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eenuidwark lor all wouod lpthe operp-
tions. The first step in making a
turning is centering ithe stoclk, ".I"n-.
should be square, or ooarly
center at cither omd Loc
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T any i thi Wi In Figis, 1 b
B ine 'IHH 0, Afler centering, the spur cen-
{er is driven inio cne end of the worle with
m in Fig. . MNever drive
the work ante the spur cenfer In tho lethe,
Binoe the spurs of {he center may nat b
l'!-\.:u.'ll_.' alike, piek anie of tThem with o dka
und  mae a peneil mark opposite the
nicked spur @s in Fig, 11, Thus marked,
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= are variatione of course.
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CUTTING BEADE WITH THE SHEW

of clearance prevents the easy, shearing
cut passible with the correct position, Fig.
16 The fine]l seocthing of U oylinder
after Toughlbng s done with the brgpe shew
whisol, the correcl position being shown in
Fig, 20, with the cut moving toward the
right. By reversing the position of the
chisel, the eut can be carried equally well
tr the lefi. The edge of the chisel shoald
be tangent to the work, Fig 21, and ghould
contact The surfsce al the point indicated.
The seeret of successful smoothing with
the skew lies in using the bevel of the
chisel as a fulerum, Fig. 22 If the handle
is too low, the edge will nat cut, Fig. 25,
while If the handbe 18 too high, Fig, 24, the
edge will not be supported and will have a
tondeney to degw Inta the wood,

Mo, the various dinmmetors of the tumn-
Ing nre aot af with the parting 1ool, Fig, 25
The calipers are get dightly oversize, and
are hold againzt the revolving work until
they slip over the stock remaining at the
battomm of the proowe. This 15 6 seraping
cut, which iz the safest. A better action 1g
ohtokned I the lowor edge of the chisel iz
kept approcimately tangent to the cylin-
der, Fig. 20, hut the toal i= a bil more
tricky to hamdle,

Fallowing the pariing {ool, Figs, 28, 2T,
andl 28 picture the catting of 4 shoulder. In
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the fAest operation, the waste b= cleared
awny with thae geuge, Figs, 26 and 30, The
kel of the gl B8 then dsed 1o gincall the
nirw surface squarely into the shoulder,
Figa, 27 and 31, while Uhe toe of Uhe show
i usel o dress the shoulder smooth and
b exact sze, Figs, 28 and 32. When using
the skew in this last position, the cotting
edge should at all times point toward the
cenfer of the work, Fig. 32, A stll more
Important point in making this oot s
shown in Fig. 33, Here the line “B” iz the
culting edge of the chisel; line YA" is the
bevel. Motice particalarly that the bevel &
iz exactly parallel with the cut surface,
while the putting edge ks slightly turmed
away. The same general technlque used in
cutting o shoulder ean b ysed for clears
amce culs ar for making veo grooves, as in
Fig, 3, Ves greoves can alse be mads
with the heel of the skew, as in Fig 37,
From thiz pozgition, the handle of the chizel
is raised to hinge the cutting edge info the
wod. The same rule about not engaging
the full cutting edge applica. Slightly ax-
aggerated, Fig, 33 ghows how the edge of
the chisel is almost, bt not gaite, parallel
with the aurlace being cul. This ks coreest,
Fig, 36 shows the edge of the chisel exactly
paralle]l with the eut surface, which I3 in-
correct. When the edge is thus engoged. a
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“ran"” Invarlably eesults, Heep In mind
thatl a point, either toe or hesl, connotl run,
It is anly when the whele odge or 5 con-
siderable part of it is engaged. as in Fip. 56,
that runs oecour.

Figs. 18 to 42 inclusive show suceessive
glages in cutting a bead, The center of the
dl_lpnlmi,un 5l'||:|u.'|ﬂ h& mnrkid rlh-ll_ |.l_l,' Flas-
ning in with the loe af the skew, a=
shown in Fige 38 and 3% Stariing
the cut from the position shown in
Fig. 40, the chisecl 15 slowly ralled
tix the lefi and aimulipnesasly the
bemdle is raised to keep the hoval
in contact with the woeod, The es-
genfial poinl in calting & bead i
shown in Fig, 43—the bevel of the
chizel should be tangent to the
work. In this position. the chiscl
cannot mn.

