbury Ring, where flint mining was
certainly active around 3500BC; he argued that this
meant that, by that date, society was sophisticated - and
wealthy enough - to take men off agricultural production
and in to the three phases of industry: primary [flint
mining], secondary [flint knapping to produce axes,
arrowheads etc] and tertiary [distribution and trade]. In
the Roman period, brick and tile manufacture was well
established; by Domesday a 5000 herring tribute
recorded for Brighton required a whole fleet and service
industry. By 1100, glass manufacture was active in West
Sussex; some is in Westminster Abbey. In Tudor times,
iron making occurred extensively across Sussex but died
out by the 1820s, when the leisure industry grew in
importance and relied on coastal traffic, as the roads
were so poor. The railways began in 1841 - Brighton
station opened in 1845 and a new wave of coastal
development began. In the 20%" century, new industries
started up: in Crawley printing, pharmaceuticals and
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other clean technologies; Gatwick became the biggest
employer in the county with a whole range of service
industries supporting the airport.

Geoff then looked at industry across the county. In the
west, extraction of chalk for cement and, from the Lower
Greensand sand for building; into the Weald brickmaking
- Plumpton had 10 brickyards; and in the High Weald the
hop gardens needed poles, twine and creosote.
Concentrating then on fishing, he explored the changes
in practice round the coast from beach fishing at
Normans Bay through deep water with good harbours at
Rye to today with Brighton marina.

Some industries had vanished - copperas collection,
soap manufacture; others showed great innovation - the
1885 Volks electric railway on the Brighton sea front,
Shoreham airport started in 1910 and its pre-Second
World War terminal still in use, and the development of
television in Hastings.

He concluded with a brief look at the industries based in
and around Wadhurst: iron nodule extraction, charcoal,
manufacture of ledger slabs, hop growing and its
supporting activities, building, farming - and now the
retail sector, education and leisure.

Wednesday 11 Feb: Martin Lloyd: “Without Let or
Hindrance - the story of Passports”.

Martin  Lloyd provided an enthralling illustrated
background to our current passports that evolved from
a combination of “"the King's License” and “the letter of
introduction”. Since the Norman Conquest the king's
permission had been needed for someone to be free to
leave the country, in case he owed dues or service, or
might be a potential enemy abroad. Martin traced the
letter of introduction to the Old Testament’s Nehemiah,
but it became commonplace from the 17t Century. A
local dignitary would provide for the traveller a letter of
introduction to someone living abroad, and this acted as
a bona fide when challenged.

In the 19th Century a combination of massively improved
transport, a growing empire, and a developing middle
class saw a huge expansion in passports. At first a single
sheet of paper was used. British passports assumed that
national identity was sufficient in itself, but examples in
Emperor Joseph Il's Austria and Tsar Alexander II's
Russia showed an interest in the second half of the 19t
Century to establish an individual’s identity. Any British
presumptuousness was a little modified by the passport
being, until 1857, in the diplomatic language, French.

Within mainland Europe such passports were required
for regional travel too, enabling authorities to control
movement, or to prevent the arrival of those who were
not wanted, or the departure of those due for military
service. Martin also explained the “request and require”
statement in passports, showing how Louis XIV provided
a letter to one of his mercenaries authorising his return
home to Saxony, and requiring states that were under
French control to let him pass, and requesting those that
were not to do so.

By the outbreak of the First World War the beginnings of
individual descriptors were beginning to appear on the
British passport, including age and profession, and the
single sheet soon became much larger, folded into
sections to allow details, a photograph, and pages for
visas. It was soon to be modified further with the
insertion of "Northern” in front of “Ireland.”

Martin also illustrated how a passport system adjusted

to the turbulence of the 20t Century; the League of

Nations’ “Passport Norsen”, named after its instigator,
[cont. p 156]



THE FIRST INDUSTRIAL REVOLUTION
How Iron was made in the Weald.
Sigi Goolden.

