INTRODUCTION TO WOODTURNING

Brian Clifford



© Brian Clifford Introduction To Woodturning - Contents page i

INTRODUCTION TO WOODTURNING
Contents at a glance

Introduction and copyright notice

Part One: Some general aspects
Chapter 1: Learning to turn

Chapter 2: The workshop and equipment
Chapter 3: The tools

Chapter 4: Sharpening tools

Chapter 5: Safety
Part Two: Some Important theoretical points

Chapter 6: Making the cut

Chapter 7: The effect of grain and other factors on the cut

Part Three: Spindle turning
Chapter 8: Introduction to spindle turning
Chapter 9: Setting up for practice
Chapter 10: Roughing down

Chapter 11: The planing cut

Chapter 12: The ‘V’ cut

Chapter 13: Cutting a bead

Chapter 14: Cutting a cove

Chapter 15: Spindle turning -the final cuts



© Brian Clifford Introduction To Woodturning - Contents page ii

Contents in detail

Introduction and copyright notice

Part One: Some general aspects

Chapter 1: Learning to turn
1.1 The art of woodturning

1.2 The learning curve

1.3 Developing skills

1.4 The basic principles

1.5 The pleasure of woodturning

Chapter 2: The workshop and equipment
2.1 The workshop

2.2 Moving equipment

2.3 A separate workshop

2.4 The electricity supply

2.5 The equipment

Chapter 3: The tools

3.1 Introduction

3.2 Scrapers

3.3 Chisels

3.4 Parting tools

3.5 Bowl gouges

3.6 Spindle gouges

3.7 Roughing-out gouges

3.8 Inter-changeability of gouges
3.9 The different types of steel
3.10 The form of the bevel
3.11 The minimum kit of tools

Chapter 4: Sharpening tools
4.1 The grinder

4.2 The type of wheel

4.3 Dressing the wheel

4.4 Using the grinder

4.5 Overheating the tool

4.6 To hone or not to hone

4.7 Safety

Chapter 5: Safety

5.1 Introduction

5.2 Clothing

5.3 Hair

54 Eyes

5.5 Wood dust and toxicity
5.6 Noise

5.7 Physical fitness

5.8 Guards

5.9 Turning speeds



© Brian Clifford Introduction To Woodturning - Contents page iii

5.10 Checking the work-piece
5.11 Adjustment of the tool rest
5.12 Polishing

5.13 Precautions against a dig-in
5.14 Use of the correct tools
5.15 The use of other machinery
5.16 A clear floor space

5.17 Fire

5.18 Conclusion

Part Two: Some important theoretical points

Chapter 6: Making the cut

6.1 General introduction

6.2The correct stance

6.3 The grip

6.4 Controlling the cut

6.5 Problems caused by a badly sharpened tool
6.6 The concept of the rubbing bevel

Chapter 7: Grain and other factors relating to the cut
7.1 Introduction

7.2 The concept of grain

7.3 Cutting along the grain

7.4 Cutting end grain

7.5 Cutting across the grain

7.6: The way the work is held on the lathe and the terminology
7.7 The implications of rotation

7.8 The slicing cut

Part Three: Spindle turning

Chapter 8: Introduction to spindle turning
8.1 The basic cuts

8.2 Roughing down

8.3 The planing cut

8.4 The “V’ cut

8.5 The bead

8.6 The cove

8.7 Blending beads and coves
8.8 Squaring the end

8.9 Rounding the end

8.10 The pummel

Chapter 9: Setting up for practice
9.1 The blank

9.2 Mounting the blank

9.3 The rest

9.4 Turning speeds

Chapter 10: Roughing down
10.1 Setting up
10.2 Preliminary exercise



© Brian Clifford Introduction To Woodturning - Contents page iv

10.3 Making the cut

10.4 Repeating the cut

10.5 The sequence of operations
10.6 The direction of the cut

Chapter 11: The planing cut
11.1 Introduction

11.2 The chisel

11.3 The attitude of the chisel
11.4 The cutting point

11.5 Preliminary exercises

11.6 Trying out the cut

11.7 Possible problems

11.8 Spiral ribbing

Chapter 12: The *V’ cut

12.1 Introduction

12.2 The swing cut

12.3 Points to note

12.4 Summary of points to watch

12.5 The push method

12.6 A comparison of the swing and push cuts
12.7 Problems and accidents

Chapter 13:Cutting a bead
13.1 Which tool?

13.2 The nature of the cut

13.3 The procedure

13.4 The bevel must rub

13.5 The first cut

13.6 Forming the bead

13.7 The tool must slide along the rest
13.8 The problems to be faced
13.9 Using a spindle gouge
13.10 Try, and try again

Chapter 14: Cutting a cove

14.1 Preparation

14.2 The tool

14.3 The shape of the cove

14.4 Marking the size of the cove

14.5 The first stage in making the cut

14.6 The second stage in making the cove

14.7 Preparation for stage two

14.8 Beginning stage two

14.9 Practising the cut with the lathe switched off
14.10 Some further considerations

14.11 Discontinuous cuts

14.12 Cutting with the leading edge of the tool
14.13 Cutting the wood in the centre of the cove



© Brian Clifford Introduction To Woodturning - Contents page v

Chapter 15: Spindle turning -the final cuts
15.1 Introduction

15.2 Forming a pummel

15.3 Forming a pummel - method 1

15.4 Forming a pummel - method 2

18.5 Creating the waste

15.6 Rounding the end

15.7 Squaring the end - the conventional cut

15.8 Squaring the end - the Raffan cut

15.9 The parting cut



© Brian Clifford Introduction to Woodturning

Introduction and copyright notice

Intreduction

This e-book can be read on screen but it will probably be easier to use if it is
printed out. It can then be stored in a four-ring, or similar, binder and accessed
in the workshop, or elsewhere, at the reader’s convenience.

Unauthorised use of this document

In January 2008 my attention was drawn to the fact that this e-book was being
sold as a download on eBay. This was done without my consent and I took ac-
tion to have the listing removed. I wish to make it clear that I have not author-
ised anyone to use my pages except as set out in the copyright notice below.
This document and all of the other material on my website is provided free of
charge.

The website can be found at www.turningtools.co.uk. More information on
woodturning and related matters can be found there.

If any reader should come across misuse of my material I will be very grateful if
they will tell me about it. My email address is mail@turningtools.co.uk.
Copyright notice

Visitors are invited to reproduce pages from this pdf or my website, in part or in
full, subject to the following conditions:

1. The information is not used for commercial purposes or as an aid to promot-
ing commercial activities.

2. No changes are made to the text or images.

3. Both, the ownership of the copyright and the source (ie Brian Clifford at
www.turningtools.co.uk) are clearly acknowledged.
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Part One

Some General Aspects
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Chapter 1: Learning to turn

1.1 The art of woodturning

Woodturning is an art not a science. Each skilled practitioner has his own
particular way of doing things. The reason for this is that wood unlike, say, metal or
plastic, is not an homogeneous substance. No two pieces of wood are identical even
when cut from adjacent positions in the tree. In contrast, consider a piece of steel to
be used in a motor car. Numerous metallurgists, and other specialists, will have been
employed in the production and testing of the steel, to ensure that it has the required
characteristics, and that these will be consistent from one batch of material to
another. This means that properties such as its granular structure, its hardness, its
elasticity and its tensile strength will be the same for every sample.

Wood is not at all like that. Adjacent pieces will exhibit differences in such
features as fibre structure, grain pattern, hardness and elasticity. As each unique
work piece spins on the lathe and is traversed by the tool the turner has to make subtle
adjustments to his technique as he is presented with a stream of changing
information. To add to the choices which have to be made a variety of tools can be
used to achieve the same basic forms and these tools can be ground to a variety of
shapes and bevel angles. Even the lathes that turners use can affect their style. As
turners develop their skills so they find their own solutions to the problems they
encounter, and blend together the various tools and techniques they have at their
disposal in their own unique ways.

One unfortunate result of the development of individual styles is that beginners
can be confused by an apparent conflict in instructions in teaching manuals, methods
used in demonstrations, and even in techniques shown in woodturning videos. The
beginner should not be upset by this. Underlying this variety there are certain
principles which are followed by all successful turners and which enable the novice
to experiment and to explore different techniques with confidence and without
danger. These principles and the way they can be applied to different situations and
different tools are set out in the following chapters.

However, because there are a variety of ways to tackle problems, I, like
everybody else, have my favourite way of doing things. As a consequence the views
I will be putting forward may differ from those of other instructors. They are an
amalgam of the things I have found to work for me and my own particular attitude
to woodturning.

Because of such differences in views there is a principle which I think is very
important: one should not make statements in a book of this kind, particularly if they
are controversial, without explaining the reasons for them, The reader (or listener)
should always treat unsupported assertions with suspicion.

1.2 The learning curve

Turning requires manual dexterity, visual judgement and the co-ordination of
hand and eye. In this respect it is similar to games like tennis. Such activities require
the development of what psychologists term ‘motor skills’. The learning and
development of these skills require relatively long periods of practice.

It has been said that it can take seven years, working full-time, for a turner with
aptitude to reach the peak of his abilities and become fully skilled. But again this
should not deter the beginner. What does ‘fully skilled’ mean? It means that the
turner can perform all the operations with speed and accuracy. At the top level, for a
professional needing to earn a living, speed is an important ingredient in skill.

This can be illustrated by the so called ‘learning curve’ which may be familiar to
the reader. The general shape of the learning curve is illustrated in Diagram 1.1.
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Level of skill

Time spent turning

Diagram 1.1 The learning curve

It can be seen from this that typically, with continual practice, the individual goes
through a period of steady improvement. Then after some time the rate of
improvement begins to level off and eventually there comes a time when very little
further improvement takes place. In reality it is found that some individuals have
more innate ability than others. Generally, too, where motor skills are involved, it is
best to start young. Usually, those who have an early start eventually reach higher
levels of skill than older people. But older people should not despair: on their way
through life they may well have acquired skills which will be of assistance to their
endeavour in the woodturning field.

A
B
o

Level of skill

Time spent turning

Diagram 1.2 Different learning curves

Because of the differences between individuals, their innate ability, their age, or
their previous useful experience, each turner will have his own distinctive learning
curve. Some possible, contrasting, curves are shown in Diagram 1.2. Individual C is
a very slow learner but he improves little by little. Individual B is a quick learner and
reaches his full capacity earlier than individuals A or C. But, although A is a slowish
learner, he eventually becomes more skilled than B.

1.3 Developing skills

In the case of woodturning there is a bit more to it than motor skills because, with
the right attitude of mind, it is within the power of the individual to alter the shape
of the learning curve. The key to skill is attitude. What does this mean? To begin with
it means developing an understanding of the correct basic techniques. If the turner
does not get the basics right then, however much he practises, he will not improve.
In contrast he may develop a lot of bad practices which will be difficult to eradicate.

It is necessary to have a strong desire to learn and progress but at the same time
one must have patience. It is no use the turner trying to make things which are way
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beyond his level ability, particularly in the early stages. On the other hand it is
necessary for him to stretch himself with projects of steadily increasing difficulty. It
may be a good idea for the learner to set himself a series of achievable goals.

Nevertheless, it has to be recognised that the hobby turner with only limited time
at his disposal is in a different position to the aspiring professional. Learning to turn
is like learning to play a musical instrument (although turning is far less difficult).
Regular short periods of practice are preferable to periods of intensive effort with
big gaps between them. Having said that it must be acknowledged that the hobbyist
will have to fit his turning into the free time he has available and do the best he can.
Life is full of compromises, and this is one of them.

In developing skills and working out the best way to progress it will be
necessary to experiment with the various cuts, tools and techniques. In order to avoid
dangerous practices, some caution is required in doing this, but experimentation is
a very necessary part of the learning process. However, in the early stages the
instructions given in the following chapters should be followed with care.

‘Whatever his circumstances, and however much time he has available, when the
aspiring turner is practising he must keep thinking about what he is doing and asking
himself questions. When things go wrong he must ask himself: why? What
happened? What can I do to try to ensure it does not happen again? It also helps if
the turner can recognise when things are going right, so that he will know what
things he can do, as well as those he cannot.

Good turning entails careful observation involving the three main senses: sight,
sound, and touch. The eyes are the primary source of information. Obviously, it is
necessary to look to see what one is doing, but one should also be watching for the
results. What is happening to the shape: is it smooth or is it ridged? Will I be able to
blend it into the profile I want? Are the fibres tearing? What else can I see?

Sound provides further important information so it is necessary to keep one’s
ears open. For example, when a cut is being made correctly there will be a variety
of sounds but underneath these it should be possible to hear a relatively quiet, but
clearly distinguishable, hiss which is made by the fibres being cut cleanly. The other
sounds carry information as well. When I am teaching more than one person at a
time I can often tell when someone is having trouble from the sound alone.

Yet more vital information is being transmitted back to the turner through the
tool. The turner should try to develop as much sensitivity in the hands as he can,
holding the tool as lightly as possible. Even where a firmer grip is required the turner
can still feel what is happening as well as see or hear.

In many cases where a cut is not going correctly all three senses will be telling
the turner that something is wrong. In other cases just one will be enough. For
example, when a hidden split, or other defect, in the wood is encountered there is
often a quiet click which warns the turner to stop the lathe to have a look.

In summary, therefore, it can be said that these three senses are providing the
turner with a stream of information which has to be continually interpreted. Much
of the time, it is to be hoped, the signal will be that all is well, but the turner must be
vigilant. By applying himself diligently to the task, developing a sensitivity to the
stream of information, continually analysing his actions and their results, and
practising as regularly as possible the turner can learn more quickly and will
eventually reach a higher level of skill.

1.4 The basic principles
It must be noted, however, that although skill can only be acquired by practice,
by “making shavings” as the saying goes, it is futile practising unless the basic
principles are being applied. The basic principles are comprised of four main
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elements:
e The choice of the correct tools

The use of properly sharpened tools
A good stance

e The use of correct cutting techniques

Consideration must also be given to safety. Safe working habits should become
habitual and are as much part of basic principles as the four points covered above.
Unsafe practices may not prevent good turning but they may cut short a turner’s
career.

Much of this book is devoted to these basic principles. However, before he can
practise the basic principles the prospective turner must provide himself with a
certain amount of equipment. At the very minimum this will be a lathe, a grinding
machine and a set of tools. He will also need somewhere to keep it and somewhere
to work; usually, of course, these are the same place, namely the workshop. The
question of a workshop and equipment is discussed in the next chapter and tools in
the one after that.

1.5 The pleasure of woodturning
Some of the comments made above may make learning to turn seem daunting
but it is not intended to put people off. Anyone, from nine to ninety, male or female,
with a modicum of manual dexterity, can learn to turn successfully. Given a
reasonable degree of application it will only take most beginners a few hours of
practice to learn to make simple but attractive objects which provide immense
satisfaction. Many of these objects only take an hour or so to make.

The great pleasure which can be derived from wood turning stems from two
things. One is that, whilst very satisfying results can be obtained with relatively little
experience, learning and improvement can go on for the rest of a lifetime. The other
source of pleasure is that hand turning brings the maker into a very close and intimate
relationship with his material. Turners get to know wood as few other people can.
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Chapter 2: The workshop and equipment

2.1 The workshop

The first thing anybody taking up woodturning must contemplate is where they
are going to put their lathe and other equipment. This obviously depends on the size
and amount of the equipment and the working space required. But there are other
considerations. The three most important are questions of noise, dust and security.

I have heard of turning being carried out in locations as diverse as a flat, an attic
and a greenhouse. To some extent, therefore, the location of the workshop depends
on the ingenuity and determination of the turner. However, in the discussion which
follows I am going to assume that the workshop will be somewhere outside the house
(or domestic area).

Woodturning itself, that is to say work on the lathe, is not very noisy, but some
of the activities which are associated with it can be a cause of nuisance, How much
noise can be tolerated by the family and the neighbours depends partly on their life
styles and characters and partly on the amount of noise coming from the general
environment. The attitude to noise of people living under the flight path of Heathrow
or near a busy motorway will be different to that of those living in a quiet close on
the outskirts of town. I know from experience that noise, or other people’s perception
of noise, can cause problems and needs to be considered.

Woodturning causes a good deal of mess. Not dirty dirt but lots of dust and small
shavings. This can be reduced by the use of a dust extractor but cannot, by any
means, be eliminated. This may cause problems if the woodturning is to share
workshop space with some other activity.

It should be mentioned in passing that shavings refuse to be confined to the
workshop; even when protective clothing is worn they find their way into pockets,
shoes, underclothing and all sorts of unlikely places, and are subsequently deposited
all over the house. The only way I have found to deal with this menace is to keep a
rechargeable handheld vacuum cleaner in a convenient place with which to pick up
the offending particles. Nevertheless, unless one has a tolerant partner, the
emergence of errant shavings can easily be a source of conflict. I admit I find them
a nuisance myself, but this nuisance is a small price to pay for the pleasure of turning.