Quite aften, A besd et be cut
fram & aguare portion of the tuen-
ing, When this is dooe, the work
Iz firat nicked with the point of
the skew, Fig. 44. After nicking,
the pound portien of the tuming
can he rosghed out withost any
donger of splintering the sguare
part, Fig. 4% After the
round portion is turned
down ta & true cylinder— ;
this Is castly checked Ty e
placing the chisel st on | |
the revolving work o de- |
teol any “hammering" ac— \
tlan, az shown in Fig 46
—ibe bead jtse=lf can be
cut. This can be dane in
the same manner as pre=
viously described, nl= :
though many turners [
prefer the simpler scraps= L
ing operation with the toe
af the skew, Fig. 47,

Figs. 51 and 52 ghow
the start of the difficull {
eave cul, and Figs, 53 and \
54 zhew the slipht molling !
action of the gouge as the
cut progresses. Fenoeil
marks are first made to !
indleate the edges of e L] [
cut, and the oxeess wood T
insde the marks = e 1
maved wilh ithe goupge,
lsing a scraping position,




Fig, 44, The emtire cuf can, of course, b
mnde in thizs manner, the practioe bebng
quite common &ven  among experienced
furners. To proceed with the rofling cut,
the first essentinl paing ks that the pouge
must point to the cxmct center of the work.
Whether the tool rest b low, Fig. 4, or
high, Fig. 30, thiz ame rule applics. The
reasan for this le :-'|:“|'|||:|"': Thie rxnet aint
al the geuge which iy thus engaged comnrmm
run, The second essential paint is shown
in Fig. 51—ihe bevel of the gouge moust
form an exact right angle to the surface of
the work. From this positton the gouge b=
ralled inte the cove, making one-hall of
the cut in ase aperation, and the apposibe
gkl of the cul in & second operation which
Iz g peverse of the feat, 1's important that
the 1ool handle be swung throogh an are
simullanecusky, so that the bevel will as=
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gy 1he zame eelatlve
posilion t|‘|ﬂ|LIE11I:|IZI|. ihe
opertion

When the basic cuals
hove been mastered the
trner can o any ardi-
BiEY _‘[Iil|l'|!l' FFTIRE Thia
e=msentind poanls &re Ils-
iroted in Figs. b0 1o 80 5=
clusive. The firat slep
nfler smoothing the cyl-
imer s 1o mark of the
dimsensions. This is best
dome with & |||_l.'|'|l.'|| hoard.
A .|||_l\.'|'\-||1 Baard Es .l-:|1||.;||_l\.'
u Lhin piece of wood
an which iz drewn
& fuall-glze hall sec-
tion of the prapased
tuiFning, |‘|.;||_'i.-||_l_ the
bomird mgainst the
cvlinder, the furner

can guickly mark the vaous points slong
the turning, as in Fig. 55, Many fumers
plagce the board fat on the tool rest, Fig. 56,
and mark the work while It s revolving.
After marking the required lengths, the
diametors sire picked aff, as shown in Fig.
57, sl the caliper s=tling iz then wsed in
moking the iniiinl pn.ttimntuul cuks, and
then the vartous forming euts are made.
A spindle turning properly cut is peefectly
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smeoth and should require but very Litths
sanding. When sanding, remove the tool
rest, Use very fine sancpaper, and loeep it
constantly In maotion along the length of
the turming to avoid scoring. The usual
practice is to reduce th dinmeter ot either
end of the turning Le about He in., and then
cut the work free with the shew chisel at
the driven end, as in Fig M, The left hand
leghtly encircles the work, and peovents it
froms being thrown from the lathe, Sleader
spindle turnings will wibrate wnder the
pressure of the chisel, making smoath cul-
ting impogsthle. To climinate this vilra-
tiom, a center resf showld be used. 5F the
turner is mob equipped with & center Test,
good results can be obtalned by using a
simple back rest or back stick, as shown

in Fig. 4.
(T he comdlnoed)

Walking Plow Pulled on Runner
to Keep It Out of Ground

When moving & walking plow from field
to field, a sectien of aute tire fastened to
the beam to extend back under the point

Whan @ piece o auta dire an held sadder Pl il
yau can more a wallvag plege rmeily

af the plowshare will keep it from digging
inte the pround. When not i oase, s
plece of tite can be removed or thed up 1o
the besm ot of the waw.

=%, E. Hendrickson, Arpyle, Wis,

f53

Dolly to Move Heavy Boxes
in Your Store

Haoey bares and irafes up-anged on fhin V.binck
dalfy are vy

In stores whese san opeasional job af
moving beavy boxes does mot warrant the
prchase of a hand truck, (his delly will
prbile you fo do the jeb easily, Tt s made
by sawing cut a lorpe V-Tock from a plece
of wood and serewing it to a roller skate,
A small rope fastened to one end of the
block with an eve bolt serves ns o handle.

Microscope Specimen Measured
with Thickness Gauge

Microscopists will find a thickness gauge
& handy tool in their work, as it enables
them to determine readily the thickness of
any sectlon. This may be done by using a
high-power objecdive and focusing very
sharply an tlse top of the seetion o be ex-
mmined, Then, leaving the sefling fxed,
muve the slide so that the specimen s owl
of range and insert the gaopge under the
objective, trying different combinations of
the gauge leaves until & sharp focws on the
tap leaf results. A good gauge will meas=
ure f specimen aa thin as MAS in, or, H &
metric gauge in used, 04 mm. This metl-
od can b uised i dhe ﬂ||:|p for :]l-_l-1qr.mir|i.1|.g
thickrness af shim stock, paper, ete, when
na micromeler caliper iz mvailable,
—W. . Wilhite, Hornshy, IL.



