3

V.

For the best experience, open this PDF portfolio in
Acrobat 9 or Adobe Reader 9, or later.

Get Adobe Reader Now!



http://www.adobe.com/go/reader


BELL WOODTURNERS Membership Application

Please Print

Name

Address

City State Zip

Home Phone

Work Phone

Cell Phone

E-Mail

Spouse’s Name

Occupation

Member of AAW? Yes No

Membership fee is $30 per year or $40 for a family membership.






SOAP in Your Bowl

By: Ernie Conover From: Woodcraft

A process discovered by Hawaiian woodturner Ron Kent often allows better turning of bowls
from green wood. Specifically, soaking rough turned bowls in a simple solution of one-sixth
concentrated dishwashing detergent greatly aids in turning, reducing tear out from the tools and
greatly reducing checking in the final drying.

The soap process does not really use soap at all: instead dish detergent is what works, but
‘detergent bowls’ does not sound as cool. The detergent process is the subject of much
discussion among Internet groups and was the subject of an article in the Spring 2002 issue of
the American Association of Woodturner’s Journal by Ron Kent and Phil Wall. (AAW is a
worthwhile organization for anyone interested in woodturning. Their Journal, which comes four
times a year, is worth the price of admission. To learn more go to www.woodturner.org/. To read
Ron’s interesting description of how he discovered the process please go to his website at
www.ronkent.com/ and click on the “Techniques” tab.

The process is simple, and starts by following general green wood tuning practices. You rough
turn a bowl from green wood. A rule of thumb is to leave a wall of uniform thickness that is one-
tenth the diameter of the bowl. (A ten-inch diameter bowl would have a one-inch wall.) Next,
immerse the rough turned blank in a solution of one-sixth concentrated dishwashing detergent.
The detergent must be the kind you use to wash dishes in a sink, not the kind you put in
automatic dishwashers. Dawn and Joy are popular brands, available almost everywhere. At
Conover Workshops we have dedicated a large garbage can to the process, which we purchased
along with several gallons of detergent at Sam’s Club. Mixing was simple: pour a gallon of
detergent into six gallons of water. We then throw our rough turned blanks into the solution for
as long as possible. While over night works wonders, a more sensible minimum of three days
gives the optimum results. Ron Kent keeps the solution in a spray bottle for application during
turning, which means things won’t dry up on you as you work.

After soaking you have two options. One is to finish turn the bowl to a thinner wall. The
detergent makes the final turning go much easier, with much less tear out in the end grain. There
is also an improvement in sanding, with less clogging of the sandpaper. Once off the lathe the
bowl dries oval over a period of weeks. We have always recommended the application of an oil
finish while still on the lathe to minimize checking in the end grain areas. The soap seems to
further reduce checking to the point where it is practically nonexistent in clear wood.

The second option is to allow the rough turned blank to air dry before re-turning. We have
always recommend wrapping in newspaper to slow moisture loss, or waxing, to reduce end grain
checking. The traditional drying time after rough turning is three months. With blanks soaked in
detergent we’ve found the time to air dry is greatly reduced and checking becomes nonexistent—
even without wrapping in paper or waxing. Drying time has been reduced from three months to
several weeks. We can only conclude that the detergent is accelerating the water transfer across
the cell membranes.





There have been many claims, both in the AAW Journal article and on the Internet, of a
reduction in warping during drying. From the beginning | have felt that this seems to fly in the
face of wood technology. The claims were all from people doing spindle turned bowls (the grain
runs between the centers of the lathe). Because of the grain orientation there is very little
discernible warping in spindle turned bowls anyway. Conventionally bowls are faceplate turned
(the grain runs across the centers of the lathe).

Upon reading the article in the AAW Journal, | set out to test the idea. We integrated the process
into out turning classes here at Conover Workshops and tried the process on American beech,
maple and cherry. While the latter two woods have a favorable radial to tangential shrinkage
ratios, beech has one of the worst in North America, so we had a good test control subject. We
have now tried the process on enough faceplate turned bowls to say that there is no change in the
ultimate warping of the wood. What is gained by the process, however, is quicker drying with
less checking and far less tear out in end grain by the tools. On dry wood, sanding is marvelous
with no clogging and faster sanding through the grades. There is some debate on the Internet as
to changes in color of the wood by the process. So far we have found no change in color or how
the wood accepts its final finish.