It is difficult to say what is the minimum size for a workshop. In some cases it
depends on whether the space is to be shared with another activity or whether some
ancillary equipment can be located elsewhere. At the minimum the working space
must house a lathe and a grinder and provide the turner with sufficient room to
manipulate the tools. As there are some very small lathes on the market a bench
space, of say, 3ft by 1ft might be sufficient. This would, however, limit the turner to
very small work. So, as with many other activities, the furner’s requirements in
respect to space and equipment depends on his aspirations and his resources. The
result is likely to be some sort of compromise. There are two basic ways of looking
at this problem. The turner could look at the work space available and ask: “what can
I get into here?” Or he could decide what equipment he would like and then ask:
“how much space do I need and how am I going to find it?” The most likely
approach, however, is some combination of these. In practice many aspiring turners
see the garage as the obvious place to use; but this space may also have to be share
with the family car, the garden tools, the lawn mower and, possibly, some other large
item such as a freezer
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2.2 Moving equipment
The use of the garage has one advantage over other places in that cars are
designed to be moved. So, even if the car is not permanently banished from the
garage, it can be moved outside whilst turning is in progress. However, when the car
is in the garage the space for storing equipment may be very limited. As a
consequence it may be necessary to move equipment back and forth from a storage
position to a working position. If this is not to deter its use it needs to be done as

easily as possible.

The means of achieving this may be applicable to other restricted working spaces
so some ideas are set out in this paragraph. The most obvious way of making items
easier to move is to put them on wheels. Industrial castors, which can be obtained
from the larger DIY stores, are ideal. If the item is not too heavy it might be enough
to put a pair of castors under one end only. In the case of a lathe this would be under
the headstock end which is always the heaviest. However, lathes in particular, need
to be mounted so that they are free of vibration, and castors may cause a problem in
this respect.

The answer to this problem is to have some means of lifting the whole assembly
off the ground and inserting something solid, such as block of timber, under the
bench so that the castors are clear of the ground. A lever could be used to lift the end
of the assembly whilst a block is inserted, but one person might find this difficult on
his own. An alternative would be to use a car jack. A neat idea would be to have a
jack permanently attached to the bench so that it could be wound up and down
quickly and easily.

2.3 A separate workshop

Many turners, like myself, start off in the garage and then aspire to a space
which can be dedicated to turning. Others may decide to start as they mean to carry
on and set up a separate workshop from the outset. Not many are fortunate enough
to be able to have a brick (or similar solid structure) to house their precious
equipment. But some can afford a wooden shed. As a place to work in this is fine,
particularly if it is well insulated. I use one myself.

There are, however, two possible problems with a timber building: fire risk and
security. Some insurers will not consider such buildings for these reasons. If care is
taken the fire risk should not be very terrible, but security is another matter. It is very
difficult to make the typical shed secure against a determined thief. Having said that
my only experience of theft happened when thieves broke into a workshop which
was in a brick building with a strong door secured with a heavy padlock. The thieves
cut the lock off with bolt cutters. This workshop was in 2 museum and was open to
the public in the daytime but was deserted at night - the worst possible situation.
They took all my powered hand-tools: hundreds of pounds worth of drills, saws, a
router, and similar items. But they took no turning tools, and no big items such as
lathes or a dust extractor. It is possible the thieves might have come back for more
but I immediately vacated this workshop.

What conclusions can one draw from this? One, is that security is affected by the
environment. Another, possibly, is that turning tools are relatively unattractive to
thieves because they are difficult to dispose of. In addition, the large pieces of
equipment will be left alone by the casual thief but will not always be safe.

I learned three important things from my experience. One is to keep the existence
of the workshop known to as few people as possible. Another is to keep the more
expensive hand tools out of the workshop in a more secure place. In case all
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precautions prove futile it is advisable to take out insurance. The Association of
Woodturners of Great Britain (AWGB) run an excellent scheme in conjunction with
insurance brokers which provides the relevant cover at very competitive rates.
Membership of the Association is worth the money for this alone.

2.4 The electricity supply

Whatever space is used for the workshop it will be necessary to ensure that the
electricity supply is safe and adequate. Ideally, a qualified electrician should be
consulted. In any event there are two suggestions I would make. Try to run all the
equipment through one double pole switch of the required amperage. On leaving the
workshop at the end of a session this can be switched off, so making sure that every
piece of equipment is isolated from the mains supply. Many workshops have a
concrete floor which can be a source of danger from electric shock - this danger can
be reduced by fitting an earth trip.

Lighting is another thing which needs to be considered. Fluorescent tubes are
good for general lighting but many turners prefer tungsten lights over the lathe.
Stroboscopic effects can often be a nuisance (or even dangerous} when turning -
tungsten light is better in this respect. It also provides lighting which is less flat than
that from fluorescent tubes. Shadows help turners to see what is happening on the
surface of their work and to spot defects.

2.5 The equipment

The most obvious picce of equipment required for the prospective turner is of
course a lathe. There is a variety of lathes on the market today. With lathes, as with
many other things, you get what you pay for, but even the cheapest lathe may
represent a considerable outlay for the person with only limited funds to spend on a
hobby. Unfortunately, expenditure does not stop at the lathe. Two other things are
essential: a basic set of tools (see Chapter 3) and a grinder (see Chapter 4). Once the
beginner has learned the basic techniques, and gained some confidence, a number of
other purchases will begin to beckon. These will include a scroll chuck, a bench drill,
and sundry small items such as callipers, and a dressing stone for the grinding
wheels.

Other things which may appear on the wish list will be a Jacobs’ chuck, a
band-saw and a long-hole boring kit. And, of course, some suitable wood will be
required. I mention these things because they add considerably to the expense. The
prospective turner is liable to fail to take this into consideration. It needs to be borne
in mind. Some points can be made about the choice of some of these items. First and
foremost: the lathe. Rule number one is to buy the biggest lathe one can afford:
whilst the smallest items can be turned on a big lathe, large items cannot be turned
on a small lathe. If a suitable second-hand lathe can be found so much the better. A
lathe is a pretty basic piece of machinery; as long as the bearings are in good
condition, and the tailstock aligns properly with the headstock, there is not much
more to worry about. If it later becomes necessary to sell the lathe, either because it
is not used or the owner wishes to upgrade to a better one, then very little money
should be lost.

Bowl turning will require a larger lathe than spindle turning. It also needs to be
borne in mind that bowl turning is difficult over the bed of the lathe (particularly for
a lefi-handed person) and that the maximum size of the bowl that can be turned is
determined by the distance between the drive centre and the bed bars. For bowl
turning the lathe will ideally have an outboard turning facility or a swing head.
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Outboard turning arrangements require an extension of the drive shaft on
the lefi-hand side of the headstock so that the turner can work on that side.
This has two disadvantages: (1) a considerable amount of space is required
to the left of the lathe; and (2) when viewed from the left-hand side the head
will be seen to be rotating clockwise. The latter point means that the shaft on
the outboard side, and face plates and chucks to be used on it, have a reverse
thread. This leads to additional expense. Because of the disadvantages of the
arrangements for outboard turning the swing head has become more popular
and most new lathes of any size have this facility.

Other considerations when buying a lathe are the choice between fixed
speeds or variable speeds, as well as the speed range. An important aspect
for the turner who wishes to turn large bowls is the availability of a low
speed. The most expensive option, but the best, is the electronic variable
speed, as long as it provides sufficient torque at the bottom end of the range.
Otherwise (given the availability of similar speeds at the low end) there is
probably not a lot to choose between 5 or more speeds on a pulley system
and a mechanical variable speed system. There is another proviso, that the
speeds on a fixed pulley system should be easy to change.

The cheaper lathes have only 3 speeds on a fixed pulley system. This has
its limitation in terms of control over the work but nevertheless many turners
manage with it quite adequately. It does help if the 3 speeds provided cover
a suitable range. The first lathe I bought had only three speeds: 750, 1500,
and 3000 rpm. In my view this was a very poor selection particularly as this
lathe had a generous 9in swing. Given just three speeds a much better
selection would have been something like 500 (or lower if possible), 1250
and 2000 rpm.

Often, the problem is that the lowest speed is determined by limitations
on the sizes of the smallest and largest pulleys. The smallest pulley must be
large enough to fit on the motor shaft and the largest must fit inside the
headstock casing. It should be remembered that most motors for lathes run
at 1500 rpm. As a consequence the choice of the lowest speed is determined
by the size of the largest pulley which will fit into the headstock.

Factors such as the length of the bed and the power of the motor depend
on the type of turning which will be undertaken. Without knowing about this
it is difficult to generalise.

A check list of points to consider when buying a lathe is provided on the
following page
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CHOOSING A LATHE

Purchasing
A. New or second-hand
1. Second-hand
i. Well worth considering -it will depreciate slower than a new one
ii. Check condition
a. Alignment of headstock and tailstock
b. State of bearings
2. New
i. You tend to get what you pay for but some better value than others - shop around
Design and Construction
B. Weight
C. Rigidity
D. Strength of bearings
E. Distance between bearings in headstock
F. Power of motor
G. Is there a Morse taper in the headstock?
H. Diameter of swing
I. Length of bed
L. Has it a fixed head only?
M. Arrangements for bowl turning
1. Qutboard
i. Direction of revolution
ii. Right-hand thread
2. Rotating headstock
3. Space requirements are different for 1 & 2 above
4, Additional cost of attachments for bowl turning
Speeds
1. Number (five is best, if speed is not continuously variable)
2. Speed range
3. Ease of changing speeds
N. Ease of adjustment to rest and tailstock
O. Portability (if important)
P. Spares and ancillary equipment
1. Availability
2. Nose spindle thread
Q. The final choice will be a compromise depending on:
1. Available funds
2. Working space
3. General requirements
4. Except for people doing miniature work a big lathe is preferable to a small lathe - small

items (eg lace bobbins) can be turned on a big lathe - big items cannot be turned on a
small lathe

R. No lathe is perfect!
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Chapter 3: The tools

3.1 Introduction

The nmpge of woodtorning tools on the: meriet today 18 cnoooous. Ashley [ea,
for example, produce 350 differsnt woodtuming tocls. Theae are all standard fools
mads in a range of sizes in carbon stesl or high speed steel. In addition a nomber of
mamufacturers are making some highty specialised (and very expensive)} tools, such
as the Stewart System. Mozt beginners, however, will only be abls to afford a limited
nomber of standard tools so they will have to make some careful choices. My
suggestions for the minimam basic set of tools is given at the end of this chapter.

But, before coming to the choice of tools the beginner nesds to understand dhe
functiona of the different typea and the reasons for some relatively sabtle differences
in shape and form. The difference between carbon steel and high speed steel also
needs to be umderstood.

‘When I stexted tuming at the beginning of the eighties only carbon steel tools
were available, but since then high speed steel turning tools have become ubiquitons.
High speed steel, which is harder than carbon stecl, was originally developed to
enable higher cutting speeds to be used when machining metal, Becanse of thia high
speed steel tools retain their edge longer on wood. Nevertheless, each type of steel
has its advantages and disadvantages. Theae are discussed later in thiz chapter.

There are three principal types of tool: scrapers, chisels, and gouges, Gouges can
be subdivided imto three firther types: bowl gouges, spindle gouges, and roughing
out gouges, Chisely and gouges are uyually deseribed ay cutting tools, becime they
are designed to sever mther than break, or tear, the wood Gbres. In contraat sempers
are often parceived an crude tonls which simply tear out 8 shaving. However, when
employed with care, and the comrect techmique, scrapers can be veed to sever the
fibres and leave a good fimish. It must be pointed out, too, that chisels can, on
occagion, be used for scraping,

Diagram 3.1 Attlinde of scraper in mse

However, there i8 a clear distinetion which can be made between chisels and
gouges, on the one hand, and scrapers, on the other, This congems the aftitude in
which they are used. When amploved in the cutting mode chizels and gouges are
used with the bevel nibbing and the wood moving onto the edge of the tool (ses lso
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Chapder 6). In contrast scrapers must never be used with the bevel robbing and the
edge must be trailing. Except in very apecial cireumatances this meens that o seraper
maunst be used with the tool pointing downwards. (See Diagram 3.1) If a chisel is used
for seraping it must also be held pointing downwards.

These distinctions will become clearer when the ways the tools are used are
described in the chapters which follow. The description of the shapes of the tools will
also help to clarify matters.

3.2 Scrapers

Scrapers sre mostly made from rectmgular bar and are usually groumd with &
large bevel engle. The size of the bevel mgle is not cxitical, however, md some
turners may meke it relatively small. Like a chiael, the cutting edge of a acrapex can
be skewed, but it cem also be a veriety of other shapes. Some of the most commmim,
which & begimer may wish t use, are shown in Diagram 3.2, They can be made
from cither carbon stecl or hiph speed sicel and the saame shapes are used in both
materials,

Seuare Left Right Round Half
nose ke Shew nose round

Dizgram 3.2 Some shapes for scrapers
3.3 Chisels

Scraper

Bevel angle

Chisel

Diagram 3.3 Bevels on chiscls and serapers

Like scrapers chisels are often made from rectangular bar but the hevels are
ground differemtly. Chisels wspally have double bevels, and the bevel angles are
amaller than those normally used on scrapers {see Diagram 3.3). The culting edge of
& chisel can either be ground square acrosa or it can be akewed {see Diagram 3.4).

Carbon steel chisels have always been made with a rectangular cross-section.
High speed steel skew chisels can alzo have a rectamgular cross-section. Some,
however, are made slighily oval in section with one adge rounded (see Diagram
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3.5, sectiom A-A). In the amaller sizes thi can make them a little flimay,
penticulerty when they are made overlong. Until recenily the catitng edge of a skew
chisel was always ground so that it was straight (a8 in Diagram 3.4} but in recent
years some turners have made it curved (ps in Diagram 3.5).

TR ,f’f

L Bke
angle

Sguare nose chisel Skew chisel

DHegram 3.4 Squere mnd skewed sdye chisels

Section & - A AT

Megram 3.5 Oval section HEE chisel with eorved cutiing edge

3.4 Parting tools
Parting tools are narmow chisels. In principle, as their name suggests, they are uped
for separating the waste materinl from etther end of the fnished plece of work. In
practice they have a number of other uses. They come in a variety of shapes and
gizce, pomne of which are shown in diagram 3.6.

| AN V.
/

BN

Fluted Plain {rectangular)

i Square

YWysisted

R

THugram 3.6 Parting toak



© Brian Clifford Introduction To Woodturning - Chapter 3 - page 14

3.5 Bowl gouges

Because bowl gouges are often used with a long overhang between the cutting
edge and the rest they need to be stiff and strong so that they will not bend or flex in
use. Books written before high speed steel came into use refer to the ‘long and
strong’ bowl gouge. This is a carbon steel gouge which has a deep ‘U’ section. It has
been superseded by the high speed steel bowl gouge which is made by milling a flute
into round bar. This gives a very different cross-section (see Diagram 3.7).

The long and strong carbon steel bowl gouges were ground so that the cutting
edge was square to the axis of the tool, as shown in Diagram 3.7. Also shown in this
diagram is the shape of the a high speed steel bowl gouge. It can be seen that in this
case the wings are ground back. The way this is achieved is described under
sharpening below. (See Section 4.4)

S m—

£, =
Section A - A Traditional shape of cutting edge of
carbon steel long and strong bowl
gouge - forged fabrication

e m—

Section B-B Typical shape of culting edge of
high speed stesl bowl gouge -
flute milled in round bar

Diagram 3.7 Bowl gouges

Sizes normally refer to widths but high speed steel bowl gouges are measured in
a very peculiar way: from the inside of the flute to the outside of the bar (see Diagram
3.8). Although these tools have only been available for a few years the reason for the
way in which they are measured seems to have been lost in the mists of time.
Anyway, the unfortunate result of this system is that, in effect, here are no standard
sizes. Differences in the size of the flute in relation to the diameter of the bar can lead
to very different gouges with the same nominal size.

Note that it is the size of the flute which really determines the size of the tool. The
relationship between the size of the flute and the diameter of the bar determines the
strength of the tool. There are in practice quite substantial differences in this
relationship between manufacturers and I suggest that when building up a set of bowl
gouges an attempt should be made to stick to a single brand.
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—’"| teasurement of size
of high speed
bowl gouge

Depram 3.3 Mesmrement of dee of HES bowl poope

3.6 Spindle gouges

Carbon gteel spindle gouges are forged from flat ber to form the cross-section
shown in Diagram 3.9. High speed ateel apindle gouges can be prodaced in the same
way but they are more commonly made by milling the fhute fivm romand bar in a
gimilar way to bowl gougens. The flntes in apindle gougea are, however, much larges
then thoae in boed gouges relative to the size of the bar. This provides a slimmer tool
which can enter the more reatricted spaces encountered in spindle tarning. The shape
of the cuiting edge of 2 spindle gouge has traditionally been described sz 8 &
fingernail shape, that is, half an ellipse (see Diagram 3.9).

T
- - I
r i
-r -“ .

Section through Section through high Shape of nose of
carbon steel gouge - speed steel spindle spindle gouge
forged fabrication gouge - flute formed
by milling
Disgram 3.9 Shupe of spindle gouge
3.7 Roughinp-out gouges

Roughing ponpes are used in the preliminary stages of spindle tuming (pa described
in Chapter 9) They are normally much larger than bowl or spindle gouges and it is
important to note they should never bo used to shape bowls. They are made by
forging or preseing flat bar into a half-round section. Bome memfactremn of high
spead roughing gouges extend the wings a little to form a T section which flares
out slightly.

Section C-C Shape of cutting edge of roughing
gouge - pressed fabrcation

Disgram 3.10 Shape of ronghing gouge
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3.8 Inter-changeability of gouges

It is quite common today to find a high speed steel bowl gouge used to perform
the function of a spindle gouge. I do this quite frequently myself. The reason for this
is that when both types of gouge are made from round bar there is not a lot of
difference in the shape of the cutting edges. But there is one important difference
which should be noted: for a given size of cutting tip (which is related to the size of
the flute) a bowl gouge is very much stronger than a spindle gouge. As a
consequence, although a bowl gouge may be used for spindle turning a spindle gouge
should not (hormally) be used for bowl turning.