I have written this piece in the hope that it will help understanding of the Weald’s most amazing relic
industrial landscape. When I moved to Wadhurst twenty years ago, 1 was puzzled by references for instance, to
hammer ponds and furnace ponds, also frustrated, because there was no readily available information to find out
what they were. Of course there are books, most notably Wealden Iron, beautifully written and erudite, but perhaps
some people don’t immediately want to spend the time and money. I hope that this article will provide access to a

fascinating subject.

The Weald can legitimately claim the first Industrial
Revolution, 200 years before it happened elsewhere in
the country. In this area were made and exported the
best guns in the world at the time. From the early 16"
century until the period of the Dutch wars a hundred and
fifty years later, the iron guns cast in the Weald were the
dominant weapon in Europe. Raleigh described the
industry as ‘a jewel of great value, far more than it is
accounted by reason that no other country could ever
attain unto it, although they have assayed it with great
charge.’

It is an exciting story of expertise and sheer guts. That
men manufactured from the unpromising raw materials
of clay, iron ore, wood and puny water power, such
technical and complex objects as cannons, was an
amazing achievement. And it wasnt only guns that
were made, but a whole array of other iron implements.
By 1600 the Weald was transformed into one of the
wealthiest districts of England. Men from all walks of life
made fortunes and as is the case with boom industries,
others were financially ruined. The end of the era came
slowly but was expedited by Abraham Darby who began
to use coke at Colebrookdale, Shropshire in 1709; the
future of the iron industry lay with coal, not wood. The
final blow came in 1769 when the Carron Ironworks in
Scotland invented the powerful carronade gun. When
naval gun contracts were placed elsewhere, the time of
the Wealden iron industry, which had lasted for nearly
300 years, was over.

This article will focus on how the industry worked on the
ground. How did a blast furnace operate? What was the
difference between cast iron and wrought iron? What
were furnace and hammer ponds? And it will explain how
the iron industry fitted into an intricate industrial
landscape; how it interacted with the industries of
charcoal, coppicing, mining iron ore and the harnessing
of water power.

HOW IT STARTED

The blast furnace industry was started with the aid of
immigrant iron makers during the early 1500s. They
were mostly from the Pays de Bray, an area in northern
France, which because of economic and labour problems
was losing its workers. What they brought with them
was an industrial innovation: the blast furnace. These
big brick monsters started to dominate the landscape in
the Weald, erupting fire and noise for weeks, sometimes
months. One can only imagine what an impact they must
have had on the inhabitants living nearby. A blast
furnace would have been the centre of intense activity,
especially while it was in blast. New roads carried
charcoal and iron ore to feed the furnace and also
workers who worked shifts. (It is thought that the blast
furnace required the first working of shifts on land,
although of course at sea, watches had been worked for
ages.)

French immigrants arriving in tightly knit Wealden
communities must have had their own impact. There are
no stories of how they were received, but human nature

being what it is, suspicion would have thawed into
cautious friendliness over time.

The immigrant workers found a landscape very much
like the one they had left behind. The same iron ore
bearing stratas underlay the Channel and surface in the
Weald. As anyone who lives in the Weald knows, the
soils consist of thick clay and shaley sand: hard
agricultural land. The Wealdsmen had been wrestling
with their soil for centuries, so finding a way of making
this difficult, isolated landscape pay, was of huge
economic significance. The inhabitants, as the main
labour force for the industry, were a tenacious and
independent lot. Norden noted in his Surveyor's
Dialogue that '‘The people bred among woods are
naturally more stubborn and uncivil than in the
champion countries.’

Fig 1 shows the distribution of ironworks in the Weald.

HOW A BLAST FURNACE OPERATED AND WHAT IT
PRODUCED: CAST IRON.

The blast furnace was 20-28 feet high, the height of a
house, and more than 20 foot square at the bottom. It
was solidly built of sandstone facing inside and out with
a rubble infill, as it had to withstand the immense heat
of smelting.