All in all, the entire staff at Conover Workshops have found value in the process and have now
integrated it into our turning curriculum. I urge you to try it yourself—and if you learn anything
new please share it with all of us. Likewise, Ron Kent would be pleased to receive your thoughts.
Both Ron and | hope that people will rave over their soapy bowls. But, remember, flattery is soft
soap and soft soap is 90% lye.
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Sharpening jig: assembly diagram - sheet 1 of 2

Copyright: Brian Clifford
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Sharpening jig: assembly diagram - sheet 2 of 2
Copyright: Brian Clifford
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Sharpening jig parts - sheet 1 of 2

Scale: one half full size | Dimensions in inches

Copyright: Brian Clifford
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Sharpening jig parts - sheet 2 of 2

Not to scale I Dimensions in inches

Copyright: BrianClifford
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Step-by-step instructions for making the sharpening jig

Introduction

To start with it is necessary to work out how high the uprights need to be. As shown in the plans | make the height
4% inches but this may have to be changed to suit the grinder and the hinges that are to be used. The diagram below
shows that, for a given angle of tool rest, the higher it is, the smaller the bevel angles that can be ground. If the
leading edge of the tool is about %2 inch above the centre of the grinding wheels, that should be sufficient. Note that
allowance has to be made for the thickness of the hinge. lused the type of hinge known as a back flap.

Raising thetool rest makesit easier to achieve small bevel angles

My dimensions can be taken as a guide. The centres of my grinding wheels are 5 inches above the baseboard. If the
centres of the wheels on the grinder to be used are different to that then the height of the uprights will have to be
changed accordingly.

Thought also has to be given to the dimensions of the locking plate. If the difference between the height of my
grinder and that to be used is not very great then the dimensions | give for the locking plate will be satisfactory.
Otherwise dimension R1 (4 3/8 in.) will have to be altered. The best way to make the change would be to lay out the
locking plate to the dimensions given and then strike a new arc for R1. Note that the size of R2 is not given. The best
way of marking the slot is described in step 15 below.

The general assembly

Step 1
Cut out all the parts.

Step 2
Glue the base stiffener to the base leaving 3/8 in. at the end for positioning the upright and 3/8 in. at the back for the
brace. Allow the glue to dry. (Superglue is quick drying and strong.)

Step 3
Drill a hole (or cut a slot) in the base assembly so that the jig can be attached to the baseboard. A slot will allow
for adjustment as the wheel wears down. Note that this apperture is not shown on the plans.

Step 4
Glue in the brace. Allow the glue to dry.

Step 5
Glue in the uprights. Allow the glue to dry.

Step 6
Glue in the hinge platform. Allow the glue to dry. Note that the top corner of the platform will protrude beyond the
edges of the uprights. This can be removed by planing or sanding.
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Hinge Femowve this
platfarm carmer

L pright

Remove the corner of the hinge platform after assembly
The nut anchor assembly
Step 7
Drill a recess in the face of the nut anchor. The diameter of this recess is equal to the width of the nut across the flats
and the depth is the same as the thickness of the nut. A 9/32 in. diameter hole is then drilled through the centre of the
recess.
Step 8
Force the locking knob into the recess in the nut anchor. This is best done in a vice — but it can be hammered into place.

Step 9
Glue the nut retainer over the nut.

Step 10
Glue the nut anchor to the side of the upright with its lower end on the base plate.

Thelocking plate and knob assembly

Step 11
Temporarily fit the tool rest to the hinge platform with the hinges.

Step 12
Mark the position of the locking plate bracket on the underside of the tool rest. To do this take a spacer equal to the
width of the nut anchor assembly; hold this and the bracket against the upright; mark the position of the bracket.

Step 13
Remove the tool rest from the hinge platform and glue the bracket into the position marked.

Step 14
Reattach the tool rest

Step 15
Mark the position of the slot on the locking plate. To do this temporarily attach the locking plate to the locking plate
bracket with two screws. Hold a pencil against the locking plate so that the point is opposite the centre of the nut in
the nut anchor. Move the locking plate so that a line is drawn where the centre of the slot will be.

Step 16
Remove the locking plate. Mark out the slot from the centre line and cut the slot.