3.9 The different types of steel

It is often said that high speed steel tools are easier to sharpen (on a grinding
wheel) than carbon steel. The justification given for this statement is that it is less
easy to overheat and soften the edge of a high speed steel tool. Although that is true,
they also take longer to sharpen (because they are harder) which can make it more
difficult to get the desired shape. It is also said that high speed steel tools last longer.
This , too, is true, but they are also a lot more expensive. And how long does one
want a tool to last? I have been using my 1Y, in carbon steel skew chisel for eighteen
years and I still have more than half the length left.

So, we come to a contentious point. Nowadays, some turners will only use high
speed steel tools, and some stockists do not sell carbon steel tools. Nevertheless, 1
always advise beginners to buy a mixture of high speed and carbon steel tools.

Because of the edge retaining properties of high speed steel I certainly believe it
is best for bowl and spindle gouges. The high speed steel bowl gouges are also made
from round bar which also provides a better shape than the old, forged, carbon steel
forms. For skew chisels and scrapers I find that the edge retaining qualities of high
speed steel are not so important. So, for these, I recommend carbon steel; they are
easier to sharpen, they are cheaper, and they will last as long as necessary.

3.10 The form of the bevel

The bevel on cutting tools, ie chisels, gouges and parting tools, must be the
correct shape: cither hollow ground (concave) or flat, it should never be rounded
(convex). If the bevel on a tool is rounded it will very difficult, if not impossible, to
use it without digging in. (The reasons for this are explained in detail in Chapter 6.)
So it is vitally important to get the bevel right. Many novice turners get it wrong; I
have seen a lot of tools it would be impossible to use successfully.

There is also the question of the bevel angle to consider. The size of bevel angles
is by no means as critical as many pundits would suggest. One aspect of this is that
bevel angles are often expressed as a precise number of degrees. In practice it is
pretty well impossible to grind, and to measure, with that degree of accuracy. It
certainly is not necessary. There is wide disagreement among skilled turners
regarding the bevel angles for specific tools. For example, one book on my shelves
suggests that the bevel angle for a skew chisel should be 12° (that is 12.5° on each
side!) and another suggests that it should be 45%. The truth of the matter, probably, is
that skew chisels can be used successfully with bevel angles anywhere between these
two figures.

A wide range of bevel angles can be used on bowl gouges without experiencing
problems although the most satisfactory angle tends to depend on circumstances. For
example, it may be necessary to use a bowl gouge with a large bevel angle (eg 60°)
to turn the bottom of the inside of a deep bowl. However, a bevel angle of 40° to 45°
will serve for many circumstances. Other angles can be experimented with when the
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turner feels inclined. In general slightly smaller bevel angles can be recommended
for spindle gouges. If the spindle gouge is to be used for cutting beads then a small
bevel angle is required so that the tool can be introduced into small spaces.

Generally speaking, however, I believe that tools with relatively large bevel
angles are easier for the novice to use than the reverse. Tools with small bevel angles
tend to be ‘grabby’, that is to say they have a tendency to bite into the wood. This is
particularly true of chisels. In my view most manufacturers supply chisels with the
bevel ground to too small an angle. For my students I grind the chisels to a bevel
angle of around 45°. But any angle between 35° and 45° will be satisfactory.

3.11 The minimum kit of tools

I would say that the minimum number of tools required to start with is ten. I
bought a boxed set of that number when I started turning, more by luck than
judgement, and I have never found any reason to think that was a wrong decision.
The beginners set of mixed high speed and carbon steel tools I would recommend is
made up as follows:

High speed steel
3/3 in. bowl gouge

1/4 in. bowl gouge

1/2 in. spindle gouge

1/4 in. spindle gouge
Carbon steel
. 3/4 in. roughing gouge
* 11/4 in. skew chisel
° 11/4 in. square nose scraper
° 1/2 in. square nose scraper
s 3/, in, round nose scraper
2 3/3 in. square beading and parting tool
a 1/8 in. plain parting tool

It will have been noticed that this list contains 11 tools. This is because have
added the 1/3 in. plain parting tool to my original list - it is a very useful tool. My
choice of a carbon steel skew chisel may surprise and irritate a lot of turners. The
oval, high speed steel, skew chisel has many devotees. I can only say that I am not
enthralled with it, but that is probably a personal idiosyncrasy.
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Chapter 4: Sharpening tools

4.1 The grinder

Once some tools have been acquired they must be sharpened correctly. To do
this a grinder will be required. All that most amateurs need is a relatively cheap
machine with two 6in. wheels, a coarse and a fine. At the time of writing new
machines can be purchased for as little as £20. More expensive machines with water
cooled wheels are available but these entail unnecessary additional expenditure.

4.2 The type of wheel

It is likely that a cheap grinder will be supplied with two Carborundum wheels,
which are grey in colour. The coarse wheel will probably be 30 grit and the fine
wheel 60 grit. These wheels will be suitable for sharpening carbon steel tools but, if
high speed steel tools are to be used, then the 60 grit wheel should be replaced by one
made of aluminium oxide. This is often called a white wheel because of its colour.
These wheels work satisfactorily with carbon steel as well so they can be used for
both types of tool. It would be worth asking the suppliers if they can provide the
machine with an aluminium oxide wheel; if the change is made by the purchaser the
Carborundum wheel is redundant and is a waste of money.

Another, important reason, for asking the supplier to change the wheel is that, by
law, wheels should be fitted only by someone who has been correctly trained to do
so and has a certificate to prove it. A damaged grinding wheel, such as one which is
cracked because it has been dropped or badly fitted, is a very dangerous object.
Grinding wheels can, and do, explode into pieces in use. Since the operator will
probably be standing in the firing line when this happens the results can be horrific.
Such accidents are rare, but it pays to be careful.

A new wheel will have a label attached which gives the specification. The wheel
I bought for my machine is marked as follows: 180x25x31.75 BA60OPV. The first
three figures refer to the size of the wheel in millimetres. The first letter (B) is the
makers own mark. The second letter (A) indicates the type of abrasive. ‘A’ stands
for aluminium oxide If it was ‘C’ it would be Carborundum (ie silicon carbide). The
mumber (60) indicates the grit size. The third letter (P) indicates the hardness of the
non-abrasive material which binds the grit into the wheel. This ranges from ‘E’
which 1s soft, to ‘Z’ which is hard. The binding material on my wheel is therefore
right in the middle of the range so it is of medium hardness. The final letter (V)
indicates the nature of the binding material. In this case “V’ stands for vitrified. It
could also be ‘R’ for rubber or ‘E’ for shellac.

4.3 Dressing the wheel

In order to reduce the possibility of overheating the tool, and to make the
sharpening process as efficient as possible, the grinding wheel must be kept in good
condition. If it is not dressed regularly the edges of the silicon carbide or aluminium
oxide granules in the wheel lose their edges and the little crevices between them get
filled with particles of dust. This gives the surface a glazed appearance which can be
seen when the light strikes it at the an angle. In this condition the wheel is inefficient
and satisfactory sharpening is difficult, if not impossible.

There are a number of devices used for dressing a wheel. One of these is called
a star wheel. Personally, I dislike this device intensely because it seems so crude and
dangerous. This leaves two alternatives: a Carborundum stick or a diamond tool. A
Carborundum stick is cheap and effective. It is used with the machine running: with
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the stick supported by the tool rest, one of the edges at the end is passed firmly across
the face of the wheel so as to remove the glazed surface. A diamond dressing tool
can be somewhat more expensive but it does the job very efficiently. A simple little
jig may be required to ensure that the diamond is passed across the wheel so as to
give a smooth, square, surface.

4.4 Using the grinder

The ability to produce a sharp edge on a tool is a very important aspect of
turning. Unfortunately there is even less uniformity of method in sharpening than
there is in turning itself. If the opportunity can be taken to watch a variety of turners’
sharpening tools, either at demonstrations or on videos, it will be seen that some very
different methods are used.

Many novice turners find sharpening on the grinding wheel difficult. The
problem is in achieving a well formed bevel without burning the tool. Various aids,
such as the use of special jigs, can be used to help hold the tool at the correct angle
but these do have certain disadvantages. They can be slow and awkward to use and
the turner can come to rely on them to an undesirable extent. If he should find himself
in a situation away from his own workshop, without his usual aids, he may be unable
to sharpen his tools satisfactorily. It is better to learn how to sharpen your tools
without any special devices. Having said that, however, it is vital that beginners
should be confident that their tools are sharp and correctly ground; if it is found that
some kind of jig is necessary to ensure this, then use one. More information on the
correct form for the bevel is given in Chapter 3, Section 10.3, and in Chapter 6.

My own methods {which may be a little unusual) are as follows. The only tool I
support directly on the tool rest is the scraper. I set the rest so that scrapers can be
laid flat on it at the correct angle. A scraper can then be sharpened very quickly with
just a touch on the wheel. The other tools, chisels and gouges, I hold high on the
wheel with the underneath hand (my left) supported by the rest.

These methods can be employed more readily if the tools rest is bigger than those
normally fitted to small grinders and made so that its angle can be adjusted. If the
rest is reasonably long it makes it easier to sharpen chisels as the hands can then be
slid backwards and forwards along it. As a consequence it is necessary to modify the
rest on many machines.

High speed steel bowl gouges should pose no special problems. Because they are
made from round bar a satisfactory shape can be obtained merely by rotating them
in the fingers along their central axis with the bevel resting on the wheel at the correct
angle. This produces a cone shape at the end with the flute cutting through it; the
required edge shape is then created automatically.

Spindle gouges are a little more difficult to grind because, to produce the finger
nail shape, the handle has to be swung from side to side as the tool is rotated along
its axis. This requires some practice.

4.5 Overheating the tool

When grinding all tools only the very lightest weight should be applied in order
to avoid overheating the edge. Very often the weight of the tool on the grinding
wheel provides enough pressure. Prolonged contact between the wheel and the tool
should be avoided for the same reason. If considerable reshaping of a tool is required
then it must be cooled by dipping the tip in water at frequent intervals. Overheating
becomes apparent when the metal turns blue. When this happens to high speed steel
it is not too much of a problem since the steel will not have been sofiened. But when
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it happens to carbon steel it means that the temper will have been taken out of the
steel and the tool will not hold its edge.

4.6 To hone or not to hone

After sharpening on the grinder tools can be honed with a whetstone. I have
found this to be a contentious area. When done by a skilled practitioner honing can
save time and prolong the life of the tool. Nevertheless, I do not recommend honing
to the beginner. When it is not done skilfully it is very easy to spoil the shape of the
bevel by making it slightly convex at the tip.

It may be noted too, that most professional turners in the UK prefer not to hone
their tools; they use them straight from the grinding wheel. There are two reasons for
this, I think. One is that they find grinding quick and convenient. The other is that a
ground edge may, in practice, cut better than one that is honed. I sometimes make
some very thin turnings which require very sharp tools; I have tried honing my tools
for this but I have never found that it makes any improvement. It may well be that
the slightly serrated edge left by the grinder makes it easier for the tool to slice
through the fibres of the wood.

There are occasions when a slip stone should be used. When a gouge is
sharpened on the grinding wheel a burr is often left on the top of the edge, ie in the
flute. This can prevent the tool from cutting properly; the burr can be taken off with
a few strokes of a suitable slip stone.

In thinking about honing account should be taken of the fact that turning is a
power assisted process. Consequently, the requirements are not the same as for
woodcarving, for instance. The woodcarver has only his own muscles to apply and
the work is often very delicate. He does find that honing leads to more satisfactory
results.

Let us assume, for the sake of argument, that honing a turning tool can provide
a sharper edge. The question is: how long will a very fine edge last when applied to
hardwoods rotating at relatively high speeds? The friction and the heat generated in
this process can destroy a very fine edge in no time at all. It may be thought that
going to the grinder every time a tool needs sharpening will lead to tools being worn
away very quickly. In practice this is not a great problem. Once the turner becomes
proficient in grinding all that is required is just a short, light, touch on the wheel.

4.7 Safety

Potentially, a grinder is a very dangerous machine. However, if it used with due
consideration safety should not be a problem. The need to take care when a new
wheel is fitted has already been mentioned. The other principal danger, when the
wheel is in use, is that particles of metal can be thrown off with sufficient force to
penetrate the eyeball. As a consequence eye protection should always be used: either
safety glasses or a full face mask should be worn. Similar care should also be taken
when dressing a wheel.

It should be recognised that a grinder will go on revolving long after it has been
switched off whilst being relatively quiet. It remains dangerous in this state not only
to the operator but also to anybody else, particularly a child, who might come into
the workshop and unintentionally put their hand on the machine.
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Chapter 5: Safety

5.1 Introduction

We are getting near the point when we can put a piece of wood in the lathe,
switch on and start practising. But before we do that there are a number of important
points regarding safety which need to be considered. It should be noted, however,
that serious accidents from woodturning activities are relatively rare. Nonetheless,
very few human activities are completely risk free and it is sensible to obtain as
complete an understanding as possible of where possible dangers may lie in
woodturning. What we need to be concerned with principally are those accidents
which can cause serious hurt or disablement. In the following I will look at those
arcas where there is potential danger.

5.2 Clothing

The danger with clothing lies in the possibility that it might be caught in the lathe
or the work-piece at it revolves. As a consequence all clothing should be relatively
tight fitting. Ties should not be worn, and there should be no loose cuffs, or anything
of a similar nature, which might get canght up. Unless watches are covered by
clothing they should be removed, as should rings, necklaces and other items of
jewellery. There is also the possibility of injury to the feet. Since I dropped a large
bowl blank on my toes I have thought it a good idea to wear safety shoes. Sandals
and even trainers are inadvisable.

5.3 Hair

Long hair should be kept carefully under control when near any machinery. 1
have never heard of it happening to a woodturner but in engineering workshops
people have been scalped because their hair has been caught in machinery.

5.4 Eyes

Some sort of protection for the eyes is desirable, at the very least safety glasses
should be worn. As I normally wear glasses with plastic lenses I tend to rely on these
under most circumstance. However, if, when turning, I think there is particular
danger of a loose piece of wood or bark flying off I put on a full face mask. As an
extra precaution I also stand out of the firing line. Eye protection is also very
necessary when using the grinder. There is always a possibility that a fragment of
metal or other debris may be flung off the wheel. This is particularly likely when
dressing the wheel.

5.5 Wood dust and toxicity

Wood dust, particularly fine dust, is an almost invisible but insidious hazard.
Long-term exposure to wood dust can have effects on the eyes, nose, throat, lungs
and skin. Effects on the eyes include: soreness, watering and conjunctivitis. Those
on the nose include: rhinitis (runny nose), violent sneezing, blockage and (very
rarely) nasal cancer. The effects on the lungs include: breathing difficulties,
impairment of hung function and the triggering of asthma attacks. There have been
instances where the inhalation of wood dust has had whole body effects such as
headache, thirst, nausea, visual disturbance, drowsiness, anaemia and hepatitis.

The long-term effects are likely to concern only professional turners who have
been working at the craft for a relatively long period. Nevertheless, some of the
effects described above, such as sneezing, can occur after short-term exposure. I
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have suffered from a sore throat and cold-like symptoms after a few days in the dusty
conditions of a woodworking exhibition.

Relatively short exposure to wood dust, such as that which may be experienced
by amateur turners, can also have irritant effects on the skin which can lead to nettle
rashes or irritant dermatitis. Symptoms usually only persist as long as the affected
skin site remains in contact with the dust. Similar, and more worrying effects, can
result from the development of allergic dermatitis caused by contact with the dust of
specific wood species. Asthma can also be caused as a similar specific allergic
reaction. Once sensitised the skin or lungs may react severely if subsequently
exposed even to very small amounts of dust from the specific species.

As far as woodturning is concerned wood dust is mostly produced by sanding,
particularly power sanding, on the lathe, as well as by cutting wood on the band-saw.
Dust is also raised by sweeping and cleaning-up. Any turner who wears glasses will
know that when these operations are taking place the lenses quickly become covered
in dust. This is what one is breathing unless precautions are taken.

The most dangerous dust is the finest dust. This fine dust is so light it will hang
in the air for a long period after the activity which produced it has ceased. Ideally an
efficient dust extraction system which will remove the smallest particles should be
fitted. But many amateurs, and those who spend only a limited amount of time
turning, will be not be able to justify such expense. In that case some form of dust
mask, or a battery powered respirator, should be worn.

Protection against allergic reactions to wood dust is very difficult to achieve.
Fortunately, for most of us, it is relatively uncommon. Those of us who have not
suffered in this way should not be smug, however, because an allergy can strike
without warning and once sensitised the victim will always remain allergic. There
is a mitigating factor in that these allergies, as mentioned above, are specific to
particular species. The answer for those who have become allergic to a species is to
try to avoid using it.

Another possible danger from dust is that of fire or explosion. Explosions
caused by wood dust are not unknown but I have never heard of them occurring in a
woodturner’s work-shop. Where the latter is concerned, one place where high
enough concentrations of dust might occur is within a dust extraction system,
particularly if there are positions where dust might collect.

Fine dust gets everywhere in a work-shop including electrical fittings such as
plugs and switches. It is conceivable that a spark might ignite such dust when it
could smoulder for some time before bursting into flame. Fire and explosion from
such causes are unlikely perhaps, but it is well to be aware of the possibility.

