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roduct

The rapid technological developments of our time
have brought with them improvements and
advances in the materials, tools and equipment of
the woodwork trades. These changes have neces-
sitated a constant re-examination of courses of
study in schools and colleges dealing with this
area of instruction. In this connection, when
preparing the materials for this book, a number of
syllabuses from various African countries and
Britain were carefully studied in order to meet
this need for up-to-date, comprehensive and thor-
ough coverage of this area of study.

The book provides basic information about
wood and wood products; non-wood materials;
selection, safe use and care of hand and power
tools. It also provides information and basic
instructions in the areas of wood fabrication, fas-
teners, adhesives and hardware; wood turning,
shaping, laminating, bending and surface decora-
tion; basic upholstery; design principles and tech-

niques, drawing and construction; occupational
information and project works.

In order to help the reader to check his or her
understanding of the text, a summary is provided
at the end of every chapter of the salient issues
covered in the chapter. This is followed by ques-
tions based on the chapter. Guides and answers
to the questions are given at the end of the book.
The meanings of technical and unfamiliar words
used in the text are also provided in a list of key-
words at the end of the book.

The subject matter has been treated in a simple,
straightforward manner that will be readily under-
stood by all readers. The level of coverage is such
that it will meet the needs of students in appren-
ticeship programmes, junior and senior secondary
schools, vocational and technical colleges, poly-
technics and universities. It can also serve as a valu-
able reference for the do-it-yourself practitioner and
all those engaged in the woodwork trades.

vilt



Safety

lntroduction
A workshop is a br-rilding or place where facili-
ties such as machines, t<)ols, and workbenches
are provided to enable a worker or student to
carry out his or her practical activities in a satis-
factory manner. Most of the machines and tools
used in the workshop, if not properly used or
handled, may result in injury or damage to the
machine or tool. Therefore, it is essential to
observe safety precautions. Developing a safe
working attitude and adopting safe methods are
the surest ways of avoiding unnecessary accidents
and dangers in the workshop.

General safety precautions

You must ensure that all passages to, from and in
the workshop are completely clear. Do not leave
any objects in passageways where people may
fall over them.

Ensure that all pieces of timber, and both com-
pleted and uncompleted pieces of work are put
away safely in a store room when you finish.

Do not spill oil or grease over the floor.

Clean the workbench, vice, tools and machines at
the end of the lesson.

Return tools and items of equipment to their racks
or boxes immediately you have finished using
them.

Sweep the floor immediately after work and keep
it tidy at all times.

Always clean timber of nails when dismantling
any construction. Never leave protruding nails for
someone to step on or catch themselves on.

rkshop

Do not run in the workshop. You may knock into
someone and cause a serious accident.

Do not try to czlrry long pieces of tin-rber by your-
self. The ends may easily knock someone and
injure them. Get someone to holcl one end while
you hold the other.

Never wear loose clothing, such as loose long
sleeves, which can easily be car-rght in a revolving
machine part. \Wear a well-fitting overall, overcoat
or a close-fitting apron tied at the back.

Rernove loose wrist-watches before using any
machinery.

Wear footwear with thick soles and a strong
upper to protect your feet from sharp objects on
the floor or falling from above. Do not wear gym
shoes, which can be easily pierced by sharp
objects such as nails. Footwear with steel studs is
likely to cause you to slip and fall.

Keep flammable liquids in sealed containers and
keep them away from heat or flames.

Make sure you know where the first aid box is
Iocated.

Report any injury, however small it may be, to the
teacher and to the person in charge of first aid.

If you feel unwell, report to the teacher or the
person in charge of first aid.

In case of fire, raise the alarm and then walk
calmly out of the building by the nearest exit
door to the assembly point.

Safety in the bench shop

Never use defective tools, such as a hammer with
a loose head that can fly off and hit someone.
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Be careful when carrying tools. For example, hold
a chisel close to the cutting edge when you are
giving it to someone else, so that they receive it
by the handle.

Never carry sharp-edged or pointed tools in the
pocket of your overall or apron.

Always make sure that your work is firmly held in
the vice or clamped to the bench.

Vhen chiselling ensure that both hands are
bebind the cutting edge. Always chisel away from
you.

Never test cutting edges by drawing your finger
across them.

Return tools immediately after use to their proper
places of storage.

Always make sure that you have the right tool for
the job in hand.

Safety in the machine shop
Always follow the maker's intructions for the
operation of a hand-operated power tool. They
are meant to help you use it safely.

Always obtain permission before you use a
machine. Ensure that you know how tct stop it
quickly.

Always check that the machine is properly
adjr-rsted and in good order before you use it. This
will help to prevent accidents or injuries.

Make sure that the material is safe for use on the
machine before you start the operation.

Always use the guards provided on a machine, so
as to prevent accidents and injuries.

You must use goggles when there a po.ssibility of
pieces of material flying up, such as sawdust. This
can be irritating to the eyes and may even cause
blindness.

Do not use a machine with damaged or bh-rnt
cutters.

Never meddle with any machine. Report any
machine that is not working properly to the
teacher or whoever is in charge.

If you are working on a circular saw or a planer,
always use a push-stick so that your fingers and
hands are kept away from the running cutters.

Avoid talking to or distracting the attention of
anyone operating a machine. If you are the oper-
ator yourself, do not talk to others while working.

If you are an observer, stand at a safe distance
from the machine and never in line with its
revolving parts or work.

Switch the machine off before you make any
adjustment or check measurements on the
work.
Never leave a machine running while you are
engaged in doing something else. Make sure that
you switch the machine off when you finish the
operation and do not leave it until it has stopped
running.
Report any conditions that could cause damage to
the machine or injury to the operator.