Step 17
Replace the locking plate.

Step 18
Make the knob assembly and screw into position.

Calibrating thejig
The sharpening jig will be much more useful if it is calibrated so that it can quickly and easily be set to the various
bevel angles required. Indeed, the ease with which this jig can be set is one of its great virtues. It is calibrated by
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adding a pointer to the base and a scale to the locking plate (see photograph on front page).
Step 19
Fix a small pointer to the base adjacent to the locking plate.

Step 20
Take a strip of card about one inch wide and six inches long.

Step 21
Cut one end of one strip to a bevel angle of 15° and the other to 55° (see Diagram 1 below)

Diagram 1

Step 22
Take the template and hold its bottom edge on the tool rest. Adjust the rest until the bevel at the upper end is resting
on the grinding wheel in the appropriate position (see Diagram 2 below). Lock the jig with the knob and mark the
locking plate at the position of the pointer. Turn the template round and repeat

Diagram 2

Step 23
Take a piece of thick white paper. Mark an arc on it with a radius equal to the distance from the centre of the hinges
to the tip of the pointer. On this arc set out the distance between the two points you have marked on the locking plate.

Step 24
Divide the distance between the points into 8 equal segments. The easiest way to do this is to divide it in half, then
divide each of the two divisions in half, and then divide each of the four spaces in half. This will provide a scale
marked off into angles of 5°.

Step 25

Cut out this scale and glue it on the locking plate in the appropriate position. The end points of the scale must be
aligned with the points originally marked on the plate.

Copyright: Brian Clifford
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A jigfor creating along grind on gouges

The basic geometry of a jig to produce a long grind is shown in Diagram 1. The tool and the tool
arm are locked together. The lower end of the tool arm rests in a 'V’ shaped block at B and the tip
of the tool rests on the wheel at A. To produce the grind the tool/tool arm assembly is rotated
around the line AB. The lengths of the tool armand the base arm (in relation to the length of the tool)

are fixed so as to provide the required bevel angle at the tip and the shape of the side of the long
grind.

This angle determines
the the bevel angle at
the extreme tip

l\
This angle determines the

- shape of the bewel on the
side of the long grind

Base arm |

Tangent to wheel
at point of contact

Grinder base board

Diagram 1: Thebasic geometry of ajigto producealonggrind

The above arrangement requires an excessively long base arm. In order to make the system more
compact, by shortening the base armand the tool arm, a post can be added. The height of this is
arranged so that so that the upper end rests on the line AB. The length of the shorter base arm and
the height of the post will depend to some extent on the height of the grinder’'s wheels above the
baseboard. However, the angle between the tool arm and the tool, and the length of the base arm
can be made so that they are adjustable. This makes the system very flexible and so that the
dimensions for the tool and the base arms that | used on my system are likely to be satisfactory on
many other machines. The details of these are given on the next sheet.

——l?'-?::_______
]lf e
| =
I S
TR e
Tool arrm ll'l (:“ F -
/ T 5,
/ T / !
f - I# +
[ i h !
B 'l.» % ‘."
T L
" ‘"*‘-_,_\_ _I")
e Fost -
B _ 7
N - - T 1
Basze arm

Diagram 2: The modification to thebasicjig
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A jigfor creating along grind on gouges
Sheet 2 of 3

For further information see notes on following sheet

Base arm and post assembly

Dimensions in inches

| —

bl
1

ENTH

12 :

Tool arm assembly

These photographs show the general arrrangement of the tool arm.
Critical dimensions are given in the notes overleaf
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A jigfor creating along grind on gouges

Sheet 3 of 3

Notes

In order to facilitate the rotation of the tool/tool arm combination a partial ball and socket arrangement is
employed. A 1/2 in. diameter hole is drilled in the top of the post to a depth of 7/16 in. As shown in the draying
some of the material is then cut away to allow movement of the arm. The bottom of the arm is turned down|to
form a 1/2 in. diameter ball which fits into that recess. The distance between the shaft of the tool and the c¢ntre of
the ball is 6 inches.

The way in which | have made the arm adjustable can be seen from the photographs. In use the arm is pughed
right up to the ferrule on the handle of the tool. In order to ensure that the grind is the same each time a pajr of
indexing marks can be made. One is scribed on the ferrule in an appropriate position, and the other on thelarm
next to it. When first setting up care has to be taken to ensure that the grind is the same on both sides of thg tool.