5.6 Noise

Noise can also create a long-term hazard. Persistent exposure to loud noise can
result in deafness. Generally speaking, woodturning is not a noisy occupation, but
there can be occasions when it and allied activities such as powered sawing,
particularly with a chain-saw, can produce high sound levels. On such occasions it
is a wise precaution to wear ear protection.

5.7 Physical fitness

There are some books on woodturning that advise one never to work when tired.
This really is a counsel of perfection. Only in an ideal world would it be possible to
follow that advice. The use of alcohol is another matter. Using any machinery after
drinking should be avoided.
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5.8 Guards

Guards, particularly those over pulleys on the lathe and on band-saws, are fitted
not only to protect the operator from an absent minded action, or slip, but also to
protect other people who may come into the work shop. They should be used.

Lathes are sometimes used in public places, such as craft fairs, where guards and
safety screens are even more important. I have seen a lathe at a craft fair used with
no guards over the pulleys and nothing to keep the public at a safe distance. That is
irresponsible. I'have also seen a turner at a craft fair wearing a face screen to protect
himself but with no safety screen to protect the public. In such circumstances clear
polycarbonate plastic safety screens should be fitted. Polycarbonate is very strong,
in contrast acrylic is unsuitable because it can shatter under impact.

5.9 Turning speeds

If the turner is in any doubt about which speed to use the lower option should
always be selected first. The danger from excessive speed is that the work-piece, or
bits of it, may be flung from the lathe. The biggest danger is from a work-piece that
is badly split or is built up from glued up pieces (such as stave work). I once had an
extremely painful blow on the arm from a large oak platter which split into two
pieces as I was taking a cut. I was lucky - a piece might have hit me in the face or
some other vulnerable area. I have also heard more than one story about the
disintegration of built-up work. Where any danger of such mishaps is perceived a
low speed should be selected.

Quite frequently pieces of scrap wood are glued to the work-piece as a means of
mounting it on a face plate, or chuck, to prevent screw marks appearing in the
finished piece. It is tempting to use plywood or MDF (medium density fibreboard)
for this purpose. This should be avoided if the work-piece is of any size. Both of
these materials tend to be very weak across the layers and may split under load. The
use of paper in the glue joint is often recommended for the reason that it makes it
easier to separate the waste piece from the finished work. For that very reason this
technique should be used only be on relatively small jobs.

5.10 Checking the work-piece

When starting a new piece of spindle turning care should be taken to ensure that
the work-piece is held firmly. Subsequently, the work-piece should be checked from
time to time to make sure that it has not worked loose.

5.11 Adjustment of the tool rest

Whenever a new work-piece is fitted to the lathe it should be rotated by hand
before switching on to ensure that any projections will not catch on the tool rest.
Whenever adjustments are to be made to the tool rest the lathe should be switched
off. Before switching the lathe back on the work-piece should again be rotated by
hand.

5.12 Polishing

A possible source of danger to the hands is the use of cloth for polishing. When
a piece of rag is used, particularly a piece with loose strands where it has been torn,
it can get caught in the rough wood where the work-piece has been partially parted
off. When this happens the cloth is wrapped tightly around the wood in a fraction of
asecond. Consequently, when cloth is used, it should be held loosely in the hand so
that if it is caught it will pull out easily. It should definitely not be wrapped around
the hand. It is best not to use cloth at all, many turners now use paper towel for
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applying finish and polishing. It is readily available, cheap and, above all, safe. If
it does catch on the wood it just tears.

5.13 Precautions against a dig-in

Fear, and the muscular tension which accompanies it, can inhibit the novice
turner. If the beginner is very afraid of a dig-in, and what happen as a consequence,
he can make arrangements for the drive to slip (like a clutch) if unusual resistance is
encountered. On some lathes it is possible to run the lathe with a loose belt. Where
this is not possible the work-piece can be driven with a solid cone centre or ring
centre. In this case a rotating centre must be used at the tailstock end. Either of these
arrangements will permit the drive to slip if there is extra resistance.

5.14 Use of the correct tools

It should become clear from the instructions which follow in subsequent sections
of this book that successful turning will only result from the use of the right tools for
the job. The use of the wrong tools, or the right tools in the wrong way, can also be
dangerous. The instructions given should be followed with care.

5.15 The use of other machinery

This is not the place to comment on the safe use of all the additional machinery
which might be used by the wood turner. There are, however, three machines which
can be considered, two of which are very commonly used, ie the grinder and the
band-saw, and one which is used from time to time which is potentially extremely
dangerous. The main safety precautions to be taken in relation to the grinder are
covered in Chapter 4 and should be referred to there.

I am not qualified to comment on all the safety precautions which should be
taken with a band-saw. Nonetheless, there are a number of things I have become
awarc of through experience. Full use should be made of the safety guard. This
should always be brought down as close to the work as possible. Like a grinder the
a band-saw will continue to run after it has been switched off. Consequently, after
completing a cut I make a practice of pulling the guard down to table level.
Obviously the fingers should be kept as far away from the blade as possible, push
sticks are a must.

It is often necessary to cut pieces of wood of an irregular shape. These can
include burrs and limb wood. Because of lack of support under the blade the work
can be caught by the teeth and given an sudden, uncontrollable, jerk. As a result the
fingers could be brought into contact with the blade. Even if this does not happen
the fingers can be injured by being caught under the work - I once lost a finger nail
when this happened when I was attempting to cut a small log. Some means of safely
supporting such pieces of work should be found.

The tool to be treated with the utmost respect is the chain saw. This is not the
place to go into the safe use of this tool. Anyone preparing to use this tool should
ensure that they are aware of all the hazards it presents, and that they make use of
the appropriate safety measures and clothing.

5.16 A clear floor space

Wherever there is machinery there is the danger that someone will trip up and
put their hand on moving parts. Because of this the floor of a work shop should
always be kept clear.
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5.17 Fire

Fires do occur in work-shops.They may not be a source of personal danger but
they are a hazard which could result in damage to property and equipment.
Particularly in timber work shops naked lights and inflammable materials should be
handled with care. An eye should also be kept open for the possibility of electrical
faults. Cloth or paper soaked in finishing materials such as cellulose or oil can ignite
by means of spontaneous combustion if collected together in sufficient
concentration. I make sure that each piece has thoroughly dried out before binning
it.

5.18 Conclusion

This chapter turned out to be much longer than I expected when I began writing
it. But [ make no apology for labouring the point. Serious accidents to woodturners
are uncommon and are no more likely to occur than accidents to people undertaking
other relatively ‘safe’ activities. I used to know two people who had accidents
playing table tennis; one broke his jaw and the other his ankle. If we were deterred
from such activities because of the fear of an accident then we would not do anything
and miss a lot of pleasure. Having said that, it should be acknowledged that the
possibility of an accident can be greatly reduced by knowing where the dangers may
lie. My two table tennis playing friends could have avoided some serious
discomfiture if one had been aware of the danger of slipping on water on the floor
and the other of a brick lying in the comer of the room.

Please note: much of the information in Section 5.5 (Wood dust and toxicity)
has been drawn from the Health and Safety Executive sheet on Toxic Woods.
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Part Two

Some Important Theoretical Points
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Chapter 6: Making the cut

6.1 General introduction

This chapter, and the one which follows, deals with the general way in which the
turning tool is controlled so as to produce a good clean cut. This should leave the
wood with a smooth surface unmarred by tomn fibres. In later chapters instructions
will be given on how to perform the specific operations by which the range of basic
shapes, which form the fundamentals of woodturning, are produced. A description
of these basic forms (or cuts)is given in Chapter 8. This present chapter is concerned
with the factors which are common to all these operations.

In considering these factors we will start with the position of the body and end
with thoughts on the direction of the cut in relation to the grain of the wood in the
following progression:

o the position of the body (the stance)

the way the tool is held in the hands (the grip)

the attitude of the tool (the rubbing bevel)

the way the correct attitude of the tool is maintained

e the direction of the cut in relation to the grain.

This analysis will focus on the use of cutting tools, eg chisels and gouges. Some
thought will be given to the use of scrapers in a later chapter

6.2 The correct stance

When first learning to turn it is vital to adopt the correct stance. There are two
main reasons for this. One is that the turner will be standing at the lathe for long
periods - the adoption of the correct stance will help to reduce the fatigue that this
entails. The other, with which we are particularly concerned here, is that much of
the control of the turning tools comes not only from the hands but also from body
movements. Often, when making a cut, the body and the hands should move as one.
It will be found from experience that it is much easier to maintain the tool in the
carrect attitude if the body forms a firm platform for the hands.

Initially, when the turner is preparing to make a cut on a work piece held between
centres, the body should be balanced on both feet with the legs and trunk more or less
vertical without any twist. If the top half of the body is bent over very far then it will
not be long before backache sets in. The position of the feet is itnportant; they need
to be close to the lathe so that the turner can reach the rest without bending very
much. The position of the feet also determines the orientation of the body in relation
to the axis of the lathe. A slightly oblique position is suggested; that is to say a line
drawn through the shoulders should cut the axis of the lathe at an angle of somewhere
around 15 degrees. So the feet need to be a little distance apart and pointing in the
correct direction (see Diagram 6.1).

The stance should also be compact with the elbows kept close to the sides of the
body. Because of this the right hand (of a right handed person)should be positioned
to hold the tool just below the ferrule. Tool handles are usually made considerably
longer than required for many operations. When the right hand is held too far back
the elbow is pushed away from the body, ie behind and to the side. If this happens
there is little to stop it wobbling around out of control and the necessary movements
of the wrist and fingers are seriously inhibited. The forearm should be kept in line
with the tool so that the fingers, and the wrist, can easily rotate the tool around its
axis.

In carrying out a cut movement must take place. But, as far as is practical, the
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movement should be confined to the body rather than the hands or arms. In carrying
out the planing cut, for example (see Chapter 11) the tool is traversed along the work
piece by means of a sideways movement of the complete body.

Farallel
with axis of lathe

Vs

Diagram 6.1 The position of the feet

Let’s take a detailed look at the situation of a right-handed person making such
a cut from right to left. The feet are positioned so that the body is in the oblique
position with the right side furthest from the lathe. At the commencement of the cut
the weight of the body is shifted onto the right foot with the body leaning slightly to
the right. As the cut is made, and the tool is moved along the wood, the weight of
the body is transferred from the right foot onto the left so that the body is leaning in
that direction. Whilst this action is being carried out the body should not be allowed
to twist and the upper arms should maintain a constant position in relation to the
trunk. The movement of the lower arms and the hands should be limited to the extent
of keeping the tool in the necessary attitude.

It must be emphasised that the above description is only meant to give an
approximate indication of the required stance and accompanying movement. Each
turner should take up a stance which he finds comfortable. This description has been
applied to turning between centres but the general idea behind it also applies to end
grain and bowl turning - that is to say, in these activitics as well the body must do as
much of the work as possible. Generally speaking the stance should also be compact
but bowl gouges have long handles and the turner may stand somewhat further away
from the lathe. Then the right hand, holding the end of the handle, may be allowed
to rest on the body somewhere in the region of the hip.

6.3 The grip

This leads to the question of the grip. In the case of the left hand there are two
basic ways of holding the tool: the overhand grip and the underhand grip. I tend to
alternate between one and the other according to circumstances. It is difficult to
specify what these circumstances are but they are not critical. The novice should
experiment to see which seems to be the most comfortable in various situations.

With the overhand grip the hand is on top of the tool and normally all the fingers
are wrapped around the blade with the thumb underneath and the palm facing
downwards. With the underhand method there are two possible grips. One is similar
to the overhand grip but with the hand underneath and the palm facing upwards. In
the other, which is used when more sensitivity and control is required, the hand is
positioned underneath but the blade is held just by tip of the forefinger and the
thumb. As the tool is manoeuvred the tips of some of the other fingers may come
into play.
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In the case of the right hand there is a similar choice between the palm grip,
where the fmgers are wrapped aroumd the handle and the palm is i contact with it,
rnd the finger prip, where the handle is held between the tips of the fingem and the
tip of the thumb. The finger prip 8 mostly used on spindle work when sensitivity
and comtrol are required for the more delicate work, such as cutting & small bead.
This grip is difficnlt to master and the novice is advised to use the palm grip.

6.4 Controlling the cut

Having loocked at the stance and the way the tool is gripped we now need to look
ut the position in which the tool ahould be held 20 a8 to produce a clean cut, Wood
cute best when the fibres are severed cleanly and not ripped out of the wood. This is
schieved by keepmp the bevel of 8 sharp cuiting tool in contact with the wood, Le.
keeping the bevel rubbing In short. As will be shown Inter it is important to cut with
the prain a8 much as possible,

How iz the contact between the wood and the bevel maimtained? Diagram 6.2 shows
& property groumd tool with the imderside of the bevel correctly positioned, flat on
the wood. In thia positicn the bevel ia asid to be “rabbing’. As showm in the diagram
there are two forces acting on the tip of the tool. Force A represents the resistance

of the wood to be cut which has the effect of pushing down the cuttng edge into the
wood. Force B represents the resistance of the wood to the flat of the bevel.

Aoy
Faoint # f \_

Farce B Faint ¥

DHagram 6.2 The toel tn the correet cntitng position

In many circumsiances, if the tool 18 maintained in the attibade shown, force B
and the dowrrward compronent of foree A and will be virtually equal snd the tool will
cut smonthly with the tnrmer having to do litde ather than push the tool along, It is
ofien possible for an cxperienced tumer to make a cnt vaing only onc hiod (on the
handls). At other times, however, because of the vmeven conmistency of the wood,
the too]l mey have u tendency to boumee. In this case the wmmer may have to spply
pomne downward force in onder to keep the bevel in contact with the wood.

Horw i3 the cottect attitude of the tool medmtadned? Let uy think Gt of all abowt
the sitpation faced by a woodcaryer who is pushing the tool slong with his hands, It
csan be peen from Diagram 6.2 that if the tip of the handle i3 moved down in the
direction of arow C the tool will pivot shout point Y (the heel of the bevel), the
cutting edge will lift, and the depth of cut will be reduced. If, on the other hand the
heandle is Taised, point Y will ift off and the cuttng edge will go deepex info the
woud, 8o taliing a bigger cut, If this process is not terminated the edge will contimes
to bury iteelf in the wood. In order to regain the control the carver will have to lower
his hands vntil point A is sgein In comtact with the wood and the bevel is rubbing,
In moving his hands up and down to control the depth of cut the carver i in effect
using the heel of the bevel az a folerum.
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The situstion i8 very nmch the same for the tormer except that he hag to nae the
tool rest to help him o comirol the wol. Becanse of this control #8 exerted not just be
ruising or krwering the: handle but also by making amall adjustments {o the amomnt
of the tool extending over the tool rest. The latter adjustments are very subtle and
tend to be perfonmed mtomeatically by the experienced turmer, The way to gein this
ukill 18 fint to think shout the pogition of the tool i relabion to the ool rest but,
matead, to focus attention on the use of the bevel.

6.5 Problems caused by & badly sharpened tool

On all cutting tools the bevel muat either be flat or concave (ie hollow ground):
it must never be convex. Two of the problems created by roonding off the bevel of
& tool when sharpening are illustrates Part A in Disgram 6 3. One is that the effoctive
bevel engle s greatly increased, so redocing the efficiency of the tool; the other is
thet there i8 8 very good chanee that when the megor part of the bevel is rubbing fhe
tool will not cut at all. Part B of this diagram shows that in order to get the tool to
cut the heel of the bevel will have to be Lhifted well clear of the mrface. In this
poaiticn the cutting edge has very Hitle support from the bevel and ia likely to foree
its way into the wood, producing a ‘dig in". Clearly, unleas the bevel of the tool is
either flat or hollow gromnd the tool will be difficult to control.

EFFECTIVE
BEWEL
AMGLE

Magram §3 A badly sharpened tool

6.6 The concept of the rubbing bevel

In the foccpoing I have refemred to the necd to keep the bevel flat (ic, robbing) on
the wood. For convenicnee it hes alao been nssumed that the wood is flat. On a flat
pection of wood cither the whole of the bevel mmst rub or none of it. But on a curved
picce of wood (and most surfaces of a picce of tumery are curved) it would scem to
be impossible for the whole of the of the bevel to rub. On an inside corve, e.g. on the
inside of a bowl, thers will be contact at two points, on the culting edge and on the
heel. In theory, on an cutside curve only a small part of the bevel, that adjacent to
the cutting edge, can be in contact with the wood. Nevertheless, it can be argued that
the concept of the rubbing bevel is one of the most important in the woodtuming
process.

Some yeaxw ago there was a debaiz in one of the woodworking megazines (in the
UK) between two sxperienced torners; one of them maisted that the bevel must mb

all of the time the other diaagreed strongly.
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The crox of this argument depends, not sarprigingly, on what is mesnt by the
bevel: ix it the whole of the hevel ar oaly 2 small portion of it? On en inside curve
the two points referred to above, ie the edge and the heel, should ba in contact. On
en ggtside curve the bevel should lic on the tangent to the surface et the point being
cut {see Diagram 6.4). In such a case the bevel is providing less assistmce to the
conirol of the cut,

As a8 eomsequence it 18 easy for the beginner to lapae into & scraping action,
perticularty with the roughing gouge. For this reason, when epindle turning it is
often found beneficial to hold the cutting edge of the tool at an angle to the axis of
the lathe whilst moving the fool in the direction in which it is poiniing {see Section
10.3). This haa the effeet of Aattening the curvabare of the wood: as consequence the
bevel has more support.