Furnaces were situated with regard to the local suplies
of charcoal and iron ore. A suitable valley had first to be
located with a stream. Waterpower was one of the main
energy sources; it was used to turn the wheel, which
operated very large (up to 20 foot long) wooden and
leather bellows (the same design used today for small
fireside bellows); these produced the through draught
into the furnace necessary for smelting. The bellows
needed constant maintenance as they were in work
throughout a ‘campaign’ - the length of time the furnace
was in blast, which could take up to several months at a
time. Mr. Fuller the ironmaster at Heathfield furnace
wrote humorously that one of his bellows *had been ill of
an Astma this month,” and later in that year of 1748,
that they ‘both were looking like a ship with Jury Masts
after a storm.’

The furnace would have been a focus for a community.
A  house was needed for the manager and
accommodation for the workers, also a buiiding was
necessary to shelter the water wheel. There were
outhouses for the oxen, used for pulling the ore, and for
the ore and charcoal. Also if there was a small farm
attached, then a barn for livestock would be built.

A complex water system had also to be constructed
involving damming the river valley, using clay mostly, to
build a dam or bay, as it was called. Often the dam
created a large furnace pond 2-3 m deep, which made
waterpower to drive the water wheel, which in turn
drove the bellows, as described above. The water was
carried in a wooden trough to a point above the wheel.
A tail-race was dug to conduct the water from the water
wheel back into the stream, so that it passed close to the
furnace ‘for the convenience of the workers,’ as Herbert
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industrial detritus. The water wheel is on the left of the building. (Wealden Iron Research
Group website).

[Fig 6] An artist's impression of iron ore mining. (Mike Codd. Wealden Iron Research Group website).

How it must have looked — the Bedlam blast furnaces near Coalbrookdale, Shropshire.
Night shifts provided artists with Vesuvius-like explosions of colour.

Coalbrookdale by Night was painted by Philip James de Loutherbourg in 1801.
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[Fig 1] Brandon, P. (2003) The Kent and Sussex Weald. Phillimore.

[Fig 2] Sketch showing the main features of Wealden Blast Furnace.

Herbert (1985) The Fieldwalker's Guide and an Introduction to the Iron
Industries of the Weald.
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[Fig 3] Ellacott (1955) Forge and Foundry.

[Fig 4] Diagram showing the operations carried out at a conversion
forge.

Herbert (1985) The Fieldwalker's Guide and an Introduction to The Iron
Industries of the Weald.




(1985) put it.

Fig 2 is a sketch showing the main features of Wealden
Blast Furnace.

A working blast furnace must have been an awesome
sight; belching and roaring orange explosions of ore in
the depth of a Wealden winter on a frost-laden still night.
One can imagine the dangers; carbon monoxide gas was
a hazard and so the furnace loader had to be wary when
tiping his barrow loads of charcoal or iron down the
charging hole. These he wheeled up a wooden ramp,
which need not have been very steep if the site of the
furnace took advantage of a neighbouring hillside. (The
iron ore was roasted in a nearby pit, before smelting
firstly, to break it up and secondly, to ensure that the
moisture was driven out of it).

The furnace loader had his work cut out. Herbert (1985)
estimates that to make 1 ton of iron in 24 hours, 2 tons
of ore and 2 tons of charcoal were necessary, making a
4 ton load. This necessitated 130 journeys in 24 hours,
which meant 1 journey every 11 minutes.

Put simply, the process of smelting requires iron ore and
charcoal with a through draught, which reaches a
temperature of over 1200 deg C. (This is called indirect
reduction, since the product is not a pure metallic iron,
but an iron-carbon alloy, which requires further
processing to make pure iron, as described below.)

At ground level the molten mass in the furnace interior
was checked by a worker through an observation hole.
When ready, the molten iron was released through the
taping hole and it ran, intensely hot and bright, into
channels made in sand in front of the furnace. These
channels were meticulously prepared; they had to be
baked dry of moisture and be strong enough to hold the
heavy liquid metal whilst being porous enough to allow
the poisonous gases to escape. When cooled, iron bars
called pig iron, were formed. The founders of the time
thought the shape of the moulded iron akin to a sow and
her suckling piglets. As can be seen from Fig 3 there was
one main channel (the sow) and smaller off-shoot
channels (the pigs).