Vhen you start a machine, wait until it reaches
operating speed before you apply the cutter.
Avoid overloading the machine while cutting, par-
ticularly the lathe and the band saw.

Check the electrical connections and wiring of
hand-operated power tools regularly as a badly
connected wire can cause a short circuit or even
electrocution.

First aid
\When someone is injured, or suddenly falls ill,
every second counts. In an emergency ensure that
the injured person cannot come to any more
harm and treat those injuries that threaten their
life. Then call for medical help or send the person
to the nearest clinic or hospital. You must not
leave the injured person unattended until medical
help arrives.

Most first aid is practical common sense that
you can easily teach yourself. Note the following:

Make sure that you know where the first aid box
is so that you can use it at once in an emergency.

Vhen an accident occurs, inform the person
responsible for first aid immediately.

If someone receives an electric shock, switch off
the power immediately and call for medical help.

If someone has severe bleeding from a cut, take a

clean piece of cloth and press it on the cut, or
around the edges if a foreign body is in it. Vhen
the bleeding stops, take the pad away and
remove any foreign bodies that come out easily.
Gently clean the wound outwards with cotton
wool or a swab soaked in warm soapy water. Use
a fresh cotton wool for each cleaning. Gently dry
around the wound with clean cotton wool and
apply a plaster or bandage.



Safery in the workshop 3

be reported and the appropriate treat-
and recorded.

small, must
ment givenI CHECK YOUR UNDERSTAI\IDING

O Most machines and tools used in the work-
shop are dangerous if used improperly. Always
handle them with care to avoid accidents.
Observe all the necessary safety precautions.
O All passageways inside and leading to the
workshop must be wide and kept unobstructed at
all times. Never place anything in the passage-
ways that people can fall over.
O The workshop, machines and tools must be
clean and tidy at all times.
O Tools and equipment must be properly and
safely stored in their racks or boxes immediately
after use.
O The proper workshop outfit
the workshop.
O All injuries and accidents,

must be worn in

no matter how

REVISION EXERCISES AND OUESTIONS

Explain why safety in a workshop is so
important.
ufhat are the main safety rules you would
recommend for a workshop?
State two safety precautions to be observed
when handling sharp-edged tools.
State two safety precautions that must be
observed when operating a machine.
Describe the steps that should be taken when
someone receives a cut in the workshop.
\7hy should you not distract someone operat-
ing a machine in the workshop?

6



Woodwo

lntroduction
Every school woodwork shop should be ad-
equately eqr,ripped with a reasonable quantity and
variety of tools ancl equipment for work to be
done efficiently. It is necessary for you to be not
only farniliar with the names of the tools br-rt able
to identify and select the right tool for the job in
hand, and use it safely and correctly. To make it
easier to understand the c()rrect applications of
the various tools, they are gror-rped into classes
as follows: holding and supporting tools; geomet-
rical tools; percussion and irnpelling tools; boring
cLltting tools; shaving and paring cutting tools; and
abracling and scraping cutting tools.

For convenience, shaving, paring, abrading and
scraping ctrtting tools are discussed in chapter J.

d tools 1

Holding and supporting tools
These tools and devices are those you will require
to.hold or fasten the workpiece securely so that
you can work on it safely. They include: work-
bench, bench vice, bench stop, bench hook, bench
holdfast, 'G' cramp, sash cramp, saw cramp or vice,
mitre cramp, shooting boards, and mitre board.

The workbench (Figr-rre 2.i) is an essential
piece of apparatus in the workshop. You need it
to support the workpiece from the time of setting
out the job through to the encl of all the necessary
bench-work operations. It is in the form of a

heavy table with a well (a little lower) at the
centre of the top surface to accommodate some
of tl-re tools required. Some workbenches have
br-rilt in cupboarcls for storing basic tools.

ing ha

Note the well to
accommodate tools,
and the bench hook.Figure 2.1

4

The workbench.

bench vrce
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The bench vice (Figure 2.7) is made of cast
iron, often with a quick release device that
permits quick movement of the jaw and provides
instantaneous grip. The vice is fitted to the side of
the workbench so that the top of the 1aw is level
with the top of the workbench. A wooden cheek
is fitted to the jaw to prevent the job from being

damaged. You can use it to hold your job while
you plane surfaces and edges, saw trenches and
cut mortises or hold glued pieces of wood
together while the glue is setting.

The bench stop (Figure 2.2a) is a device fitted
through a hole, usually near the left hand end of
the workbench, and is r-rsed to support a work-

Pad or shoe

Figure 2.2 Holding and supporting devices: (a)
(e) sash cramp. (f) saw cramp, (g) mitre cramp,

bench stop, (b) bench hook, (c) holdfast, (d) 'G'cramp,
(h) square shoot, (i) mitre shoot, (j) mitre box.

Wing nut for
adlustang height
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piece when planing its surfaces. A bench stop can
be of wood or metal.

The bench hook (Figure 2.2b), also known as
a cutting board, is a piece of board with a strip
of wood screwed across the ends of the opposite
faces. Its use is to support a piece of wood you
wish to saw, cut or chisel. It prevents the top of
the work-bench from being damaged.

The bench holdfast (Figure 2.2c) is a metal
device fitted into a hole on the top surface of a
workbench to hold down a job firmly. It enables
workpieces of odd shapes to be held firmly on
top of the workbench. It is also a useful holding
device when you want to prepare mouldings or
use rebate planes.

The 'G' cramp (Figure 2.2d) is a metal cramp
in a form of the letter 'G' used for holding a piece
of wood (job) to the work-bench to enable such
operations as sawing or chiselling to be per-
formed. You can also use it to hold small parts of
a job together when gluing a job. The size is
determined according to the opening of the jaws
(50-300 mm). The main parts are the frame ('G'
shape), screw, pad or shoe and tommy bar.