Disgram 6.4 The bevel rubbing on an outslde curve

There ia, however, a practical aspect of this which needs to be considered. This
ia that the wood is often soft enoagh to deform slightly under the force of the cut.
As a consequence if the curvatare of the wood is not too great the bevel 18 pressed
into the wood, 30 making greater contact. The effect of this can often be acen in the
wiy the wood is birnished smooth. Sometimes the amooth fimish will be ahightly
metred bry serairhes made by the heel of the bevel where it haa been pressed into the
wonkl This is proaf (if enry is required) thet the bevel has been rabbing along all of
i3 length,

Some qualification of the term ‘rubbing’ is required - what it really means is
keeping the bevel flat on the wood. [t does nodt mean that it should always be pressed
down hard on the wood. Sometimes it is necessary for the bevel to just brosh the
wod
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Chapter 7: The effect of grain and other factors on the ¢ut

7.1 Introduction
In the previous chapter, in thinking about the way the ol cuts, three oportant
factors were temporarily ignored. These are
& the question of grain and its direction
¢ the miation of the work-piece
s fhe fact that the cotting edge i often held at an angle to the direction 3n
which the wood is moving (the slicing cut)
7.2 The concept of grain
The cella of the wood, which take the form of hollow cylindess, join together to
form sttunds of fitres which lie in a unifoem divection which is mote of lety sdal
either to the tinmk or to its offshoots, The ley of the fibres is commumly referred o
s the ‘grain’.

Lang grain iy

e et
ek

—_—

DHegram 7.1 Primary forma of eut

Diiagram 7.1 shows a block of wood in which the geain i8 nunning longitadinally.
Three tools are shown as if abont to meke cots in the directions indicated by ihe
arrows. These illustrate the tree primary forms of cut; as defined in the common
expressions oft

* cuiting along the grmin {A);
® cutting across the: grain (B):
e cuilting end grain (C).

In practice of course, particularly in woedhmming, there is an mfinite mnge of
variptions on these cuts. Not only can eny moymber of intermediate positions between
those shown be taken up but the edge of the ool does not necesparily have to be held
ut 90 deprees to the direction in which the wood is moving,

Tt ahwvald be toted that in Disgratn 7.1 the wood 18 agoatmed to be stationary ot
the tool to be moving. Ofien, in woodhmming both the wood end the tool are mowing,
but with the wond moving faster then the tool. For the purposes of snalysis, in this
perticyler comtext, this does not matier; all that we are concernexd with here is the
movement of the wood and the cuiting edge m relation to each other.
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7.3 Cutting along the prain
Anybody who has worked wood with a hand plane will know that it is desirable
to plane with the grain. Diiagram 7.2 illustraies the common sitostion in which the
fibres of the wood lie st an angle tv the edges of the wood block.

Flaning against the grain Planing with the grain
—_— ——

——
/

Fi

Direction of the grain

IHagram 7.2 Plantmg with and ageinst the grain

‘When the wood is planed with the grain any splitting between the fibres takes place above
and in fromt of the cutling edge, which subsequently severs the fibres neatly, so leaving s
olean murface, as shown in Diagram 7.3,

Disgram 7.3 Cotting with the prain
Bezad on: Bruce Hoadfay. {1980) Undarsianding Woed. Teuwrdon Prass

If an athempt iz made to plane against the grain the cutting edge picks up the ends
of the fibres, lifiing them out of the wood, sc that they break off in an irregular
manner leaving a rough finish, This is illustrated in Diagram 7.4.

‘ng
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7.4 Cutting end grain

When an attempt is made to cut end grain the cutting edge is forced across the
ends of the fibres and there is a danger that they will be disturbed below the cut
surface before they are severed (see Diagram7.5). If the tool is allowed to pass
beyond the edge of the work-piece, where the fibres have no support, a piece of wood
may splinter off. When cutting end grain fine cuts need to be taken to minimise this
problem.

Diagram 7.5 Cutting end grain
Based on: Bruce Hoadley. (1980) Understanding Wood. Taunton Press

7.5 Cutting across the grain

When cutting across the grain the wood fibres will lie parallel to the edge of the
tool. As the tool penetrates the wood the fibres do not always separate cleanly in
front of the edge of the tool (as illustrated in Diagram 7.6). Some of the fibres may
be lifted out of the surface below the cutting edge leaving a series of parallel furrows.
This affect can often be easy to see; one instance is when a parting tool has been used
to cut a groove.

Diagram 7.6 Cutting across the grain

7.6 The way the work is held on the lathe and the terminology

The different ways in which the work piece can be held on the lathe affect the
way the grain runs and have important implications for the way in which the wood
is cut.
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1.7

There are three main ways of holding the work-piece in the lathe:
= botween a drive gpur in the headstock and a contre in the tailstock
= by one end only
= by one face cnly

The first of thesa two is commonly referred to as turning “between centres’. The
term “spindle turning’ also refers to ‘betwesn centres” work but nsually in relation to
& relatively slender work-piece such as a chair leg or a lamp column.  Generally,
however, these terma are interchangeable. It should be noted that the techniques
used in spindle torning can, and frequently are, applied to a work-picce held by one
end only. The stem of a goblet is a good example.

Bowl torning is usually carried cut with the work piece held on cne side only;
nevertheless it is possible for some, if not afl, of the operations to be carried out with
the bowl-blank held betwoeen contres. Also, although bowla are usually made from
8 work-pisce in which the grain iz crietitated at right angles to the axiz of the lathe
they can also be made from a piece in which the grain rana parallel to the axis. We
need to use some terminology which will cover all the combinations which these
possibilities allow.

‘When the inside of a bowl, a goblet, or atvy similar object, iz hollowed ot with
the work-piece held by one end, or one side, and with the grain parallel to the axis of
tho lathe, thig is commonly reforred to ag “end grain tuming’. Ag far as [ am aware
there is no common term appliad to the same operation carried cut where the grain
is at right angles to the axis (ie on a ‘normal’ bowl). The term I apply to this is *face
turning’. If any of the operations on a bowl are carried out between ceatres then
thase would be describod by that term, that is as work carried out *betwean contres’.

The implications of rotation

If we look &t a cylindrical wiwk-piece held between centres in the lathe we may
pec the grain mmming through it at o engle a2 shown in the piece of wood illustrated
in Disgram 7.2, Then if we rotete the work-picce half-a-tumn (ic 180 degrecs) fhe
grain will, m effect, be romming in the opposite dircgtion, Thys, when tyming a
cylinder, the gmin, aa it is encountered by the cutting edge of the tool will
comtinually be chenging its direction. 'Whether the tool is movesd from left to ripht,
or fromn right to left, the cut will alterngicly be made with and agamat the prain,
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DMogram 7.7 Uphill and down hill - hetween combres

As soon 88 any shaping of the work picce takea place, however, the aitnation
changes. Convider the vase sheps shown iIn Diegram 7.7, for convenience, in this
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case, it iz assumed that the grain i nmning parallel to the axis of the lathe. Cuis
made in the direction marked ‘downhill” will invariably be made with the grain and
those marked ‘ophill’ against the grain. The terns “aphill® and *downhill® have been
used bacanse they have become part of the woodtumer®s vocabuolary. Inthis context,
however, the terms ‘up’ and “down’ do not necessarily refer to tool movemernts
related to the centre of the earth but to their relation to the work-piece. Thus a cut
made downhill, ie with the grain, on a spindle turning is ons mads towards the central
axis of the turaing,

1. Cutting end grain 2. Cutting against the grain

\

3. Cuttink along the grain 4. iCutting with the grain

Diagram 7.8 Cotting on the side of 2 bowl blamk

‘When & fice torning, such as 3 bowl is considered the situation changes. This is
illpairated in Diggram 7.8, where the graim is agsumed o run gt & ripht angle to the
axis of the lathe, The amows show that when a cut is made on the side of a disk the
grain direction is comtinually changing, eg (1) end grain, (2) agninat the grain, (3)
mlong the prain, (4) with the pmin.

‘When the bowl shape is being formed the question of yphill or down re-emerpes
as shown n Diagram 7.9, Whether o cud 18 made uphill (againat the grain)or
downhill {with the gram) depends on the direction of the slope of the surface on
which it is meie (in relation to the axis of the lathe) and whether it i3 madde on an

msids or cutside corve.
\thhin Uph;y
| ,éuwnhin

———————f—-——

Direction of grain

—amy

/annhill

Diagram 7.9 Uphill and downhill - shaping & bowl
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Similar consideration apply to an end grain furning, such as a goblet. A cut
made towards the axis on the inside of the cup will be uphill, ie against the grain. A
cut made on the outride of the cup, also towards the axis will be downhill, ie with the
graim.

At some point, when a bowl with & well rounded shape is being turned, the
effects shown in Diagram?.9 may be outweighed by those shown in Diagram 7.8,
and when the googe 18 encoutiteting enid grain it may begin to pick ap the fbrea of
the wond Even for experienced bowl tarners this can create a problem. We will
look at some methods which can be used to minimise the tesring of end gren on
bowls when bowl trning is consldered in deted] in a later chepter.

7.8 The slicing cnt

Dingram 7.10 shows 8 work-piece held betwesn centres with the grain mnoning
parallel to the axis of the lathe. Two square nosed chisels, A and B, are shown
positioned with their bevels in the rubbing position. It is convenient, but not
important, to assume the chisels to be square nosad, but B could, in fact, be skewed.
What is important is that it is assnmed that the edge of chisel A is held parallel to the
axiz whereas that of B is held at an angle. Tnless chizel A iz narrow, liks a parting
tool, it will be very difficult, if not dangercns, to hold in that position. The reason
for this ig that not only will the cutting edge be in contact with the wood along ifs full
length, it will alzo be paralle] to the fibres of G wood; ie it will be cutting across the
grain. Since both ends of the adge will be below the surface of the wood the fibres
will have to be torn away at these exiremities. Even if the cut can be maintained the
surface left will tend to be very rongh.

Dingram 7.10 The aBeing cut

The case of chivel B is very different Becanse it 38 held obliquely 1 8 autved
muface mly s emall portion of its edge is m contact with the wood; s » consequence
it will take a relatively narmow shaving. It abould slso be noted that the fibres at the
edges of the shaving are severed by the togl.

There is yet another factor to be congidered. The divection in which the shaving
ia ravelling ia shown by the errorw in THagram 7.10 B. Tt can be seen that the edge
of the tool ia at a0 oblique angle io the direction in which the sheving is travelling.
This means that the wood fibres are moving along the cutting edge s0 producing a
shicing cut. The fibres are vexry fme and if they end the edge of a sharp tonl were
greatly magnified (on a simdlar scale), the tool would be seen to have a jagged edge
like that of & aaw, The saw-like action sever the fibres still more cleanty,

In the instances I have boen looking &t in the above paragraphs the chisel has
been pogitioned so that it has been cutting along the grain {ie paralle] to the grain).
It should be noted, however, that the slicing effect is enhanced when the culting
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direction is downhill, ie when the cut is being made with the grain. When a slicing
cut is combined with cutting with the grain the possibility of lifting the fibres out of
the surface below the cutting edge is considerably reduced and very clean cuts are
possible even on awkward material.

It should also be noted that cuts in which the edge of the tool is oblique to the di-
rection in which the wood is moving, ie slicing cuts, can also be made with gouges
in which ever circumstances they made be used, eg when cutting a cove or forming
a bowl.
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Part Three

Spindle Turning
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Chapter 8: Introduction to spindle turning

8.1 The basic cuts

When I am teaching students on my courses I always teach spindle turning
before end grain or bowl turning. The reason for this is that it provides a pattern of
learning in which the student proceeds in a short series of simple, easy to understand,
steps. These steps pretty well programme themselves and provide a structured
introduction to the discipline of woodturning. When they come to bowl turning
students can then be shown how to adapt the principles they have learned to the new
form.

There are only a small number of basic cuts used in spindle turning. Once the
turner has learnt to perform these correctly he can, in principle, turn anything
between centres. Assuming that we are starting with a square blank these cuts are as
follows:

e Roughing down to a cylinder
e The smoothing/or planing cut
e ‘V’cuts

e Forming a Bead

e Forming a cove

e Blending beads and coves

e Squaring the end

e Rounding the end

e Cutting pummels
Let us look at these cuts in sequence so that the reader knows where he is going.

8.2 Roughing down

The first job to be done when undertaking a piece of spindle turning is to ‘rough’
down the square blank to a cylinder. This is done with a large gouge normally used
only for this particular operation. Not surprisingly it is called a ‘roughing out gouge’
(or roughing gouge). The operation gets it name from the fact that the gouge leaves
a rough surface; it can also be a fairly crude and brutal operation. For a professional,
for example, it is a job which needs to be done as quickly as possible so that the
interesting work can start.

8.3 The planing cut

The planing cut is analogous to the use of the smoothing plane in general
woodwork. It is done with a chisel immediately after roughing down. the skew
chisel is used to produce a good surface which should require little sanding.

Diagram 8.1 ‘V’ cuts
8.4 The ‘V’ cut

As the reader will anticipate the “V’ cut is used to make a ‘v’ shaped depression
in the work piece (see Diagram 8.1). Such a cut may be made for its own sake, as
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part of the decoration of the work piece; but often it is made as the first step in the
cutting of a bead or similar operation.

8.5 The bead

A beading cut is used to form a bead - this a piece of decoration running round
a piece of turning which is roughly semicircular in cross-section (see Diagram 8.2).
It is upstanding like a hill.

Diagram 8.2 Beads

8.6 The cove
A cove is the opposite of a bead. It is also roughly semicircular in cross-section
but forms an indentation like a valley (see Diagram 8.3).

Diagram 8.3 Coves

8.7 Blending beads and coves

As suggested above the profile of a true bead or cove approximates to an arc of
a circle, very often, but not always, approaching the full semicircle. They are often
applied as a form of decoration. In other cases, however, the form of the the item
being made will call for more gentle bumps or hollows. Often these will flow
together. One example is the handle of a turning tool (see Diagram 8.4). Blending
bumps and hollows together calls for an extension of the skills used for cutting beads
and coves.

Diagram 8.4 Blending a bead and a cove to form a handle shape

8.8 Squaring the end

Sometimes it is necessary to cut the end of the work piece square with a perfectly
clean cut, that is, one without any torn fibres. This cut is similar to that for a ‘V’ cut
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but many tymers fing it rather mwe diffieult,

8.9 Roonding the end
There are occasions when it is necessary to make the end of the work piece
completely round. This is not dissimilar to cotting 8 large bead but it is useful to
considar it as a separate execcise because there are come additional points which can
be made.

8.10 The pummel
At times, when making ftema such as table or stool lega, it is necessary to leave
sectiona of the work piece umtumned and in the originel square condition. Thia,
therefore, requires making a transiticn from the square section to the round. The
section which is left square is called a pomime] (see Diagram 8_5)

i The pummel End view

THapgram A5 The pommel,
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Chapter 9: Spindle turning - setting up for practice

9.1 The blank
The most convenient timber to practise on is some kind of softwood. This has
the advantage that it is cheap and readily available. The wood does not have to be
of good quality. Old pallet wood, for example, will do nicely, and offcuts of floor
joists can often be picked up on building sites. It is, however, best to avoid knots as
much as possible because they are hard and create wild grain; as a consequence they
are relatively difficult to turn.

Whatever wood is used, It should be cut to provide a blank about 2 in square by
12 ins long. Some turners, I believe, like to cut the corners off of a square to be used
for spindle turning with a power saw or by planing. Normally, this is not necessary.
Someone, I think it was Peter Child, said: “there is a machine designed to take the
corners off; it’s called a lathe”.

9.2 Mounting the blank

Fit the practice piece between centres on the lathe. A two-prong or four-prong
drive centre can be used at the headstock end. It does not greatly matter which,
although I favour the two-prong. Alternatively, the suggestions I made in Chapter 5
(section 13) when referring to safety can be followed. If either a four prong or aring
centre is used to drive the work care should be taken to ensure that the end is cut
square so that the points or the ring will be in full contact with the wood. If a cone
point, or a ring centre, is used then it will be necessary to use a revolving centre in
the tailstock.

If a spur drive is used a fixed centre can be used in the tailstock but, if so, a blob
of light oil must be dropped on the work-piece where the point will penetrate. This
relieves the friction and prevents buming of the wood. Care must be taken to tighten
it up from time to time as the work progresses as it may become a little loose in the
early stages. If this is not taken care of the work-piece could fly off the lathe and
cause injury; in any case it needs to be held firmly if turning is to proceed satisfactorily.

9.3 The rest
Before the rest is fitted for the first time the top edge should be examined
carefully to make sure it is smooth and free from paint, grooves or notches which
might impede a tool which is slid along it. Ifit is not free from these defects it should
be filed smooth. It should be remembered that a chisel or beading tool will probably
have a relatively square corner which can catch quite easily. To allow chisels to slide
more ¢asily any sharp corners should be rounded off with a stone.

La— 1/4" back

144" below

Diagram 9.1 The position of the rest for the initial exercise
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Once the work-piece has been mounted the tool rest must be set in position.
It should be placed where it will be about 1/4 in clear of the revolving corners of the
work-piece and a little below its centre. It is not possible to be very specific about
the latter distance. I am often asked how high the rest should be; my answer is
“where it is comfortable”. The reason for this is that it depends on the height of the
turner in relation to the height of the lathe. However, about 1/4 in should be about
right to start with (see Diagram 9.1)

The point is that the rest should be in such a position that a cut can easily be taken
whilst maintaining the recommended stance (see Chapter 6). This should not create
any heartaches as the position is not that critical. After a couple of passes of the tool
the beginner should begin to get the feel of where the rest should be.