This iron was cast iron, and it can only be shaped by
being poured in its molten form. It was used when
strength was of paramount importance, notably for
cannon, but it was also utilised for many other iron
implements such as firebacks, bells and the grave slabs
that can be seen in Wadhurst church.

The skill that this operation required was extraordinary.
Dealing with molten metals has inherent dangers, not
least that any moisture in the furnace would, and did,
cause huge explosions. Georgius Agricola who wrote De
Re Metallica in the 16% century on mining and metal
work, said ‘If the hearth and forehearth are not
warmed... the furnace is injured and the metals lost: or
if the powder from which both are made is damp in
summer or frozen in winter, they will be cracked and
giving out a sound like thunder they will blow out the
metals and other substances with great peril to the
workmen.’

Casting cannon was the high profile part of the industry
and it was an extremely skilled operation. The molten
iron was run into a clay cast set in the ground, muzzle
up. The pits were up to 14.5 feet deep and 16 feet in
diameter. (Herbert 1985). Bear in mind that this
complex procedure was carried out in primitive
circumstances. A visit to a medieval furnace site gives
one an idea of just how basic things were; the little
stream still exists as does the woodland and its flora,

certainly the mud endures, and one wonders if there is
anybody today who could cast cannon in the same
conditions.

(It is interesting to speculate that the problems of
moving large and heavy loads across the Wealden
landscape, be it cannon or large tree trunks, could in
some part be responsible for the intricate lane system.
Often two or three lanes go to the same place. Cannon
transportation took weeks and in the winter a load could
remain stuck for the whole season, blocking the lane and
thus necessitating another way to be used.)

HOW A CONVERSION FORGE OPERATED AND WHAT IT
PRODUCED: WROUGHT IRON

If there was an order for wrought iron, the pig iron would
be collected, perhaps by ox-cart, and transported to a
conversion forge, often in the next valley. Cast iron
contained too much carbon to be hammered, it was too
brittle, but wrought iron was malleable and two pieces
could be joined together because the carbon had been
burned off. This was done by placing the pig iron or sow,
in a finery hearth, where it was remelted using a hot
blast provided by a pair of water powered bellows. The
melted iron was then droped into a bath of molten siag
which had been brought along from the furnace solid and
then reheated. This was to prevent the iron from re-
absorbing carbon. The iron, now in a semi-molten state,
was stirred and lifted up into the finery hearth again to
be heated several more times to complete the burning
off process. Now the mass of wrought iron was taken to
the tilt hammer, where most of the slag was beaten out.

Once the iron had cooled it was necessary to reheat it in
a chafery hearth, also fanned by a water powered
bellows. A heavy wheel driven hammer now hammered
out any remaining slag by hammering the iron from the
centre outwards. (Nearby residents would not have been
familiar with the term 'noise pollution,” but they would
have empathized with it). Thus the slag ended up in two
knobs at either end of the bar, these knobs were
chiselled off and probably returned to the finery hearth.

The resulting wrought iron was tough, ductile and pliable
and easily worked at the blacksmith’s forge and by local
farriers. Wrought iron could also be heated and worked
into all sorts of decorative shapes. (The V&A has a whole
section of beautifully worked wrought iron, which is well
worth a look).

Fig 4 shows the operations carried out at a conversion
forge.

(If the above is lacking in detail, it is because the working
of a conversion forge is imperfectly understood. Little
was written down and instructions were mostly spoken;
illiteracy being the norm.)

FURNACE AND HAMMER PONDS

The activity of hammering the cast iron, described
above, needed essentially two large hammers driven by
water power. As previously mentioned, water power was
also needed for the blast furnace bellows. Sometimes
separate ponds were used, other times one pond
administered both operations.