The base arm is fixed to the base with a bolt which goes through the base and the slot in the arm. There is § wing
nut on the top. The base arm is held in position with a strips of wood screwed to the base on either side.







Wooden Bowl Finishing

By Abe Sloan

Basically, finishing a wooden bowl involves removing the marks of the previous operation
until you get a smooth surface then applying a coating that _

will maintain that surface while working to further enhance the surface. I’ve written this to
show you how I do that, :

My Salad Bowl Finish Process

Step 1
Shear scraping to remove turning tool marks,

* 1 useeither a shear scraper on the outside, or the edge of a bowl gouge on the
inside,

Steps 2-6 :
Sand on the lathe using grits 80, 120, 180, 220, and 320.

* Iuse 2 inch sanding discs on a drill with the lathe turning 500 pm or less. I
blow the dust off and inspect the piece after each grit.

n.Pmmn_,mﬁrmmﬁnmﬂgmmwmmmamm:a Ecwmmﬂmammooﬁmoaa@owouo moving to
the next level of grit. :

= If scratches seem stubborn, return to the last used sanding grit to get them out.
Some problem areas are best worked on with the lathe off, but be careful not to
leave a noticeable flat spot on your piece. It’s easy to do. _

Step 7
Hand sand with 320-grit sandpaper. That’s right, 320 again.

Step 8
Apply your favorite finish.

*  luse Waterlox for nearly everything. I choose this finish because I can control
the level of gloss and therefore the final look of the piece.

* The first coat 1 apply liberally with a paper towel and allow to soak for a few
minutes.

®= Ithen re-dampen any areas that have soaked in completely and rub with 3 fresh
paper towel until all the way dry.





Step 9
Aliow to dry 12 hours or more. Then hand sand with 400 grit,

Step 10 _
~ Apply second coat of Waterlox. Immediately rub dry with soft cloth,

Step 11
Allow finish to cure for a week or more to allow the finish to get good and hard, then sand
with 600 grit, _

Step 12
Polish with your favorite wax.

* Tuse the Beall three-step buffing and waxing system, finishing up with carnuba
Wax,
Some Final Bowl Finishing Tips

This is the process that works for me. Tt may take some trial and error to find what works best
for you.

If you’re using oil, wax, oil and wax mixture or commercial salad bow! finish you can stop
after Step 8. If you are making a piece specifically for food use it is best to use a finish that is
certified food safe.

If you want a higher polish repeat steps 10 through 12, followed by some extra time on the
buffing wheel until you get what you want. Whatever method you use will take some time and
effort to get a superior result.

Remember, it’s what you do last that will make your bowl’s first impression,

Best of Luck!

Copyright 2006 - hit J/iwww.abesloan.com/ - All Riglhits Reserved






Bowl Fluting

Sand inside to 320 grit

Shear scrape to Hw_mwﬂ cutside smooth enough to write on
Mark flutes using template

Complete marking using tool rest

Shape edges using micro-plane

Complete flutes vsing carving tool

Return bowl to lathe for finishing touches
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No of Sides
Angle
Circle Size
3.000
3.500
4.000
4.500
5.000
5.500
8.000
6.500
7.000
7.500
8.000
8.500
9.000
9.500
10.000
10.500
11.000
11.500
12.000
12.500
13.000
13.500
14.000
14.500
15.000
156.500
16.000

16.500
17.000
17.500
18.000
18.500
18.000
20.000

45

3.000
3.500
4.000
4.500
5.000
5.500
6.000
8.500
7.000
7.500
8.000
8.500
9.000
9.500
10.000
10.500
11.000
11.500
12.000
12.500
13.600
13.500
14.000
14.500
15.000
15.500
16.000

16.500
17.000
17.500
18.000
18.500
19.000
20.000

1.732
2.021
2.308
2.598
2.887
3.175
3.464
3.753
4.041
4.330
4619
4,807
5.196
5.485
5774
6.062
6.351
6.640
6.928
7.217
7.506
7.794
8.083
8.372
8.660
8.949
9.238