The sash cramp (Figure 2.2e) is a long metal
cramp with opening ranging from 45 cm to
795 cm.It has a movable jaw that is controlled by
a screw, a shoe that slides freely on the stem and
fixes to a position by a pin, head that contains
the female thread, screw and tommy bar. It is
often used while gluing, to hold and draw the
parts being assembled together while the glue is
setting. For example, you might use this cramp
when gluing sashes, door frames, carcases etc.

The saw crarnp or vice (Figure 2.2f) is a small
metal vice that is fixed on a workbench to hold a
saw when resharpening it.

The mitre cramp (Figure 2.2g) also known as
corner clamp is a metal clamp used for holding
and drawing together right-angled mitre joints
while gluing and pinning.

Shooting boards (Figure 2.2h,i), are of two
types: the square shoot and mitre shoot. Both
may be made from wood or metal. The square
shoot is used for holding a work-piece when
shooting (planing) the ends square to a face or an
edge. The mitre shoot is used for holding a work-
piece so that the ends can be mitred (planed at
45" to the edge or face).

The mitre box (Figure 2.2j) is a device made
of either metal or wood, used for holding a work-
piece when cutting a mitre (at an angle of 45"). A
tenon saw or a panel saw may be used for the
cutting. The guides of the metal mitre box can be

adjusted to the desired angle while those of the
wooden mitre box are fixed at the required angle.

Geometrical tools
Geometrical tools are those that are used for
measuring, marking out, setting out and testing of
a job at various stages. Among the common tools
are: the rule, straight edge, marking knife, wing
compasses, callipers, try-square, mitre square,
sliding bevel, combination square, marking gauge,
mortise gauge, cutting gauge and panel gauge.

The rule (Figure 2.3a) is a measuring tool that
is used for setting out and checking distances on
a workpiece. It is also used for setting marking
and cutting gauges. A rule can be made from
flexible steel or wood, often boxwood. The
common forms of rule are: 75 mm four-fold, 50
mm four-fold, 50 mm two-fold and 25 mm type.
They are graduated in millimetres, inches or both.
When you are setting out or checking a distance
with the rule, place its edge against the workpiece,
so that you can clearly see the graduation and
mark off the exact distance with a pencil or
marking knife on the work-piece.

The straight edge (Figure 2.3b) is made either
from steel or wood. It has perfect straight and
parallel edges. It is mostly used for testing the
evenness of surfaces and edges of a work-piece
or job.\7hen testing or checking straightness of a
job, you must bring the job to your eye level and
see between the edge and surface of the job. If
the surface is straight, you will see that the light
between the edge and the surface being tested
will be even and the straight edge will not rock. A
dark spot indicates higher surface and must be
planed down further to level up.

The marking knife (Figure 2.3c) is made of
tool steel with one end angled and bevelled. The
cutting edge is used for marking a cut line across
the shoulders of joints such as tenons, and
trenches to guide sawing or chiselling. The cut
line is drawn in conjunction with a try square and
must be square (at 90') with the face edge.

A pair of wing compasses (Figure 2.3d) is a
metal (steel) tool in a form of a pair of dividers. It
has two legs that are ground to sharp points. The
legs are opened to a required radius by means of
a thumscrew. Its main application is for setting
out arcs and circles on a workpiece or job.

Callipers (Figure 2.3e) are of two kinds:
inside callipers and outside callipers. Both
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Thumbscrew

Outside callipers

Figure 2.3 Geometricaltools: (a) rule, (b) straight edge, (c) marking knife, (d)wing compass,
(e) callipers, (f)try-square, (g) mitre square, (h) sliding bevel, (i) combination square.

lnside callipers

/

/

z/
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kinds are made of steei. The insicle callipers are
mainly r"rsed for checking diameters of holes or
slots whilst the outside callipers are used for
outside diameters of cylindrical oblects. Callipers
are classifiecl as measuring tools and not marking
out tools. They are indirect measuring tools since
they have no gradr.ration of measurement on them
and so the actual diameter being checked must
lre read form a rule.

The try-square (Figure 2.3D, consists of two

main parts, the blade made of tempered tool steel
ancl the stock made c>f wood. The blade is riveted
in the stock and is af right angles to the stock.
The piece of wood from which the stock is made
must be well seasoned so as to prevent warping
and twisting. Rosewood or ebony is mostly used
for making the stock..The inside edge of the stock
is often covered with a brass plate in orcler to
prevent wearing. A try-square is chiefly used for
testing the squarene"ss ,of''surfaces and eclges of

Stem Stock

Brass strips

Figure 2.4 Gauges: (a) marking gauge, (b) mortise gauge, (c) cutting gauge, (d) panel gauge, (e)thumb
gauge.

Lockrng screw

Brass strips

Lockrng screw

Brass strrps

Thumbscrew
adlustment

Lockrng screw
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work-pieces, outside and inside corners of joints
or carcases, and for marking lines at right-angles
to a given surface or edge. (Never be tempted to
use a try-square as a hammer, or the angle
between the blade and stock will distort and it
cannot be used to test squareness accurately.)

The mitre square (Figure 2.3g), sometimes
called a mitre set, has a blade and stock as a try-
square but the blade is fixed at 45o to the stock. It
is used for testing and marking angles of 45".

The sliding bevel (Figure 2.3h) comprises a
blade and stock. The blade is slotted and is nor
permanently fixed in the stock but passes through
a slot in the stock and is held at a required angle
by a screw or lever. A sliding bevel is often used
for testing and setting out bevels or angles other
than 45o and 90o. (It can be used for marking or
setting out angles of 45" and 90o but that is not its
main application.)