The damming of the small Wealden streams to ensure a
head of water, also required admirable expertise. Clay,
another vital ingredient, was used to line the ponds and
also for making bricks. The ponds often covered large
areas. Two or three dams were often made upstream, to
ensure more control over the water levels. Some are still
in water and one can identify them on the Ordinance
Survey maps; triangular ponds one above the other.
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Fig 5 shows a furnace site, giving the scale of the
operation. However, in spite of expert hydrology the
typical Wealden stream dries up or slows to a trickle
during the summer and so most furnaces went into blast
in October after harvest, until May/June. Then most of
the work force probably returned to farming in the
summer. (One reason for the industry’s demise in this
area was the increased competition from areas such as
Wales, where water power was abundant all the year
round.)

HARCOAL

East Sussex is the most wooded county in the UK. Its
clay grows abundant trees and a lot of the woodlands
are ancient, i.e. they have been extant since 1650. Thus
many of the woods that served the iron industry are still
in existence. It's exciting to think that the bluebells, red
campion, foxgloves, wood anemones and other
woodland plants that the iron workers tramped or
marvelled over are still growing in the same woods
today.

Charcoal as one of the principal components of the
industry, was hugely important. It was made out of
coppiced wood, of 5-6cm in diameter. So woods had to
be managed on a rotational basis; each year a stand
would be coppiced or cut down to the stool, or original
trunk. Charcoal burners, who operated in Wealden
woods within living memory, arranged the coppice wood
in clamps; large heaps covered with turf, as can be seen
in the top left of the picture below. The clamps would
smoulder for several days. The resulting charcoal would
then be transported to the furnace. The travelling
distance for charcoal was crucial as it was very friable
and thus liable to crumble over long distance, so a
source of charcoal needed to be close to the furnace. A
large amount of woodland was needed for charcoal
production, it was labour intensive and expensive, so
when coal became viable as an alternative, it was readily
adopted.

NG IR E

Iron ore was referred to as mine in old documents. Iron
ore nodules are mostly found at the bottom of the
Wadhurst Clay, which is the middle of a ‘sandwich:’
Tunbridge Wells Sand on the top, then the Wadhurst
Clay, and at the bottom, the Ashdown Beds. The
different soil layers were given colloquial names by the
miners, which varied from place to place. A list of the
Ashburnham furnace beds beginning with No. 1
uppermost, is as follows:

1 Twelve Foots 2 Greys
: 3 Foxes 4 Greys
5 Hazards 6 Bulls
7 Cheveliers 8 White bands
9 Pitty 10 Colours

(Cleere, Crossley 1995),
See Fig 6 for an artist’s impression of iron ore mining.

The first blast furnace was built on the Ashdown Forest
at Newbridge in 1496. The remains are still there and
you can walk down to the stream and imagine what it
must have been like. Other furnaces followed.

It is fairly certain that the first cast iron gun was made
in Buxted in Sussex in 1543, (before this, cannons were
mostly made of bronze; they were safer, more reliable
and looked beautiful compared with iron, but they were
more expensive).

ECONOMICS OF THE WEALDEN IRON INDUSTRY

The introduction of the blast furnace into England
towards the end of the 15" century attracted fixed

capital investment. The blast furnace with its ancillary
water mills, bellows and dammed water systems,
involved big financial commitments, especially if linked
to the additional works of a conversion forge, turning
cast iron into wrought iron. This scale of capital outlay
was open to few but the big landowners on whose land
occurred the requisite iron-are, waterpower and wood for
making charcoal. However there were small-scale
investments too, especially in the early days. Small basic
blast furnaces were set up, financed by friends, partners,
religious societies and relations; little privately owned
forges bought in pig iron from neighbouring furnaces.
(Coleman 1975).

CONCLUSION

The only sign of all the activity and prosperity to be seen
today are vague signs of iron workings to be found in so
many Sussex woodlands, the furnace ponds with pits
overgrown with brambles, the fine manor houses built by
rich ironmasters and the continuance of so many place
names connected with the industry. Our villages and
lanes are redolent of a medieval industry which has long
since become silent, but which lives on in names, such
as Forge Cottage, Hammer Farm, Furnace Lane. Had the
first industrial revolution not happened in the Weald, we
would live today on a landscape which would be the
poorer.