In carrying out the exercises described below consideration should be given to
the length of the rest. Ideally it should be about 8 ins long. Anything less than 6 ins
will mean that it will have to be moved frequently. Anything more than 10 ins and
it may become unwieldy and, if it is not strongly made, it may flex at the ends. But
the beginner will probably have to use whatever rest is supplied with the lathe.

9.4 Turning speeds

It is also necessary to consider the selection of speeds. When I am demonstrating
I am often asked what speed I am using, That is a reasonable question but it is one
to which I do not necessarily know the answer. When I was using my Coronet Major
all the time I would not think about speed as such but I would consider the size of the
work-piece and then decide which of the five pulleys was appropriate. Occasionally,
perhaps because the work-piece was a little out of balance, or for some other reason,
I would decide that the speed was wrong and then move up or down a pulley. Now
that I am using a lathe with an electronic variable speed I simply turn the control
knob until I judge that the lathe is turning at a suitable speed.

So where does this leave the beginner. It should be noted that the “correct” speed
is determined by a number of features of the work-piece, such as the diameter, the
width or length, the weight, the hardness and density, and the fibre structure. To add
to this there is the variability of turners’ techniques and the choice of tools and bevel
angles. Even if there was such a thing as a “correct” speed, the actual choice is likely
to be a compromise when there may be only three speeds available.

Please note, though, that even if it is not possible to choose the “correct” speed
it is quite possible to choose the wrong speed. This is more likely to be too fast than
too slow. I think it possible that many novices consider that high speeds (or the
fastest practical speeds) are desirable. It is in fact much better (it is certainly safer)
for the novice to err on the low side when choosing a speed. If that seems too slow
he can then move up to the next speed.

The tendency to choose too high a speed not helped by the fact that some lathes
on the market (or which may be purchased second hand) have a totally inappropriate
range of speeds. (See the comments about lathes in Chapter 2.}

As he gets to know his machine, and his material, the turner begins to know
almost instinctively how fast it should be rotating for a particular job. Often the
sound alone will provide sufficient information. Consequently the experienced
turner seldom thinks in terms of rpm or of cutting speeds. However, particularly in
the case of the exercises described below, I will indicate the speed that should be
used, where I think this is appropriate.
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Chapter 10: Spindle turning - roughing down

10.1 Setting up
As explained earlier (sse Chapter § Saction 2) the first job to bs done when
undertaking & pices of spindle turning ia to “rough down® the sqoarc blank to &
eylinder. For the firat exercise a piece of two by tem i3 fitted in the lafhe aa desceribed
in the previous chapter, the tool rest is positioned, and the lathe set to a suitable
speed. For this excreise I would suggest that 208 rpm is bt right,

10.2 A Preliminary exercise
As a prebiminary exervige it is & good idea to try out the tool position, and the way it
ia to be manipulated, with the lathe switched off. To begin with the work-piece is
revolved by haod so that ope of the cornems i pointing rouphly st the toners chest.
A roughing gouge is then positisned, with the fhote uppermoat, so that it is supported
by the reat and by the corner of the work-piece. The cutiing edge of the gouge shomld
protrude about 1 beyond that corner (ses Dingram 10,1},

THagram 10.]1 Tuitis] padtiow of roopking powpe

With the tool in this position the turner should check that be will be able to take up
& comforiable semee (see Chapter § Scetion 2). If the position is not comforiable the
rest shomld be adjpsted accondingly and the need for any other changes comsidered.
Next, the gouge ahould be alid back towards the tmmer, whilst maminming comtact
with the rest and the work-piece, until the heel of the bewvel comes in to contact with
the corner, when the movement is stopped. (See Diagram 10.2) Thia action should
be done several timea to get the feel of the required movement.

/Q\" .-'f
4. e
»
A7 "
/’; =
Magram 18.2 Sccond poaition of rooghing pouge

103 Making the cut
Now the lathe can be switched on. A point on the work-piece is chosen about 6
mches from the left han end, the recommmended stanee is taken up, the grip checked,
end the action described above is carried out slowly and calmly. The gouge shomld
make contact with the reet first and then the handle is raised vmtil the blade just
tonches the camers of the work-piece as they come round.
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Then the gouge 18 drawn bark mnill the heel of the bevel is just traching the corners.
But now, instead of stopping, the gouge is withdrawn a litfle more, and the handle
maiscd, until the cutting cdpe just comes into contact with the work-picce and beging
to take tity shavings off of the corners. The gouge is now at the position where the
bevel can be eaid to be just rubbing (see Disgram 10.3).

<N

Dispram 10,3 Pesition of ronphing poupe st start of cut

It should be noted that if this is done slowly and carefully there is absolutely no
dengexr of mything umtoward, dangenons, or worrying, teking place. 8o the tuner
ghould stay relaxed, but alert and in control; the way a confident car driver would be
in light traffic.

‘We are now in the position where the gonge has taken a feor small shavings off the
comers of the work-pices. If'thet poaition is held the gouge will atop cutting and the
turner will be ahle to see a alight depwession in the blur made by the revolving
comers. If the gonge is slid to the left, and the attilude of the tool #s maintained, then
the edge will agein begn to take shavimgs, When the end of the wirk-piece is
reached care shonld be taken to ensure that the cutting edge does not dip into the
It should be noted that as the gouge is slid along the rest the initial cotting attitude
must be maminmed. If it is not then gither the tool will stop cutting or the size of the
ghaving will increase. The main way to keap the tool in the right adtitnde is by
moving the trunk of the body mather than by separate movements of the amms or
hands; bot, whilst doing this, it mey also be necessary to control the size of the
shaving by slightly raising or lowering the handls of the gouge.

10.4 Repenting the cut

When the first oot is completed the ool is returned to the initial position aad the ot
iz repeaisd again and again until this pant of the work- piece is reduced to a cylinder
which has no flaiz left on it. As the cuts axe repeated it will be found that, at the mitial
paint, a sloping shoulder will be created. Although it is possible to make roughing
cuts to the left or to the right it iz not practical to go up a shoulder. Because of this
it will be foumd necessary to atart a little firther to the left of the initial pomnt each
time and to work away from the shounlder.

Work away from shoulder
:, ? Shoulder

Diagram 10.4 Cuts mpst he taken away firom the showlder
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Aa this section of the work-piece approaches the cylindrical form the povge can be
turned through an angle of epproximately 45° (as seen from oveshead) so thed it is
paointing in the direction it i= moving (see Diagam 10.4). This change in approach
etubles the bevel to rab more effectively thes providing more control of the tol. It
also provides a slicing cut which produces a smoother finish.

10,5 The scquence of operations

As aoom ga all the flats (that is, the sides of the original aquare) heve been removed
on this saction the lathe is stoppad. The rest is moved to 2 new position (if necessary)
sndd the imiouched part of the work-piece is roughed down m the sgme manner 88
before. This may be done in a number of steps, depending on the length of the

XFirst cuts K‘Secnnd cuts \T‘Third cuts

work-piece (see Diagram 10.5).
Disgram 1085 Sequencs of operetions

When the mughing down has been completed, and there are no flats left on the
wink-piece, the profile should be reasonably straight and paralle]l so that a cylinder
is formed. This is best achisved whilst the roughing down is taking place by trying
to prevent the crestion of bummpe or hollows. It is particnlarly necessary to try o
avoid hollows when the roughing down is in ite final siages. Whenewver a hollow is
formed the rest of the surface will cventually have to be taken down to ite lowest
level

Aa soon as a reasonsbly true cylinder has been formed, with oo flats, the tomer is
ready to move onto the next exarcise. The surfice left by the roughing gouge in the
foregoing operations will probably be quite rough. It now needs to be made nice and
smooth with the plening operstion (see next chapter),

10,6 The direction of the cwi

1 have supgpested that the roughing cnt shonld be made by moving the tool to the left.
this is becense 1 think thed the begimner will find it easier to control when wotking in
that direction. Neverihwless, it is not mmch more difficult to make the cot from left
to right, and this docs have the advantage that the shavingy are then shot swsy from
the turner.
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Chapter 11: Spindle tnrning - the planing cut

11.1 Introduction

Many novice tumers seem to think that the packsging on a4 new skew chisel
should carry a Governmemt Health Warning, Pechaps, becanss they have adopted the
wrong approach, or becanse they have nsed an nnsuitable tool, or becanse someons
else has told them worrying stories, there are those who pick up the skew chisel in
trepidation of something nnpleasant occurring. This is very unfortunate and totally
unnecesgary. There is nothing to be afraid of If the instractions given below are
followed closely then nothing untoward shomld cocnr.

11.2 The chisel

It in customary to wse & skew chisel to meke the planing cut but a square end
chisel can also be used The skew angle does make it eagier to hold the chisel in the
comrect cutting poaition. When first attempting the planing cut the novice will need a
wide chisel; it is recommended very strongly that & 1Y in. chisel should be nsed.
Thig width makes it mpech eagier for the tmmer to keep the tool cutting in the safe part
of the edge. This will be discussed further below,

In addition the chisel must be sharpened correctly. This is very important. Many
of the problems which people experience with the skew chisel are probably due to a
badly ground tool. As a consequence I must repeat some of the pointz I made when
discussing sharpening in Chapter 4. It is essential that the bevel of a chizel is ground
either concave or, at worst, flat. 1 believe it will also help if the bevel angle is made
fairly large; I would, in fact, recommend a bevel angle approaching 45° to start with.

Another point worth making, althoogh it doea not affect safety, ia thet the chisel
ghould alide smoothly along the tool reat. It will slide more readily if the corners of
the blade, which come into contaet with the rest, are rounded off slighily. If it has
not already been done by the manmufacturer, the arria should be rounded over with a
Hiomne,

113 The attitnde of the chisel

As a preliminaty to the planing operation it is necesgary o consider the attiinde
in which the chisel is used. This is ilhstrated m Diagram 11.1: the chisel is mchned
nt an engle so that the cutting edge ia at abwut 459 to the axis of the lathe when seen
from the view pomt of the tomer (we can call this the sngle of sitack). Thia ia the
positiom for 8 right handed person who is making the cut by moving the too] from
right to left, that is, towerds the headstock, Nete that the long point of a skew should
be &t the top.

Angle of attack

Disgram 11.1 The attitade of Gue ehiisel
Moto: a myoare cod chosel is shown in fheee degrome. Whether & sqoere ood or @ slorw cloasl
T mwad does not roatier. B s the position in which the sdge s hald wilch i Importeot.
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11.4 The cutting point
Tdeally, the position on the edpe, st which entting takes place, showld be shout
o thind of the width of the edge above the ahort {or lower) point.  For convendence,
we can call the poaiticn at which cutting takes place the “cutting point’ (see Disgram
11,2), In pregtice it will be difficult to mantam this position precisely but every
effirt ahomld be made @ prevent the contaet point riging above the triddle point of
the edge.

Alvways keep cutting point low on the tool's edge
The top point must never be allovwwed to contact
weark-piece

IMagram 11.1 The cuiting point

What has to be coopheaised is thet the vpper comer of the culting odge must
never be allowed to come into contact with the work-piece; if it is allowed to do so
the tool will dig in and, at best, will ruin the job. Fortupately, by following the
procedures described below this is easy to avoid and there will be no danger.

Although the lower point should not be allowed to come into contact with the
work this does not create the same hazand. IT it happens the cut will continue but &
romgh murface may be praducad.

11.5 Preliminary exercises
With the lathe switched off procedores similar to thoss which I described a2 a

preliminary exorcise for the roughing down operation should be carried out. The
coerect stance should be taken up and the height of the tool rest adjusted so that a
comfortable position can be maintained The chisel is laid acrosa the tool rest and
the work-piece and then alid resowerda, along ita own axis, until the heel of bevel is
in contact with the wood K can then be withdrawn a litile firrther 1ntil the bevel
itself in in comtact with the wisdc-piece.

At this pomt, with the Iathe still switched off, some practice con be bad
manipulating the attitnde of the chisel. By making appropriate movements of the
handle the torner should be to be able to do two things:

o pdjust the angle of attack; and

e  adjust the position of the cutting peint on the edge of the tool.

The necessary movements should be repeated s mmmber of times, As they are
made the bevel shiuld be held flat on the work-piece. When the Inthe is nmning this
will be when the bevel is rubbimp (see Chepter 6, Section 6).  Also, of coursc, the
cdge of the tool must maintain contact with the reat.

To comixol the tool whilst a cut is in progress the tumer omust be able to combine
these movements. This necessitates quoite subtle adjusiments of the tool which on
paper may seem very difficult, After a little practice, however, they are performed
without conscions thomght on the part of the turner. It is a little like leaming do ride
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a bicycle: one moment the learner is wobbling all over the road and then, suddenly
he has control of balance and direction.

The movements described are actually easier to make when the cut is in progress
than they are with the work-piece stationary. The small amount of vibration created
by the cutting action makes it easier to slide the tool into the required positions. In
addition, the resistance of the wood against the cutting edge provides some
resistance, which the turner can use, to help to provide the control required. With the
some practice the planing cut can readily be made with just one hand, holding the
skew by the handle.

11.6 Trying out the cut

It is now time to try out the planing cut for real (ie, with the work-piece in
motion) starting from the situation where roughing down has just been completed.
For the time being the speed is left unchanged , ie about 2000 rpm. It may be
necessary to reduce the speed later but the reasons for this will be explained in due
course. The following instructions are for a right handed person.

Before the lathe is switched on think about how much of the work-piece should
be planed in the first stage. It not advisable to attempt to plane the whole length in
one go. In any case the tool rest may well be too short too permit that. It best to do
about 6 ins at a time, starting that distance in from the left-hand end. Having chosen
this position take up the recommended stance and make sure that the feet are placed
in a suitable position.

The procedure to be followed in making the first cut is as follows:

o the first contact the tool makes is with the tool rest - the tip of the tool should
be raised above the work-piece;

e the tip is lowered until the blade just touches the revolving corners of the wood;

e the tool is withdrawn so that the heel of the bevel makes contact with the
COTnETS;

e from this position the chisel is slowly manipulated so that the bevel is rubbing
and the edge begins to cut; and then:

e the chisel is slid sideways to the left along the rest, taking a light cut to the end
of the work-piece;

this movement is produced by the body rather than the hands (see sections
6.2 and 11.7).

Care should be taken when the end is reached that the tool does not dip into the
drive spur. Throughout this procedure the contact between the tool and the tool rest
must be maintained.

This procedure is repeated until the work-piece has been reduced to the required
diameter over the first section. When this has been achieved the adjacent section is
tackled, and so on, until the right hand end of the work-piece is approached. When
working to the left the last section should be started an inch or more to the left of the
right hand end. This leaves a small section at the right hand end which must be
tackled in a different way.

Now, for a very important point! The planing cut should not be attempted
starting with the chisel off the end of the work-piece. This means that the cut must
now be made in the opposite direction, that is, moving from left to right. The cut can
now be made cither right handed or left handed. Either way the tool must point to
the right in the same attitude as before. Performed right handed this is a little
awkward: the body must be twisted round so that it is between the handle of the tool
and the lathe.
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When the cut is performed left handed everything must be a mirror image of the
attitude described above. The right hand holds the tool on the rest and the left hand
holds the handle. This may seem a terrifying idea but in practice most novices do
not find it too difficult. The key to success is to take it slowly and carefully. The
chisel is applied to the wood so that the heel of the bevel is rubbing, slowly
manipulated until the edge begins to take a fine shaving, and the cut is made to
the end of the work-piece.

11.7 Possible problems

I have taken pains to stress in the foregoing the importance of keeping the bevel
rubbing. Allowing the bevel to come off the work is the primary cause of all
problems in turning. Whenever something seems to be going wrong the turner
should check whether or not the bevel is rubbing.

The turner may find that although he can start the planing cut correctly, and
maintain it for a short distance, he has difficulty in keeping the bevel rubbing. A
common reason for this is that the upper body is being allowed to twist as the hands
are being moved to the left. When this happens there is a tendency for the left hand
to be pulled away.

The correct way to perform the cut is to keep the hands as still as possible with
the elbows tucked into the sides of the body. The attitude of the tool is controlled by
the hands but it is moved sideways by moving the whole of the trunk. The trunk is
moved by transferring the weight of the body from the right leg to the left and
allowing the pelvis to shift from above the right foot to above the left foot. As this
happens the trunk, arms and hands are moved sideways en bloc, without changing
their relative positions.

Another problem can be caused by the tool lifting slightly off of the rest.
Sometimes this is revealed by a slight chattering of the tool and/or a slightly irregular
cut. It possibly happens because the turner is concentrating so hard on keeping the
bevel rubbing that he is not paying sufficient attention to other things. So, the bevel
should be kept rubbing and the tool kept in contact with the rest.

11.8 Spiral ribbing

There is one problem which can occur with the planing cut even by experienced
turners who, it seems, are doing everything right, The most common manifestation
of this is that a series of spiral ribs are formed on the work-piece. This can be
difficult to eliminate. I have come across a number of suggestions for alleviating this
problem but have neither seen nor heard an explanation of what causes it.