9.528

9.815
10.104
10.382
10.681
10.870
11.547

8
225

1.243
1.450
1.657
1.864
2.071
2278
2.485
2.692
2.899
3.107
3.314
3.5621
3.728
3.935
4142
4.349
4 656
4763
4.971
5.178
5.385
5.592
5.798
6.006
6.213
6.420
6.627

6.835
7.042
7.249
7.456
7.663
7.870
8.284

Segemented Bowl Length Sheet

L)
20

1.002
1.274
1.456
1.638
1.820
2.002
2.184
2.366
2.548
2.730
2912
3.004
3.276
3.458
3.640
3.822
4.004
4.186
4.368
4.550
4.732
4914
5.098
5.278
5.460
5642
5.824

6.008
6.187
6.369
6.551
B6.733
6815
7.279

10
18

0.975
1.137
1.300
1.462
1.625
1.787
1.950
2.112
2274
2.437
2.599
2.762
2.924
3.087
3.249
3.412
3.574
3.737
3.899
4.061
4,224
4.386
4.549
4711
4.874
5.036
5.189

5.361
5.624
5.686
5.848
6.011
6.173
6.493

12
15

0.804
0.938
1.072

1.206.

1.340
1.474
1.608
1.742
1.876
2.010
2.144
2278
2.412
2.546
2.879
2.813
2.947
3.081
3.215
3.348
3.483
3.617
3.751
3.885
4.019
4.153
4287

4.421
4.555
4,689
4.823
4.957
5.081
5,359

14
12.857

0.685
0.799
0.913
1.027
1.141
1.255
1.369
1.484
1.598
1.712
1.826
1.940
2.054
2.168
2.282
2.397
2.511
2625
2.739
2.853
2.967
3.081
3.195
3.309
3.424
3.538
3.652

3.768
3.880
3.854
4.108
4.222
4,337
4 565

15
12

0.638
0.744
0.850
0.957
1.063
1.169
1.275
1.382
1.488
1.594
1.700
1.807
1.813
2018
2.126
2.232
2.338
2.444
2.551
2.657
2.763
2.870
2.976
3.082
3.188
3.295
3.401

3.607

3.613
3.720
3.826
3.832
4.039
4251

16
11.25

6.597
0.696
0.796
0.895
0.895
1.094
1.193
1.293
1.392
1.492
1.591
1.691
1.780
1.890
1.989
2.089
2.188
2.287
2.387
2.486
2.586
2.685
2.785
2.884
2,984
3.083
3.183

3.282
3.382
3.481
3.580
3.680
3.779
3.978

18
10

0.529
0.617
0.705
0.783
0.882
$.870
1.058
1.146
1.234
1.322
1.411
1.499
1.587
1.675
1.763
1.851
1.940
2.028
2.1186
2204
2.292
2.380
2.489
2.557
2.645
2.733
2.821

2.808
2.998
3.086
3.174
3.282
3.350
3.527

20

0.475
0.554
0.634
0.713
0.792
6.8714
0.950
1.029
1.108
1.188
1.2687
1.346
1.425
1.505
1.584
1.663
1.742
1.821
1.1
1.980
2.059
2.138
2.217
2.297
2.378
2.455
2.534

2.613
2.693
2772
2.851
2.830
3.009
3.168

22
8.1818

0.431
0.503
0.575
0.647
0.719
0.791
0.863
0.935
1.006
1.078
1.150
1.222
1.294
1.366
1.438
1.510
1.582
1.653
1.725
1.797
1.868
1.941
2.013
2.085
2157
2.228
2.300

2.372
2.444
2.516
2.588
2.660
2.732
2878

24
7.5

0.395
0.461
0.527
0.692
0.658
0.724
0.790
0.856
0.g22
0.987
1.053
1.119
1.185
1.251
1.317
1.382
1.448
1.514
1.580
1.646
171
1.777
1.843
1.908
1.975
2.041
2.106

2.172
2.238
2.304
2.370
2.436
2.501
2.633






King Heiple’s Shop-Built Jig

The height of wood block A will vary depending I I ?
on whether you are using an 8-in., 7-in., or 6-in. 4in. 1 x 11
grinder. The goal is to have the pivot dimple 4 in. A A éz X1z
below the midpoint of the wheel and 7 in. out. x28
4x4x1,
%%K/ E
vz 3 1
Dimple Bandsawn } 3in, T-nut back 1 in.
Tecess ( v Install it before assembly.