NB: Before the advent of the blast furnace, the method
of iron production was different - the bloomery process.
Bloomery iron-smelting furnaces were much smaller
than blast furnaces. The Romans when they invaded
found an iron industry and actively increased it. But that
is another story.
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By spring 1940 prices at Wadhurst reported by the paper were eggs 2/7d specials and 2/4d standard; rabbits were
1/6d, showing perhaps a considerable wartime inflation. One local farmer has described the area as mainly suitable
for grazing and with particular areas suitable for hop farming, a major part of the local agricultural economy prior
to 1939.

Bruce Bowman, who still farms in Tunbridge Wells, and who farmed Whitegates Farm in the 1950s has spoken of his
transformation of that farm from hop growing to mixed farming, after which he was regularly sending animals to
market in Wadhurst.

Both Jim Overy, who comes from a family who farmed in Paddock Wood, and who farmed Little Pell Farm Wadhurst
from 1966 until recently, and Richard Froggatt who first came to Wadhurst in 1953, and also farmed in the area until
recently, speak of the importance of the Market as a meeting, as well as a trading place for local farmers. They both
recall sending sheep to market on a regular basis and some cattle.

Jim Overy used the market for the sale of fat lambs and aimed, he says, to sell about six per week. He recalls the
market as about one half acre in size, covered, and located at the west end of the present car park with access
between Jackie Martell’s shop and the chemists in the High Street. The market was held every Monday except for
Bank holidays and Jim estimates that on average he attended about 30 times a year. There were usually 10-12
butchers in attendance and 1 or 2 wholesalers with perhaps 20 or more local farmers selling, he recalls, only cattle
sheep and pigs. Estimates put sales at about 16-20 cattle, 50-150 sheep and 12-15 pigs sold on average, although
at times higher figures were seen. The cattle were sold in the auction ring individually; all animals were sold by
conventional auction with reserve. The sheep were sold in the pens and the buyer would bid for all of the sheep in
the pen. In the spring orphan lambs and, infrequently, goats were sold. Very occasionally cattle and sheep would
be driven through the village to the market.

Prior to 1975 butchers maintained their own slaughterhouses; new regulations made the cost of doing so very much
greater, which eventually led to most animals being sent to the slaughterhouses in Heathfield and elsewhere. Some
local farmers sold direct to the slaughterhouse in Lamberhurst.

The auctioneers had an additional task of grading and certification of animals for subsidy purposes, and were also
consulted by farmers for the annual stock taking valuation for taxation.

The importance of the annual Christmas Market and Show to both farmers and local butchers (who liked to include
prize tickets in their Christmas Display) was considerable. The Christmas Market, usually held on the first
Wednesday in December, and keenly anticipated and competed for, was organized by a committee of local farmers
and sponsored by the auctioneers. The friendly rivalry between producers is evident in the preservation of Prize
Tickets awarded. A luncheon was organized in the afternoon for the parties attending, usually in the
Commemoration Hall.

waSHURS}
WEEKLY CATTLE MARKET
UYESTOCK CERTRICATION CEATRE

In 1961 a Bocking collection photograph shows the old Market Hall and a sign advertising a "Weekly Cattle Market
and Livestock Certification Centre run by E. Watson & Sons Auctioneers of Wadhurst & Heathfield".

Towards the end of the life of the market in the mid 1970s the question of access by lorries became a major problem.

The very restricted approach via a narrow passageway meant that lorries would have to unload in the High Street

and interfere with traffic and as vehicles increased in size so did the problem. Negotiations by the auctioneers to

gain permission for alternative access were unsuccessful and as a result, the market closed on August 237 1982.
——— h. - ==

The new barn for the market was erected early in 1961. This was demolished together with the Market hall by the
great storm of October 1987. Alan Goddard
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