I have my own theory about this. On many timbers there is a difference in the
hardness of the early (or spring) wood, which is laid down when the sap is rising
strongly, and the late (or autumn wood) when growth is slow. Inring porous timbers,
such as ash and oak there is also a difference in the cellular structure of early and late
wood. It is these differences which give rise to the appearance of the annual rings.
In most cases the darker wood in the annual ring is harder, or cuts less readily, than
the lighter areas.

When a work-piece is held between centres with the grain running axially then
the annual rings will tend to run from one end to the other. When the wood is being
cut a thicker shaving is taken out of the less dense wood and the work-piece goes
slightly out of round. The denser, darker, wood is usually much narrower than the
rest and tend to stand up as a seties of ridges around the work-piece. When this effect
is pronounced the ridges cause the tool to bounce slightly which in turn leads to
variations in the depth of cut to form a spiral pattern.

To overcome this the natural tendency of the turner is to speed the lathe up.
Certainly this was my reaction when I first encountered the problem. In fact
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increasing the speed of the lathe exacerbates the problem. What happens is that the
increased kinetic energy in the work-piece is transferred to the tool making it bounce
even more. To put this another way: because the ridges on the work-piece are
moving faster they give the tool a harder kick. As a consequence one way of dealing
with this problem is to slow the lathe down.

After reducing the speed of the lathe it may be necessary to remove the bumps
and hollows previously created. In this case the roughing gouge should be passed
over the work again to return it to the round state. Then the planing cut can be tried
again.

In some timbers, where the difference in density between the early and late wood
is very pronounced, the tendency to make spiral ribs may still be evident after the
speed is reduced. In this casc the turner should try the following suggestions: set the
rest as close to the work-piece as possible; hold the chisel more firmly than usual
and, whilst making sure the bevel continues to maintain contact (ie to rub), allow it
to just brush the surface.

If, after trying all these things there is still some ribbing, I have no further
suggestions to make as far as the the chisel is concerned. When the exercises being
described here are being followed a perfect surface is not necessary. If, when the
turner has progressed and is attempting to make a specific object, it proves
impossible to plane a satisfactory surface it may ultimately be necessary to resort to
some very light scraping and sanding.

Some turners may find it difficult to accept that the answer to the problem of
ribbing is to slow the lathe down. But remember this: no-one has to take my word
for it. People can try it out for themselves and draw their own conclusions.
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Chapter 12: The ‘V’ cut

12.1 Introduction

Having roughed down and planed the practice piece the next stepis to mekle the
V' oot Thin cut is mede with the cormer of a chisel. Because it is made with the
cornier, it can be made with a chisel of almost any width. Thia inclodes the: ¥y inch
pquare beading and parting tool which can be used s a chisel for this opemtion,
Many twners may find 8 nemower tool, such as this, somewhat casicr to usc.
Nevertheleas, when [ am teaching I atart with the 1Y/, inch skew. I do this primarily
to halp to overcome any lingering fears the student may have concerning this tool.

A chisel has two corners, which are often called poimts (a8 they will be hexc), If
the chisel is grovmd aquare, like the beading end parting tool, it does not matter which
of the points is used for the “V* cut; but if it is a skew then the points are formed at
different angles (soe Diagram 12.1). In that case the lonpg point should be used.

IMapram 12.1 Naminp the palnts of the skew chisel

There are two main methods of making the *V*" cut. I call these the “push’
method and the ‘swing’ method, In practice these can be vsed in combinetion
form & hybeid of the two methods, I conpider the awing method to be the ‘proper’
way of meking this cut becanze with prmctise it ia more natural md effective. The
novice should be encouraged to persevere with it because it helps (o hone skilla
which me required for other operations, such a3 foxming beads, which will be
described in the next chapter.

Diagram 12.2 Marking the positien of the “V*

12.2 The swing Cut
To begin this cut 8 very small notch is made, st the position where the “V" is
required, using the long point of the skew chisel. To prepare to do this the chisel is
held with the long edge on the rest, the blads vertical, and the poimt well up on the
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wink picce but just clear of the woud, The handle is lified so that the point swings
intg the wood tn make g small mark mnd then lowered to withdraw the pont (sce
Diagram 12.2),

Subsequent cuts are made with the chigel leaning to either gide. The top edge is
leaned to the left for a cut on the left side and to the right for the right side (see
Diagram 12.3) Whilst the cuis are being made the slope of the cutiing edge indicates
the direction in which the cut should be made.

left out right cut

4—

DMapram 12.9 Leaning the chingl when making o eot
At the beginning of the cut the bevel should be held at a tangent to the surface of

the work piece (3ee Diagram 12.4).
Position of poirt of tool
/m heginning of " cut

Diagram 134 Positien of the ool when starting & cut

Assuming a cut is being made on the left side of the ‘V*® the handle is swung op
and to the left in a straight line so that the point cuts o sbraight line down the aide of
the "V'. In doing this the rest, of comrse, is used as the pivot point  This being so, it
is a matzr of straightforwand geemetry to observe that the handle must sweep
through a plane which 1a nclined at the wome angle ag the gide of the V",

This is shown pictorially in Diagram 12.5. Ax the cutting point is moved from
A to B the tip of the handle must move from C to D. All four points, A, B, C, and
D, an the shaded area in between, lis on a single plain. Note that point D is well
above point C.

The reader may think that 1 have laboursd this point and it mey seem obvious on
paper, but 1 have foomd that beginners have difficulty in translating theory into
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practice. 'What often happens is that, when cbserved from behind by the instrocior,
the tip of the handle can be seen to move in a kind of reversed *J” movement ingtead
of & straight tine. The result iz that the form of the "V leaves something to be
desired. The beginner shonld try to avoid this.

Pairt B

Point & 1‘\ i

Pivat poimt
| |

Z‘{Ttn:ul rest

Paint O

DHagren 12.5 The movenent of the tool

Saccesmive cuis start just to the side of the previous cot. Very emall amounts of
wond are removed with each time {see Diagram 12.6). It 8 custwmary, ut noi
ebsolutcly necemary, to make successive cuts on alternate sides of the “V*, This not
only enables the turner to cut awey the waste clesnly bat alao helps to keep the 'V*
in the required position, The torner should try @ meke each cot W & contimums
sweep from the entry point to the buttom of the “V* taking ouly a thin shgving, Ifan
aiimpt is made to remove ton much wood the point may catch. Good lighting and
good cyeright mre required for this, Turners wearing glsssca with bifocal (or
varifocal} lenses should ensure that they focus properly at the required distmee.

Last cut on LH =side — ( First cut on LH side

7

7\

Successive cuts start just to the side of the previous cut

Diapram 12.6 forming the ‘v

12.3 Poinis to nole

As the “V* gots deeper a mumber of points must be observed. The first is that
thers mmst be some clearance between the cutting edge of the chisel {above the
cutting point) and the wall of the “V'. This is illustrated in Diagram 12,7 which
shows g view from the back of the lathe looking towsards the wrmer, If this clearmce
is not maintained the edge mery catch on the part of the work plece tarked Paoint A

in the disgram, The result may be mn ugly spiml gash in the wood.
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‘When Diagram 12.7 iz given carefiil congideration it will be noted that only the
lower edge of the bevel can be made to rub on the side of the *V* (see Diagram 12.8).
Bt this is enough to allow the torner to maintain control of the tool.

/k clearance angle

point &

MHagram 117 The clearance emgle

To make a cut on the left zide of & ™"
thiz edge is held on tool rest
thiz edge of bevel must rub

Disgram 11.8 The hevel

It shonld be noted that ih order to keep the corner of the bevel rubbing on the side
of the “V" ihe tool muoat be pointed at an angle to the work-piece. Diagram 12.9
Shows the position for the left-hand side of the *V".

c 4

Dingram 12.9 The sagle at which the toel Is held for the swing eot

This angle is the opposite to that whirh many beginmers expect. For a cut on the
left-hand side of the *V* the handle should be held to the right of the culting point so
that the edge of the bevel is more or less at a right angle to the axis of the work-piece.
This can be 3een by carefiil consideration of Diagram 12.9.
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12.4 Summary of points to watch whes making the swing cut

& Start the cut with the bevel rubbing (pec Diagram 12.4).

= When making a ciut ensure that t tool is held at the correct angle to the
anin of the wik-picce (when seen from above, a3 in Diagram 12,9,

s Keep the bevel rubbing on the wall of the *V" (see Diagrams 12.8 and
12.9).

s Maintain the clearance angle (see Diagram 12.7).

= Move the tip of the handle in a atraight line (see Diagram 12.5)}

12.5 The push method
Before this cut is commenced the ool rest ia positioned ao that the top edge is
level with the axis of the work-piece, The first cut is & amall notwh which is made
with the long pomt of the skew, as wea done for the swing oot Then the tool is held
in 8 horizental position snd, when observed from above, at an angle to the axis of the
work-piece, as shown in Diagram12,10.

THapram 12.10 The angle at which the toal is held for the push ent

This angle determines the slope of the side of the *V’. To make the second cut
the tool is simply pushed into the work-pisce slightly to one gide of the notch and
penetrating a kitile desper. The third cut is a repeat of the second cut bt is made on
the other gide of the notch. These cuts can then be repeated with each successive cut
on opposite sides.

12.6 A comparison of the swing and push cats

The reader may have noted that although the swing and the push cut produce

If diagram 12.9 and 12.10 are compared #t will be seen that, to cat the same side
of the V7, the tool ia held at opposite angles. Also, whereas for the pash cut the tool
ig held in the horizontal plane, for the swing cut the tip of the handles is held down
g0 that the cut can be started with the bevel at a tangent to the surface of the
wink-piece.

‘When teaching beginners I find that many tend to slip into the push cut because
they do not start the cot high enough om the work piece, that is, with the bevel
rubbing. However, as long as the cut is made successfully, without the tool catching
and roining the work, that is not really & problem. Bt I do draw their attention to
what is happening.
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It will have been noticed that the push cut is very much easier to describe than
the swing cut. In practice, however, it will not necessarily be found easier to
perform. The beginner should try both methods to see which is best for him,
although, as I said earlier I try to encourage students to use the swing cut.

12.7 Problems and ‘accidents’

It should be noted at this point that many novices find learning to cut both
“V’s and beads difficult and, as a consequence, have many ‘accidents’ along the
way. In this context, by an ‘accident’ I do not mean something which is physically
threatening, or dangerous, to the turner, but something which damages the work.
What can happen in trying to perform a ‘V”’ cut or roll a bead, is that the tool catches,
it then spirals out of the cut and along the work-piece forming a horrible ragged gash
in the wood.

Such an accident is part and parcel of the process of learning to turn. The
beginner should accept this philosophically and just keep trying. With practice these
problems should occur less and less frequently.

It is often difficult to understand precisely what mistake has been made in
causing this to happen. Most often it is probable that the heel of the bevel has been
allowed to lift from the rubbing position. As a consequence the cutting point has
penetrated too far and buried itself in the wood. As the wood continues to revolve,
and the tool is supported by the rest, something has to give. That something is the
wood. The edge of the tool catches and then acts as an efficient screw-cutting device,
leaving the ragged spiral referred to above.

Why do beginners have problems of this kind? One reason is that the turner has
to try to watch a number of things, such as keeping the bevel rubbing, maintaining
the clearance angle, and controlling the speed and the direction of the cut, all at the
same time. This is difficult at first and practice is required to get it all together.

If an accident does happen when practising and a spiral is cut into the work the
turner should immediately start again on an undamaged part of the work piece. If an
attempt is made to continue working on the damaged portion the point will probably
catch again, in one of the accidental grooves, making still more of a mess.
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Such an accident is part and parcel of the process of learning to turn. The
beginner should accept this philosophically and just keep trying. With practise these
problems should occur less and less frequently.

It is often difficult to understand precisely what mistake has been made in
causing this to happen. Most often it is probable that the heel of the bevel has been
allowed to lift from the rubbing position. As a consequence the cutting point has
penetrated too far and buried itself in the wood. As the wood continues to revolve,
and the tool is supported by the rest, something has to give. That something is the
wood. The edge of the tool catches and then acts as an efficient screw-cutting device,
leaving the ragged spiral referred to above.

Why do beginners have problems of this kind? One reason is that the turner has
to try to watch a number of things, such as keeping the bevel rubbing, maintaining
the clearance angle, and controlling the speed and the direction of the cut, all at the
same time. This is difficult at first and practice is required to get it all together.

If an accident does happen and a spiral is cut into the work the turner should
immediately start again on an undamaged part of the work piece. If an attempt is
made to continue working on the damaged portion the point will probably catch
again, in one of the accidental grooves, making still more of a mess.
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Chapter 13: Cutting a bead

13.1 Which tool?

A bead can be cint with several different toolg, namely: a skew chisel, a square
cnd chisel, 8 beading and parting tool, and a spindle gouge, each in 8 oumber of
different gizes. The problem in cutting a bead is that it is easy to get a catch; when
this happenz the tool is thrown back whilst cuiting an ugly spiral groove in the
wok-picce. In this respect n spindle gouge is cesier to control #nd less prone o
produce a caich. Put it does have one disadvaniage, this is that the widih and
thickness of the tool makes it more difficult to get o the bottom of the cut without
fonling the adjacent sarfisce.

A skew chisel of virtnally anmy size over %2 inch can be used to cut a bead. Either
the long point or the short point (see Diagram 12.1 in previous Chapter) ean be used.
‘When ] was leaming to tum I used the long point becense that was what the book [
wns following told me to do. The use of the short point provides a alicing cut which
produces a cleaner surface; but, as the tool is rolled over in making the bead, the long
point can obscure the view of the cutting point. In time I would recommend the
novice to experiment with this tool trying both points.

Initiglly, however, I suggest that & begimmer should use & */s inch aquare beading
and parting topl. In effect this is & narrow, tut relatively thick, squere ended chisel,
If this is not availsble a narrow square endad chissl can be uzed. I feel that a smaller
tool is leas dmmting. But whichever tool is vacd the technique is much the same.

(For notes on the use of a spindle gouge see paragraph 13.9 balow)

13.2 The nature of the cut

It is important to note that 8 bead can be cut sither by wing a comer of the chisel
of by wing a positon on the emtiing edppe betoeeen the twn corners, ie a8 when
performing the planing cot. When parformed by an experienced tumer the use of the
cutting cdge produces 8 very clean result. {This method is shown by Richard Raffan
i hig video.) Horvever, it iy expetience begirmers are more likely to get o eateh
when pecforming the cut with the adge. As a consequence ] always eacourage
beginners to learn the cut with the vac of one of the comers. The procedure for this
i degeribed below.

13.3 The procedure

A piece of softwood, similar to that used in previous exercises, ie two by two by
twelve inches long, is fixed in the lathe and the speed set to around 2000 rpm. The
squars; i then roughed down and planed smooth,

Paint &, Successive cuts

DMagram 13,1 Making o serics of cuts to form a bead

Then, using the beading and parting tool, two *V' cuts are made abowt 1 inch
apart. These sct the width of the bead and provide room for the subscquent cuts. Fimst
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one side of the bead is cut and then the other, The side of a bead is made in stages
startityg near the edge of the “V* and the top surface (ie point A in Disgram 13.1). We
can start with the right hand side.

13.4 The bevel must rub

It iz very important to noie the bevel must rub throughont the cat. However, in
thia exexcise, what 1 am calling the bevel is actually only the right hand edge. This is
ilhastrated in Diagrem 13.2. {This only epplies when cuiting with the right hand
comer of the chissl on the rigint hand side of a bead. When cuiting on the left hand
wide of a bead the opposite iy the case.)

|

When making cut on RHS of bead
thiz edge of bevel must rub

Dizgram 13.2 The rubbing bevel

13.5 The first cut

The first cut is the easiest one. The starting position can be checked with the lathe
switched off. The tool is placed on the rest with the cotting edge hotizontal. Tt is
then rotated, very slightly clockwise (just a few degrees), around its axiz and
positioned with the right hand comer of the cutting edge just to the left of point A
and the bevel in the rubbing position (see Diagram 13.3).

[

DMegram 13.5 The pesliion of ihe toel for the firwi et

Having switched the lathe om the first one or two culz cot can be made just by
rotating the tool aronnd its axis. Disgram 134 shows that when the tool is rotated
the cutting point will describe an arc. This feature can be used to cut a small mdius

Je @

When the tool iz rotated about thiz point
the cormer of the cutting edge dezcribes
an arc as shown

Megrame 13.4 The are described by the eotiing potet
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13.6 Forming the bead

After n fow cuts it will be found necessary to raise the hamdle and alide the tool
along the rest, whilst rotating the tool. The bevel is maintained in the rabbing
position by pushing the tool very slightly forward. These later cuts are all performed
in a similar memer a3 follows.

At the start of each cut the right hand comer of the cutting edge is placed just to
the left of the pomitipn at which the previgus cut was starizd with the bevel m the
rubbing position but not quite cutting. Once in this position the too] is rotated around
its axis so that 3t will begin to cut. As soon as the it begins to cut the tool is slid to the
right sme] the handle rised, whilst the rotation is continued. The objective now is o
maintain the cat until it runs out into the side of the “V” {see Diagram13.5).

1

Y
WA

Pozition &  Position B

Dingram 135 Fositdon of tool i beginning and end of ent

13.7 The tool must slide nlong the rest

Diagram 13.5 shows the position of the tool at the beginning and end of & cut on
a fully shaped bead, starting in position A and finighing at position B. When it
reaches position B the tool should be in the same position as it would have been
gt the end of a cut on the left hand side of the "V" (when using the swing cut). This
shows why the too]l mmet be alid along the rest; it cannot get fom A o B without
doing a0, Beginnera are apt to try to perform the cut by swivelling the: tool at one
point on the rest. When doing this it is impossible to form a well shaped bead.