The combination square (Figure 2.3i) consists
of a steel graduated blade and a stock often
referred to as the head. The head (stock) has two
edges, 90o and 45". The blade has a groove along
its length that fits into a pin in the stock and
slides to any length and held in position by a
spring loaded screw. The 90' and 45" edges or
faces of the stock enables the combination square
to be used for testing and setting out angles of
90o and 45". lt has an additional head that, if
fixed to the blade, can be used to mark a line
through a centre of cylindrical object. \7hen used
in this way, it is referred to as a centre finder.

The marking gauge (Figure 2.4a) comprises a
wooden (beech) stock that slides along the stem,
a wooden (beech) stem that passes through the
centre of the stock, a wooden (boxwood) thumb-
screw that is used to hold the stock at a required
distance, a steel spur (also called pin) that is fixed
firmly into the end of the stem. It is used for
marking lines parallel to a face or an edge of a
workpiece. The required distance from the spur
to stock is set with a rule. The appropriate
methods for setting and gauging are illustrated in
Figure 2.5.

The mortise gauge (Figure 2.4b) is similar to a
marking gauge and has similar parts: stock, stem
and thumbscrew, but two spurs instead of one.
The spur near the end of the stem is fixed whilst
the other is fitted to a stiding brass rod that moves
when the thumbscrew at the other end of the
stem is turned. It is often used for marking two
lines parallel to a face or an edge of a workpiece,
particularly when marking out mortises and
tenons, or the pins and sockets of bridle joints. It

is convenient to set the spurs to the chisel you
will use - for example, the mortise chisel (see
Figure 2.6). After the spurs are set, adjust the
stock to bring the spurs to the correct positions
on the workpiece. Push the gauge along gently,
ensuring that the stock is always against the face
or edge of the workpiece.

The cutting gauge (Figure 2.4c) also consists
of a stock, stem, thumbscrew, but has a cutting
blade instead of a pointed spur. The cutting blade
is fixed parallel to the stock by a wedge. Its main

Figure 2.5 Setting and using marking gauge:
(a) setting, (b) using the gauge.

Figure 2.6 Setting and using mortise gauge:
(a) setting, (b) using the gauge.

Work held firm
against bench hook
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use is for cutting lines parallel to the end of a
workpiece, i.e., cutting across the grain.

The panel gauge (Figure 2.4d) has the same
parts as the marking gauge, except that the stem
is longer. The long stem makes it suitable for
marking the width of wide boards such as door
panels, hence its name.

The thurnb gauge is illustrated in Figure 2.4e.

Percussion toole
The word percussion means striking two object
together and therefore percussion tools are those
used for striking other tools. Those used in wood-
work are hammers and mallets.

The common woodwork hammers are the
'Warrington hammer and the claw hammer. Both
have two main parts: the head, made of forged
tool steel, and the handle, made of wood
(hickory) and wedged into the head.

The Warrington hammer (Figure 2.7a) is a

light cross-pein hammer generally used for light
hammering particularly in cabinet work. The
cross-pein end is used for starting small nails and
also for pressing down when gluing small inlays
and veneers into position.

The claw hammer (Figure 2.7b) is heavier
than the Warrington hammer and the head has a

claw end instead of a pein end. It is mainly used
for heavy hammerins as in caroentrv. for drivinq

Figure 2.7 Percussion tools: (a)Warrington
hammer, (b)claw hammer, (c) mdllet.

in large nails. The claw end is used for removing
nails.

The mallet (Figure 2.7c) may be said to
be a wooden hammer. It has a wooden head,
(100-175 mm) long and a wooden handle. The
head is made of beech whilst the handle is made
of either beech, ash, or hickory and fitted into a

tapered mortise in the head. The general use of a

mallet is for driving chisels. It may be used also
when assembling work.

lmpelling tools
To impel is to force, and impelling tools are those
used for forcing other materials such as screws
into a piece of work. The three common impelling
tools are the screwdriver, nail punch and brace.

Screwdrivers are made of alloy steel in a form
of flat, round or square. One end is ground into a

tip to fit into the slot of the screw while the other
end is shaped into a tang and fitted with a handle
made from a tough hardwood such as beech, ash
or hickory. The handle can also be made of
plastic. The types of screwdriver commonly used
in woodwork are the London pattefn and the
cabinet pattern (Figure 2.8a,b). The London
pattern is flat in section and the cabinet is round in
section. The ends of both types are ground flat. A
third kind of screwdriver that fits screws with a

cross-shaped slot is commonly referred to as a

Phillips pattern screwdriver (Figure 2.8c).
Vhen using a screwdriver, you must ensure

that you select the correct size; the tip fitting
properly to the bottom of the slot in the screw;
start the screw in a pilot hole so that both your
hands can be used. The wider the blade of the
screwdriver the greater the gripping force and the
longer the blade the greater the leverage for
driving in large screws.

The nail punch (Figure 2.8d) is a piece of steel
rod having one end turned to a taper and the
striking end turned parallel and chamfered. The
middle portion is knurled for firm gripping. It is
used in conjunction with a hammer for driving the
heads of nails below the surface of a iob. There
are different sizes to fit different sizes of nail.

The carpent€r's brace (Figure 2.Be), though it
can be said to be a holding and supporting tool,
is better classified as an impelling tool since it is
used to hold and force various bits into the wood.
A brace consists of a head, crank, chuck and
ratchet. The head is a block of hardwood (beech
or teak) shaped so as to suit the palm of the hand
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Ferrule
I lang Blade
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and screwed to a steel sleeve also fitted over the
end of the crank. The sleeve runs on hardened
steel balls. The crank is made of a steel rod, bent
to give a sweep of 200-350 mm. The chuck forms
part of the jaw and is screwed and slotted to
receive the socket and jaws. The jaws consist of
two pieces of hardened steel loosely wired
together and inserted into the socket. The ratchet is
a device that enables the chuck to be turned in one
direction only. The brace is used for holding bits
and driving them into the work-piece to bore holes.