1

SCALE

8-in. 1725 grinder (7 in. or 6 in.
will also work, but the 8 in.
WE gives less hollow grind and j\m
lasts two to three times longer.)
_— — Y

S6-in. ' Wheels must center over slides ' 5/16-in.

T-nut ”/ to match your grinder. W / T-nut

The only metal parts on the jig are two 5/1s-in. T-nuts and matching E/ r%"— Tex 12 spaces———%\ m

thumbscrews. | e —— =
\3/4x10x22 3/4x1‘/zx10—)

Make this space 2'/z in.
or match your bowl gouge.

5/ i |
Make of hardwood frin. T-nut

and run the grain
vertically on the sides. \

@ ?‘74'! iron strip
l”%t\n

SuperGlue
0r epoxy a ULE
ein.by6n. B E HEIN L
metal rod in 50° g To use with smaller gouges,
place of wood make a V-shaped centering
for durability. strip. Fit loosely with a brass
%16 x 1'/2 thumbscrew strip at each end. " o g
I_ ® \lake three or four at once because it's much safer cutting longer strips. b ————|
® Put T-nut in flush before assembly because it will be buried. SCALE

® For a spindle gouge fingernail grind, make the rod 6 in. long and bend the angle to 55° or 60°.
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SHOP-BUILT SHARPENING SYSTEM

A perfect edge on every tool, every time - EONG EILE
By King Heiple
Reprinted by permission

As "FINGERNAIL GRIND turning tools became more popular, I struggled to learn to

create them freehand. And with persistence I gradually acquired reasonable proficiency,
but I never couid produce exactly the same angle each time and often had less than

‘ s i perfect results.

. After buying two different
commercial systems for
fingernail grinds, I got much
better results. But many of my
- fellow turners in the Northcoast
. Woodturners chapter in
Cleveland were reluctant to
make such an ill- vestment for
. something they doubted could
- make a difference in their work.
- When our club decided to
purchase its own grinder to go
with its three lathes, though, I suddenly decided that the club had to have a dedicated
sharpening jig system to be really useful. In light of the club's budget, I decided to build
one from scratch.

The result of my work is shown in this article. I used it at home for a month and now
prefer the gouge bolding jig over the commercial ones I also own!

If you have some leftover plywood and a few other pieces of scrap, you can make the
entire system for less than $5.00!
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The base and slides

The only metal parts are two 5/6- in. T-nuts and matching thumb-screws, which are
available from any local hardware, and enough drywall or other screws to assemble. Glue
all the joints together during assembly as well; the unit has to withstand lots of vibration
over time. Make the base first, as shown in the drawing on the third page of this article,
then custom fit the slides to move easily. It's 2 good idea to make two slides at once, to
avoid the hassle of I changing the slide between the two wheels. By having an
economical way to obtain two slides, you're already better off than you would be with a
commercial unit. Figure 1 represents the side view of the grinder on its base. The height
of the wood block will vary, depending upon whether your grinder has §-in., 7-in. or 6-in.
diameter wheels. Size the pieces so that the pivot dimple in the block is 4 in. below the
midpoint of the face of your wheel. When I'm sharpening/ grinding a bowl gouge the
distance from the face of the wheel will be about 7-in. Vary this to set your "nose angle"
on your bowl gouge. I set mine to get 65° but you may use a slightly different angle.
This system will also do a spindle gouge very nicely, but the slide wiil be moved in
towards the wheel until the nose angle is closer to 45°. Again, you may prefer something
slightly different. I built this base from 3/4 in. thick plywood, carpenter's glue, and dry-
wall screws. Note that you have to match the center line distance between your grinder
wheels fairly closely. In addition, after laying it out carefully put in your T -nuts before
assembling as it would be impossible

Author uses his sharpening system to grind a large roughing out gouge. The sup- port arm can be adjusted
to accommodate all sizes of gouges, so that each can be ground to the correct angle every time. The rest at
right can be used for scrapers and skews, or can be replaced with a second gouge support,

The shop-built system is very versatile. For freehand or skew sharpening, the author uses a variety of tool
supports fit to the basic setup.

after it is together. Better also if you recess the T -nuts flush to avoid catching your slide,
Any 2x2-in. stock would make the slides, but I used some left over maple as it will be





more durable and dent less from the thumbscrew end. The slides should obviously move
easily in their tunnels.