13.8 The problems to be faced
The difficulty for beginness in cutting a bead is that a number of separate actions
have i be co-oninated in the correct combination, The tool has to be rotated ahout
its axis, the handle raised and pushed slightly forward (o keep the bevel rubbing}
rod the tool slid slong the rest. With practice these actions become sutomatic but to
begin with it can all seem rather difficult and it may take a litile time to achieve
miccess. The following analysia may help the beginner to appreciate what is required.
Diagram 13.6 Tlustrates the progresaion of the out in three stages, moving from
A to D through B and C.
¢ The lines w, X, Y and Z represent the position of the edge of the chisel
cutting at pointz AA, BB and 50 on. The cutting odge is at a tangent to
ihe surface of the wood at these points. The attituds of the cutting edge
at each of these poitty dhows that the relative apeed of rotation of the
tool is constant thromghout the cut.
=« From A to B the horizomial movement {achieved by sliding along the
rest) is considerably greater than the vertical movement (achieved by
raising the handle).
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¢ From B o C the horizomtal movement snd the vertical movemnent are
¢ From C to D the vertical movement is greater than the horizontal
movement.

In practice the: ntatipnal an slidmg movenents may be made et 8 constant rate
whilst the handle is raised at an accelerating rate.

A BCD

D Mm@

Dingram 13.6 Thse stages in cutting s bead

13.9 Using a spindlc gouge
A epindle gouge is used in a very similar way to a chisel. The cat is made by the
tip of the cutting edpe. To prevent the wings of the tool catching the far wall of the
“V* et it will be necessary to redge the hendle higher then is necessary with a chisel.
It also helps if the wings of the gouge are ground well back. Providing these
precautions kre taken it will probably be found that the gouge ia the safeat ool to use
perticularty when a caich, resulting in torn wood, would be a disaster.

Diagram 13.7 The wings en a spindle gouge

13.10 Try, and try again

For most people, leaming to cut 8 well shaped bead with 8 ressonable suceess
rate 18 one of the most difficaolt tasks for the newcomer to woodinrning. To begin
with catches may occur frequently. Indeed, 8 number of attempts may have to be
made befire the first muceess is achicved and the bead is cut withoyt 5 mishap, The
reader may find it usefnl to re-read the comments in Section 12.7 of the previous
chepter. Whatever happens keep trying, don't give up, it will come in the end. When
it does it is very satiafying.
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Chapter 14: Cutting a cove

14.1 Preparstion
A piece of softiwood, similar to that used in previous exercises, is two by two by
twelve inches long, is fixed in the lathe and the speed set to around 2000 rpm. The
square is then roughed down and planed smooth.

14.2 The tool
A apindle gouge of the appropriate size ia wsed for this cut. To give some
mdigation of the size; the width of the gouge should be about ome quarter of the width
of the cove to be cut. 8o if the widih of the cove is v be 1 34 in. 4 3/8 in. spindle

gouge should be anployed. A begirmer, practising with s limited set of tools, can
myke the width of the cove fit his tools, rather then the revemse,

14.3 The shape of the cove

‘When making actual objects coves may be all manner of shapes, providing they
are some sort of hollow. From a practising point of view what one should be locking
for is a nice smooth curve appreaching an arc of a circls.

14.4 Marking the size of the cove
The great majority of the cutting of & cove is done with the apindle gonge but, a3
an initial atep, it is & good idea to mark the onter extremities with the point of a chisel.
There are two reasms fir this:
* the marks defme exactly where the cove is intended to be;
s fhey help to prevent the gouge skidding out of the cove and so
damaging the adjacent surface.
These marks can be made with the point of any chigel {including the beadmg and
perting tool) beld with the cutting edge vertical (See Diagram 14,1} These cuts
should not be very decp.

\"Ir— b arking cutz

Dipgram 14,1 The cmis made to mark the 2dges of @ cove

14.5 The first stage in making the cnt

To start the cot on the left side: begin by laying the tool on its back just to the
right of the left-hand marking cat with the bevel robbing (as shown in Diagram 14.2
A). Twist the tool clockwise around its axis until the tip begins to cut.  Slide the tool
to the right whilst maintaining the cut with the bevel contimiing to rub. In onder to
keep the bevel rubbing it may be neceasary to feed the tool forward. Stop the cut at
the position midway between the two marking cuts — in other words, in the middle
of the cove (Diagram 14.2 B). When thiz point is reached repeat the cut starting on
the right-hand side. Repeat these cuis on alternate sides, always stopping in the
centre, until & ahape similar to that shown in Diagram 14.2 is formed Remember
that on spindle work cuts made from a larger diameter to a emaller diameter go with
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the grain. In this case going with the grain is cutting from the outside of the cove to
the centre.

A _ g

-

Diagram 14.2 The first stage in cutting a cove

14.6 The second stage in making cutting the cove

When the hollow of the cove has been partially formed by the method described
above there comes a point at which the tool may catch and be thrown backwards
along the work-piece ripping a nasty gash in the wood as it goes. This tends to
happen when the sides of the cove are becoming relatively steep. Consequently once
a shallow hollow has been formed a change of tactics is required. The way to prevent
a catch is to ensure that at the commencement of each operation the cutting edge of
the gouge is vertical as it enters the wood. If it is not vertical it acts as an efficient
screw cutting device and will wind itself out of the cove. The correct attitude of the
cutting edge can be achieved by watching it carefully as the tool is manipulated into
position. Many beginners, however, will have problems with this. Fortunately, there
is an easier way to achieving the required entry. This requires a little preparation.

14.7 Preparation for stage two

In preparation for the second stage of making the cove adjust the height of
the tool rest so that when the spindle gouge is laid on its side in a horizontal position
the tip of cutting edge is level with the axis of the lathe. Whilst the tool is held in the
horizontal position, place a ruler across the flutes (as shown in Diagram 14.4) and
turn the tool so that the ruler is in a vertical position. When the rule is vertical the
cutting tip will also be vertical. This indicates the attitude in which the tool should
be held at the commencement of a full cut starting from the outside of the cove.

Toal hu:nrl:n:nntal
%
Rule wertical ="

Diagram 14.3 Second stage - setting the rest

14.8 Beginning the second stage of cutting a cove

To commence the cut the gouge is held in the horizontal position (as described
above), with the bevel aligned with the side of the hollow previously formed (see
Diagram 14.4 A), and the tip is then entered into the wood at the edge of the cove.
Immediately after the tip enters the wood the tool should be rotated around its axis,
in an anti-clockwise direction, and slid along the rest towards the centre whilst, at the
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same time, the handle is lowered - a twisting and scooping action. By the time the
centre of the cove is reached the tool should be flat on its back and more or less at
90 degrees to the axis of the lathe (see Diagram 14.4 B). Throughout this procedure
the bevel must continue to rub.

Bevel ined up with . N . .
zlope of cove [mitial poitian - Firal pasition -
ool on its zide toaol an itz back

Diagram 14.4 Second stage - cutting a cove

14.9 Practising the cut with the lathe switched off

Not every one will find this cut easy to begin with. One way for beginners to get
the hang of it is to try out the various positions of the tool with the lathe stopped. In
preparation for this a cove of the required shape should be made as well as possible.
If necessary the shape can be trued up with a round nosed scraper. Having done this
the gouge should be moved carefully through the procedure checking that the bevel
is rubbing the whole time.

14.10 Some further considerations
Before leaving this chapter there are some further observations to be made:

e A cut on the side of a cove does not necessarily have to be made in one
continuous opetation.

e When cutting a cove (or indeed any shape with a spindle gouge) the cut
should be made with the leading edge of the tool.

e When cutting at the centre of the cove the fibres of the wood may not be
cut cleanly.

These matters are looked at in turn below.
14,11 Discontinuous cuts

As work progresses on a cove the shape may need to be adjusted. It may, for
example, be too flat on the bottom or, the opposite, too steep at the sides. In such
cases material may only need to be removed from part of the cove. When starting
a cut part-way into a cove the gouge should be placed in the attitude it would have
been in at that point had the cut been started at the edge. That last sentence may need
thinking about. The point I am hoping to make is that the gouge should be placed in
such an attitude that it is pointing down the slope with the bevel rubbing.

14.12 Cutting with the leading edge of the tool

When cutting a cove the cut should be made with the leading edge of the tool. This
is best explained with the aid of a diagram. In Diagram 14.5 the tool is being moved
left from to right (down the slope) and is pointing slightly in the direction it is
moving. The leading edge is the section emphasised. Cutting within this portion of
the edge has two benefits. One is that it provides a slicing cut which severs the fibres
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of the wood more cleanly. The second, and more important, is that it helps to prevent
a ‘dig-in’. In order to cut with the leading edge, in the attitude shown in the diagram,
the tool must be twisted slightly. If, at this point, the tool should be twisted the other
way (ie anti-clockwise) and the trailing edge allowed to enter the wood there will
almost certainly be a nasty catch. I know this because I found out the hard way!

Diagram 14.5 Cutting with the leading edge of the tool

14.13 Cutting the wood in the centre of the cove

When the tool finishes a cut in the middle of the cove, as shown in Diagram 14.4
B, it will be cutting directly across the grain. In some species of wood this will result
in some tearing of the fibres and a little roughness. In these cases a finishing cut be
made by making a short pass over the area concerned with the gouge held at a slight
angle and cutting with the leading edge, as described above.
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Chapter 15: Spindle turning — the final cuts

15.1

15.2

153

15.4

Introduction

This chapter describes how to perform the last of the cuts to which the reader was
introduced in Chapter 8. It covers the following;

» Two methods by which to form a pummel.

» How to create sections of waste wood at the extremities of the
workpiece.

» How the ends of the piece can be rounded over or, altemnatively, cut
square (when required).

o How to part off the waste.

Forming a pummel

As indicated in Chapter 8 (Section 10) it is sometimes necessary to leave a
section (or sections) of a spindle turning square. The most common reason for this is
to form a leg of, say, a table or a stool, which must be jointed with rails or other
members of the assembly. In such cases it is usual to plane the workpiece into a
square before turning, Note that it is necessary to mount the workpiece on the lathe
very accurately so that the round section will be centred in the pummel. Two main
ways of cutting a pummel are described below.

Forming a pummel — method 1

One way of forming a pummel is to start by making a “V” cut at the point where
the transition from the square to the round is required. The first step is mark a pencil
line all round the workpiece where the ‘V’ cut is to be made. The “V” cut itself is
made in exactly the same way as a “V” cut in a round section (as described in Chapter
12). Making the cut in the square blank is more difficult because the corners cannot
be seen clearly. As a consequence there is a danger of chipping the corners. It may
help to put something white, such as a sheet of paper, on the bed of the lathe behind
the workpiece; this may help to make the corners more visible. Note that the “V’
must be stopped immediately the bottom of the cut forms a continuous circle around
the workpiece.

Having made the ‘V’ cut the corners on the section of the workpiece beyond the

pummel can be removed with a gouge. In doing this care must be taken not to
damage the corners of the pummel.

Forming a pummel — method 2

Another method of making a pummel is to use a gouge. In this case the transition
from square to round is made progressively. It is done in the same way as cutting a
cove but in this case only one side is formed and instead of stopping the cut is carried
through to the end of the piece.

Cut away progressively

Diagram 15.1: Forming a pummel with a gouge

The cuts are repeated until the section beyond the pummel is completely circular.
The method results in a differently shaped transition from the square to the circular
section as compared with the previous method.
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15.5

15.6

Creating the waste

Usually, when making a spindle turning, it is desirable to remove the marks
made by the headstock and tailstock centres. To do this sections of waste must be
formed at the extremities of the workpiece. It is customary to form this waste at an
early stage of the turning so that the length of the piece can be determined accurately.
In many cases forming the waste will be the first operation after the square blank has
been roughed down and planed smooth. It should be noted that an allowance should
be made for the waste when the blank is cut to length at the outset of the job.

I—‘* Length of finished piece 4>—I [Waste

Length of blank required

Diagram 15.2: Allowing for the waste

A section of waste is most readily created with a parting tool. First of all a nick
can be made with the comer of the tool at the required distance from the end of the
workpiece. Then the tool is placed on the tool rest with the cutting edge parallel to
the axis of the lathe. The edge is entered into the wood high up, so that the bevel will
rub. As it cuts the handle is raised and fed forward so that the bevel is maintained in
the rubbing position.

Path of mitting edge >

Tltimate position of toal

Dingram 15,3: Maintaining the bevel in the rubbing position
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Diagram 15.4: Removing the wood is stages

The full width of the waste does not have to be removed in one operation. In
order to maintain control of the tool it is ofien necessary to remove the material in

stages, as shown in Diagram 15.4.

Rounding the end

Having created a section of waste it will often be necessary, at some stage of the
turning, to round over the end of the piece. This is not difficult and is done in manner
similar to that of cutting the side of a bead. The only difference is that to get the fully
rounded form the handle of the tool has to be moved round farther when making the
final cuts. This is because the bevel must end up more or less square to the axis of
the piece,
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Diagram 15.5: The position of the tool at the end of the cut

157 Squaring the end — the conventional cut

There are occasions when the end of the piece needs to left square and nicely
finished. When the waste has been created, in the way described in Section 5 above,
it will be seen that the end grain is very rough. This can be cleaned up with the corner
of a chisel used in a similar manner to that employed in a “V” cut. In this case, as the
cut i to be made square to the axis of the piece, the handle of the tool has to be held
further round so that the bevel will rub. The position of the tool is shown in Figure
15.6. The point is entered into the wood high up so that the bevel will rub and, to
keep it rubbing, the tool is fed forward as the cut proceeds. Note that it is the lower
edge of the bevel which should rub and that the cutting edge above this should lean
away from the face of the wood to create a clearance angle. As with the ‘V’ cut only
very small amounts of material can be removed with each pass of the tool.

Clearance angle

: Rubhing hewvel

?!\ TT— -
View from turnet's position Wiew from reat of lathe

Diagram 15.6: The rubbing bevel and the clearance angle.

15.8 Squaring the end — the Raffan cut

Viewers of Richard Raffan’s video will have seen that he uses a slightly different
method for squaring the end. In this case immediately after the point of the chisel has
entered the wood the handle is raised so that the wood is cut, not with the corner, but
with the cutting edge (see Diagram 15.7).

Dlagram 15.7: The Raffan method

Using this method the edge of the tool cannot be allowed to lean away from the
wood to form a clearance angle as deseribed above. Because of this I think most
beginners will find it more difficult than the conventional method particularly when
performed with a skew with a straight edge. It may have been noticed that Raffan
uses an oval skew ground with a curved edge (see Chapter 3, Diagram 3.5). The
advantage of this, for this operation, is that the combination of the oval section and
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15.9

the curved edge brings the points away from the wood. In effect this produces small
clearance angles above and below the position on the edge where the wood is being
cut; this reduces the danger of a catch.

The parting cut

In Section 15.2 above the way the waste is created was explained. Now it is
necessary to consider how the waste is removed. It is, perhaps, somewhat
paradoxical that a tool known as a parting tool is rarely used by an experienced turner
for the final act of parting-off. Instead this is commonly done with a chisel. My
favourite tool for this job is the chisel with a square section (also known as a beading
and parting tool), Sometime, when space is very limited, I use small skew chisel,
These are personal preferences, however, and any chisel, skewed or square ended,
can be used.

The method, in a nutshell, is to make a “V’ cut on the (imaginary) line which
forms the end of the piece. In many cases the side of the ‘v’ which is on the end of
the piece will need to be more or less square to the axis. What it will need to do is
conform to the required shape. (See Diagram 15.8.)

e

Diagram 15.8: Parting off

When the waste has to be removed at both ends of the piece I always start at the
tailstock. I make the “V’ cut as deep as I dare without risking the waste breaking off
prematurely. If it does break off at this stage it will mean that the waste at the
headstock end will have to be sawn off and there will be a lot of hand finishing to do.

How deep the "V’ cut at the tailstock can be made without the waste breaking off
is, of course, a matter of judgement; but a lot depends on the species of wood. On
many hardwoods the material remaining can be reduced to a few fibres, but
softwoods break more readily. A good strategy is to cut the “V” as deep as possible
whilst leaving enough material to be reasonably certain that there is no danger of
premature breakage. Then to go the headstock end and do the same thing there.
Having done that return to the tailstock end and remove a little more material. The
objective is to cut away enough so that when the piece is taken off the lathe the waste
can easily be broken off with the fingers. However, if the too much is turned away
and the waste does break off prematurely, there will not be quite so much handwork
to be done on the headstock end.

Now, assuming the work on the tailstock end has been completed without an
‘accident’ the waste at the headstock end can now be cut off completely. The ‘V’ is
made progressively deep until the point is approaching at which the waste will break
off. At this point the forward hand (the left hand of a right handed turner) is placed
loosely around the end of the revolving workpiece. Using the tool one handed the “V’
cut is continued until the wood breaks and the piece drops into the hand waiting to
catch it.

OK: to the novice the last few sentences should raise some doubts and a little
apprehension, Fear not; until such time as you have enough confidence to carry out
this procedure just make the “V” cut at each end as deep as you dare and then cut the
waste pieces off with a saw. That’s it.