Ferru le

Boring tools
There have been advances in the methods of pro-
ducing holes in pieces of wood. The portable
hand-powered drill for example, often provides a
quicker and more efficient way of drilling holes
accurately. Nonetheless, the traditional methods
are not entirely abandoned and are sometimes
preferable. The tools you are likely to use are:
bits, gimlets and bradawls.

w6

Figure 2.8 lmpelling tools: (a) London pattern screwdriver, (b) cabinet screwdriver, (c) phillips
screwdriver, (d) nail punch, (e) brace.

Handle

Handgr p
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Figure 2.9 Boringtools: (a) auger bit, (b) centre bits, (c) Forstner bit, (d) countersink bits, (e) gimlet,
(f) bradawl (g) cobra bit.
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The traditional method of boring holes in a
piece of wood depends largely on the use of
many varieties of bits, designed for specific appli-
cations. All bits have two main parts, the body
forming the cutting edges and the shank having a
square, tapered tang that fits into the jaws of a
hand brace.

Auger bits (Figure 2,9a) are forms of twist bits.
The common type has a twisted or spiral body
and is known as aJennings pattern. The twisted
body guides the bit to bore deep, straight holes
and provides a passage for the chips to flow out.
It has a threaded centre point that draws the bit
into the wood, preventing the bit wobbling off
the centre of the hole. Some bits have spurs on the
outside of the cutting end that cuts through the
flbres ahead of the cutter. The common sizes are
from 6 mm to 30 mm and are used for boring
straight deep holes in hard and softwood. In
order to avoid splitting the wood when boring all
the way through it you must watch out for the
point showing at the other side, then reverse the
work and bore from that side.

Centre bits (Figure 2.9b) are used for making
shallow holes in thin pieces of wood.

Forstner bits (Figure 2.9c) are used for
making stopped, or blind holes.

Countersink bits (Figure 2.9d) are of rwo
forms: rose and snail The rose has a series of
flutes around the cone-shaped cutting point. The
snail also has a conical point but there is only one
flute forming the cutting edge. Both are used for
enlarging the top of a hole to receive countersink
head screws.

The gimlet (Figure 2.9e) is a small hand boring
tool normally used for starting holes for nails and
screws, particularly in a corner or any place
where a brace cannot be used. The handle is
fitted crossways to provide a firm grip to exert
pressure.

The bradawl (Figure 2.9D is a steel rod with
one of its ends flattened to serve as a cutting
edge. The other end is pointed and fitted into a
round wooden handle. It is used to create small
holes to take nails and small screws. \7hen using
it, place the cutting edge across the grain of the
wood and force it in by twisting back and forth to
break (cut) the frbres.

The cobra bit is illustrated in Figure 2.9g.

I CHECK YOUR LINDERSTAI\IDING

O Holding and supporting devices include: the
workbench, used for supporting the job during all
bench work operations such as sawing, planing,
chiselling, rebating, grooving, etc.;'G'-cramp,
used for securing a job to the workbench; sash
cramp, used for holding workpieces together
when assembling and gluing; mitre cramp, used
for holding and drawing together right-angled
mitre joints; shooting board, used for holding
workpieces when planing the end square to a
face or an edge; mitre box, used for holding a
workpiece when cutting a mitre; and saw vice,
used for holding a saw when sharpening it.
O Geometrical tools may be categorised into
measuring, marking out/setting out and testing
tools.
O Hammers and mallets are referred to as per-
cussion tools, because they are used for striking
other tools.
O Impelling tools are those used for forcing
materials such as screws and nails into a job. The
common ones are the screwdriver, nail punch and
brace.
O Among the tools referred to as boring tools are
bits of various types, the gimlet and bradawl.

REVISION EXERCISES AND AUESTION5

Name four holding devices in woodwork and
state the specific use of each.
State the three groups of geometrical tools
and give one example of each. State the appli-
cation of each of the examples.
\fith the aid of sketches, show the difference
between a try-square and a mitre square.
When is each used?
Vhat is the main difference between a
marking gauge and a cutting gauge in terms
of construction and application?
Make a labelled sketch of a claw hammer and
state the function of each of the main parts.
Vhat advantage has the claw hammer over
the'Warrington hammer?
Vhich tools can be classified as impelling
tools? Give three examples of impelling tools
and state their main applications.
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lntroduction
This chapter continues the discussion of hand-
operated tools commonly employed in the wood-
work industry. The emphasis here is on the
various categories of cutting tools: shaving tools,
paring tools and abrading tools. The discussion
centres on their type, description and uses.

Shaving tools
Shaving tools are those that are used to reduce a

piece of wood to a required size or shape by the
action of shaving off the waste. Generally, planes
are used for this purpose. A plane comprises a

wooden or metal body known as a stock, a steel
blade known as a cutting iron and a cap iron
that breaks the shavings to prevent the wood
fibres from tearing up. The blade and cap iron are
attached together with a screw and hold in posi-
tion in the stock by either a wedge (wooden
planes) or a metal cap (metal planes). The main
function of a plane is to produce smooth surfaces

d tools 2

or edges, plain or shaped, by taking off thin shav-
ings. The size of a plane is determined by the
length of the stock and the width of the cutting
iron.

Planes may be divided into the following cate-
gories: bench planes, used for providing flat or
plain surfaces; curve cutting planes, used for pro-
ducing curved surfaces and edges; special
purpose planes, used for producing rebates,
tongues and grooves, mouldings, etc.; and multi-
purpose planes, that can be set up for a variety of
special purposes.