If you put the grinder at the front edge of your base you will have trouble using the
thumbscrews. Keep its base 3-in. back from the front edge of your base. Figure 1 and 2
are other- wise mostly self -explanatory.

The Gouge Holding Jig

The various components of Figure 3 on the next page detail my Gouge Holding jig. Note
that the figure has a dimensional scale along its top edge, as the dimensions of this need
to be fairly accurate. If the scale lines are not 1-in. (dots = 1/4 in.) apart on the
illustration, enlarge (or reduce} on a photocopier for a more accurate copy.

This jig requires one 5/16-in. T-nut and matching

1 1/2in. thumbscrew and 6-in. of 5/16-in. metal rod {(which could even be from an 8-in.
carriage bolt). Use any fine-grained hard wood for this. Trim to 1 1/2-in.-thick- ness.
Note that the grain is run vertically on the sides, as it must resist tension in this direction.
While you're at it, cut yourself enough pieces to make 3-to-4 jigs at once. You probably
will spoil one or more and may want to have an extra one besides.

Cut the strips for the bottom first, and drill for the pivot rod and T-nut, Put in the T-nut
before assembly, as it will be buried and impossible to reach after everything is
assembled. Again, it should be flush with the wood. The angle for the pivot rod needs to
be fairly close to 130° from the horizontal (or 50° measured the other way) If the angle is
off significantly, ream out its hole a bit and epoxy or thick super-glue it in at the correct
angle. The lower end of the pivot should be rounded and smooth and make sure the upper
end does not protrude into the center opening,

The side pieces (Figure 3 B) need to be carefully shouldered until the center opening is
just a bit (1/ 32-in.) wider than the widest gouge you will need to sharpen, (i.e. 21/32-in.
for a 5/8-in. gouge). And then you can cut the top strip to match this spacing.

A metal strip of any kind cemented into the top of the opening as shown in Fig. 3B, will
prevent your gouge edges from eroding your jig. When the unit has been completely
assembled and aligned, and the glue is dry, trim it on a disk sander and taper the end as is
shown in Fig. 3C, so that the comers of the jig do not hit the stone.

To make the jig usable with I/2-in. diameter or smaller gouges, make a 30° V-shaped
centering strip, as shown in Figs. 3B & 3D. It should fit loosely and move up easily to
clamp in a smaller gouge. A small bent finishing nail at each end will prevent it from
falling out. Although this jig is primarily de signed for bowl gouges,. it does work quite
well on spindle gouges. You may not wish to bring the grind back quite so far for spindle
gouges. Take one of the several jigs you made and increase the angle between the gouge
and rod to .145° (or 35° measured the other way) to produce a shorter side bevel. My
entire grinding system was finished with water-based polyurethane. It's a simple-to-
apply, durable, and easy-to-clean finish.

Scraper Or Freehand Rest

For sharpening a scraper, cut-off tool or performing some other semi- freehand
sharpening job, some sort of steady rest is very helpful. The one in the drawing on the





first page of this article offers many possibilities. Go back and add a vertical3/4-in. hole

in each of your slide, 1 1/4-in. ahead of the v. (Shown in Fig. 1)

Cut a support block 11/2-in. X 21/4- in. X 8-in. long and put a V on one edge to match

the V on your slides. With it in place snugly in the V, mark the end through the hole in
the slide for drilling (a dowel
center is handy for this). Drill a
vertical 3/ 4-in. hole in the end
and glue in a 4-to-5-in. length of
3/4-in. dowel or turning.
Now trim and sand the piece until
it is a snug knock in fit. Leave the
dowel long enough to make it
easy to knock out. Pick the angle
you like .to grind scrapers at -
(mine are about 15°) and mark
the block to be trimmed for your

~ platform so that the front edge of
your rest platform is at the mid-

o point of your wheel. The

v o ey g G S essentials of this rest are shown

O T e LA in the drawing on the first page.

A similar one with just a round
rod for a platform is also handy.
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# For a spindie gouge fingernail grind, make the rod 6 in. long and bend the angls to 55° or 50°.
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