Bench planes

Bench planes are made of either wood or metal
and are of different kinds depending upon their
specific applications or uses. They are the rough-
ing plane, jack plane, trying plane, smoothing
plane and block plane.

The roughing plane (Figure 3.1) is distin-
guished from the other bench planes by the posi-
tion of the handle (also known as a toat) fitted in
the front of the stock. It has a single cutting iron.
This means that the cutting iron is not backed by

Furrows

Figure 3.7 Roughing plane.

14
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(a)

Cutting rron

Figure 3.2 Jack plane: (a)wooden, (b) metal.

a cap iron. The average length of the stock is
between 200 mm and 250 mm and the width of
the cutting iron ranges from 37 mm to 50 mm.
The pitch, or inclination of the cutting iron to the
sole of the plane, is 45o. The edge of the cutting
iron is fairly round and this enables thick shavings
to be removed easily, though the surface pro-
duced is always furrowed or rough. Hence the
name 'roughing plane'. It is used for reducing a
workpiece quickly to the nearest required size,
and is the first plane to use if you are to plane a
sawn timber to size.

The iack plane (Figure 3.2) is similar to the
roughing plane except that the handle is fixed
into the stock bebind the cutting iron and the
stock itself is longer, about 350 mm. The cutting
iron is fitted with a cap iron (back iron) which
provides tension to the cutting edge to prevent
vibration (chattering) and also breaks the shav-

ings. The width of the cutting iron is between 50
mm and 56 mm. It is set at an angle of 45" to the
sole of the stock. The cutting edge is slightly
curved which allows fairly thick shavings to be
taken off with less effort.

The other parts are: the striking button, a

piece of rough wood let into the nose of most jack
planes to serve as a striking point when removing
the cutting iron or when reducing the set of the
cutting iron; the wedge, a piece of rough wood
(beech or danta) that fits into the grooves in the
sides of the escapement to hold the cutting iron in
position; the escapement or throat - the opening
in the stock into which the cutting iron is fixed
and through which the shavings escape.

The jack plane is mostly used for planing rough
surfaces of sawn timber to almost the required
size. See Figure 3.2a,b for the parts of the
wooden and metal jack planes.

\\.

Cutting iron

Striking button
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Figure 3.3 Using a plane: (a) planing a surface, (b) planing an edge. Notethe position of the hands.

'$7hen planing a surface, hold the front part
of the plane with your fingers on the left
side and your thumb on the right side of the
plane. When planing an edge, place your
finger under the sole to run along the side
of' the workpiece and your thumb on the
top of the plane close to the throat (see
Figure 3.3).

Procedure for setting the wooden jack plane

1. Set the cap iron about 1.5 mm away from the
cutting edge of cutting iron. When tightening
the cap iron (by the screw), hold the irons
over the edge of the bench. Never hold them
in your hand to avoid injury.

2. Place the stock in your left hand (if your are
right-handed) and put your thumb in the
throat and the fingers under the sole of the
stock.
Insert the cutting iron in the escapement and
hold it down with your thumb. Then insert the
wedge.
To set the plane, turn over to the sole and
check the projection of the cutting edge; make

necessary adjustment and tap down the wedge
slightly. If you want to increase the setting
(projection of the cutting edge) gently tap the
top of the cutting iron. To decrease the setting,
tap the striking iron or br.rtton. Tapping the
right or left side of the cutting iron will square
up the cutting edge. Vhen you are satisfied
with the setting, tap down the wedge firmly.

5. If you want to remove the cutting iron, place
the heel of the plane against your groin and
strike the striking button sharply while sup-
porting the wedge and the irons with your
thumb to prevent them from jumping out.
Never hold the handle to do this because it
can break off owing to the short grain.

The trying plane (Figure 3.4a), also called a

iointer, has the sarne parts as the jack plane
except that the handle is closed and the stock is
longer, being 500-750 mm in length. The stock is
made of either wood or metal. The width of the
cutting iron ranges from 56 mm to 50 mm and it
has an almost straight cutting edge. The cap iron
is set about 3-4 mm from the cutting edge.

This plane is often used to produce true and
flat surfaces, or perfect straight edges on long
boards. You should hold this plane in the same

3

4.
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way as the jack plane. You must always keep the
entire length of the sole in contact with the edge
you are planing.

The smoothing plane can be of wood (Figure
3.4b) or metal (Figure 3.4c). The wooden type
has no handle and is shaped so it can be used
with one hand. The size of the cutting iron ranges
from 31 mm to 56 mm with only the corners
rounded slightly to avoid digging when planing.
The body of the metal type is about 230 mm long
and the width of the blade is 50 mm or more.
Both types are used for cleaning up or dressing
the surfaces and edges of workpieces ready for
assembling, Ievelling up assembled loints and for
cleaning-up a job before glass papering. The
small size of both types makes it possible to con-
centrate on small cross-grained areas.

The block plane (Figure 3.4d) normally has a
cast iron stock about 125 mm long with a cutting

iron 35 mm wide. There is no cap iron. The
cutting iron is set at an angle of 20" to the sole of
the plane (i.e., the pitch is 20"). It is inserted in
the stock with the bevel side up.

This plane is used for planing an end grain, as
is necessary in finishing mitres, and also for
planing chamfers. Owing to the low pitch of the
cutting iron, vibration is minimised when planing
the end grain. It can easily be held in one hand
for planing. Considering its uses, a block plane
can be classified as a special purpose tool.

Curve cutting planes

As the name implies, this class of planes com-
prises those used for producing smooth curved
surfaces and edges. The two that are commonly
used are the spokeshaves and the compass
plane.

\\(c)

Figure 3.4 Other bench planes: (a)trying plane, (b)wooden smoothing plane, (c) metal smoothing
plane, (d) block plane.
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Figure 3.5 Curve-cutting planes: (a) metal spokeshave, (b)wooden spokeshave, (c) round-faced
spokeshave, (d) flat-faced spokshave, (e) compass plane.
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Spokeshaves (Figure 3.5a-d) are of two kinds:
flat-faced and round-faced and they are made
of either wood or metal. The stock of the wooden
type is usually made of beech or boxwood and
has a cutting iron of.75-100 mm in length. The
cutting iron is held in the stock by two tangs.
Vhen inserted, the cutting iron lies flat on the
surface and acts as part of the sole of the plane.

The metal type has a cast iron stock and a
cutting iron of 34-53 mm. It is worth noting that
the size of the metal spokeshave is governed by
the width of the cutting iron while that of the
wooden spokeshaves is determined by the length
of the cutting iron.

The flat-faced type is used for smoothing flat
or convex edges and narrow surfaces whilst the
round-faced type is for smoothing concave edges
They can also be used for planing stopped
chamfers.

The compass plane (Figure 3.5e), also known
as a circular plane, consists of a stock and a
cutting iron. The stock can be of wood or metal.
The wooden compass plane has a frxed curved
sole, either concave or convex of a fixed radius.
The length of the stock is normally about 250 mm.
The width of the cutting iron is about 44 mm.

The metal compass plane has a Jlexible sole of
about 250 mm in length. This'is adjusted to the
required shape or arc, be it concave or convex.
The appropriate way to adjust the sole is to place
the plane on the sawn curve and turn the adjust-
ing screw until the sole fits in the curvature, and
then tighten the locking screw. The main use of
the compass plane is for smoothing curved sur-
faces and edges that are true arcs of a circle.

Special purpose planes

These planes, as the name implies, are used for
specific operations such as rebating, tongue and
grooving, trenching, moulding, etc. Those dis-
cussed are the rebate plane, side rebate plane,
bullnose plane, shoulder plane, fillister planes,
plough plane, matching planes, router plane and
moulding planes.

The rebate plane (Figure 3.6) can have a
wooden or metal stock. The length of the wooden
type is about 220 mm and that of the metal type
is about 150 mm. The mouth of the wooden stock
(at the sole) can be square or skew (or inclined).
The skewed mouth has the advantage of curling
the shavings out of the throat. The width of the
cutting iron is always the same as the thickness of
the stock and ranges from 19 mm to 31 mm.

Figure 3.6 Rebate plane: (a) metaltype,
(b) wooden type.

There is no cap iron and the pitch is 50-55". The
bevel of the blade faces downwards.

The metal rebate plane is fitted with an
adjustable depth stop to determine the depth of
the rebate and an adjustable fence that deter-
mines its width. It also has a spur ahead of the
cutter and when in operation this cuts the wood
fibres before the cutter.

Both types are mostly used for planing or
finishing rectangular recesses called rebates that
are usually cut along the edge or across the end
of a workpiece. When you want to cut a rebate
across the grain, using the wooden type, you
must first mark the shoulder with a cutting gauge
and then saw it to the required depth before you
plane it with the rebate plane. \ff/here possible,
you should nail a strip of wood to serve as a
guide since the rebate plane has no fence or
depth gauge of its own.

The side rebate plane (Figure 3.7a) is a small
plane used for trimming the shoulders of rebates,
trenches and grooves. It is normally fitted with
two cutting irons, one for trimming the right-hand
shoulder, the other is used for the lefrhand shoul-
der. It has a depth gauge to maintain uniform
depth.

Adlustable fence



Clamp screw

20 'Woodwork technology

Removable
nose

Depth stop Bebate or trench

Figure 3.7 Other special purpose planes: (a) side rebate plane, (b) shoulder plane, (c) bullnose plane.

(a)

The shoulder plane (Figure 3.7b) is a metal
plane with a stock and clrtter of the same width.
The cutter is set at a very low angle with the
bevelled side facing uppermost. This plane is
used mostly for trimming shoulders of tenon
joints and finishing off through rebates. It can cut
the grain because of its low angle.

The bullnose plane (Figure 3.7c) is similar to
the shoulder plane but smaller, usually with a

metal (cast iron) stock about 100 mm long and
25 mm wide. The cutting iron has no cap iron
and is of the same width as the stock. It is fitted
at 75o to the sole of the stock with the bevel side
facing up. The bullnose plane is commonly used
for cleaning-up through rebates, stopped rebates
and stopped chamfers. W.ith some bullnose
planes, you can remove the nose to enable you to
plane right into the stopped end of the rebate or
chamfer.

Fillister planes (Figure 3.8a, b) are of two
kinds: the side fillister and the sash fillister. The
side fillister plane is similar to the rebate plane
and has either a wooden (beech) or metal (cast
iron) stock. The mouth can be square or skew. It
is fitted with a fence to set the width of the recess
and a depth gauge to ensure a constant depth of

cut. Another useful fitting is the spur fixed in front
of the cutter to cut through the fibres when rebat-
ing across the grain. TI-re cutting iron has no cap
iron and forms an angle of 50o-55" to the sole of
the stock. It is used for planing a rebate on the
side nearest to the operator.

The sash fillister is similar to the side fillister
except that it has a fence attached to extended
beams passing through the body of the plane and
held in position by wedges. It is also used for
planing rebates, but in this case, the rebate must
be on the face or edge away from the operator.

The plough plane (Figure 3.9) is made of
either wood (beech) or cast iron and it has a
narrow sole of steel 3 mm thick. The wooden
plough looks similar in construction to the sash
fillister. It is fitted with a set of cutters ranging
from 3 mm to 15 mm wide. It has a fence and a

depth gauge similar to those of the sash fillister.
The main use of the plough plane is for produc-
ing a rectangular recess or channel called a
groove. Normally, a groove rvns along the grain
of the workpiece and is some distance away from
the edge. The grooves can be of different sizes
corresponding to the cutters supplied with the
plane. To plough a groove, follow these steps:

Recessed finger griP

Blade
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Cutting iron
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Depth gauge

Figure 3.8 Fillister planes: (a) side fillister,
(b) sash fillister.

1. Cramp the workpiece to the work-bench or
else hold it firmly in the vice.

2. Position the cutter over the area to be
grooved.

3. Set the fence against
edge.

4. Set the depth gauge to
cut required.

the face side or face

the exact depth of tl-re

5. Plough (cut) the groove to the reqr-rired depth.
Start at the front and work backwards, towards
you.

Match planes are two wooden planes that are
used to perform complementary operations. One
of the pair is used to plough a groove along the
edge of a workpiece whilst the other is used to
produce the matching tongue as in a tongue and
groove joint (T&G). (A tongr:e is a projection left
along the edge of workpiece when one or both
corners of the edge are rebated.)

Moulding planes are wooden planes with
variety of shapes of cutters pnrposely used to
produce mouldings such as ovolo, bead, cavetto,
rounded nosing, etc.

The router plane (Figure 3.10) is mainly used
for levelling the bottom of trenches, the back-
ground of relief carving and recesses for inlays. A
trench is a recess across the grain of a workpiece.
The router plane is sometimes called the 'old
woman's tooth' because the blade sticks out like
the tooth of an old woman. The adjustable shoe is
used to regulate the thickness of the shavings.

Handle

Adjustable
depth stop

Figure 3.9 Plough plane. Figure 3. 70 Router plane.
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Figure 3.77 Multi-purpose planes: (a)combination plane, (b) multi-plane, (c) universal plane.

Multi-purpose planes

As the name implies, these planes can be set-up
to perform a wide range of planing operations
that are carried out by the special purpose planes.
The operations include trenching, moulding,
grooving, rebating etc.

The combination plane (Figure 3.77a) is one
of the multi-purpose planes and it is considered
to be the smallest and the lightest. It consists of
the following main parts: the main stock, which

holds and supports the cutter adjustment screw,
the spur and the depth gauge; the arms, which
are screwed into the stock and support the sliding
portion and the fence; the sliding portion; and
the fence. The sliding portion is a counterpart of
the main stock. It can slide on the arms and the
beading gauge that acts as a fence when beading
tongued boards is attached to it. The fence is
fitted onto the arms, slides along them, and is
held in position by thumb screws. When the
plane is being used the fence to fixed against the
side of the workpiece.

cutter adtustment screw
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The combination plane has a variety of shapes
of interchangeable cutters that enable the plane
to perform a variety of operations. It can be
assembled as to perform the following operations:
grooving, trenching, rebating, beading, tonguing
and grooving.

The multi-plane (Figure 3.11b) looks like the
combination plane and has similar parts but is
longer in size. It is supplied with 23 standard
cutters and additional 30 variety cutters can be
purchased to enable it perform a variety of opera-
tions. It consists of the following main parts main
stock, sliding portion, fence, depth gauge, arms
and adjustable cam.

It can be set up or assembled to perform the
operations of the following special purposes
planes: plough plane, router plane, side fillister
plane, sash plane, sash fillister plane, match
plane, slitting plane, beading plane, round plane,
hollow plane, nosing plane, fluting plane and
reeding plane.

The universal plane (Figure 3.11c) is the
largest and most versatile of the multi-purpose
planes. It has similar parts to the multi-plane, with
the following exceptions: the sole of the sliding
portion can be raised or lowered to support the
moulding cutters that may be higher or lower on
one side or the other; an extra bottom (runner)
may be attached to the sliding portion to give
additional bearing on the workpiece when
employing wide or irregular shaped cutters; an
additional fence is provided at the other side of
the plane; both fences can be lifted for angular
planing. It is supplied with 55 standard cutters
and 44 others may be bought as additional
cutters. The 55 standard cutters consist of one
fillister; one sash; eleven plough and trenching;
eight beading; two match; four right-hand
chambers; four hollow; one left-hand and right-
hand chamber; four round; two quarter round
for planning 6 mm hollows; two quarter hollow
for planing; 6 mm rounds; two roman ogee, three
reverse ogee; three grecian ogee; three sizes of
bead with two beads each and two quarter round
with bead.

\[hen you are using the plane hold it per-
fectly upright. To achieve this, you must
ensure that the faces of the fences are at
right angles to the cutter and parallel to the
runners.

Paring toole
The term paring refers to a process of removing
waste wood from a piece of timber using a chisel
without a mallet. Chisels may be classified into
firmer chisels and paring chisels. All of them
consist of two main parts: the blade and handle.
The blade is often made of tool steel (high carbon
steel) and are hardened and tempered (heat-
treated) to make them hard and tough. The
tapered end (tang), fitted into the handle is often
not heat-treated (left soft) so that it does not
break off easily when in use. The handle is made
of plastic or tough wood (ash or beech) and is
shaped for easy handling.

Firmer chisels (Figure 3.72a) are of three
kinds: the firmer chisel, the bevel-edged firmer
and the mortise chisel. The flrmer chisel has a
rectangular blade with a tang or socket at one
end to receive the handle. A shoulder at the base
of the tang prevents it from being driven too far
into handle. A brass ferrule is fitted on the end
of the handle where the tang is fitted to prevent it

::
Shoulder Tang

: 
Iang

-:
Shoulder

Steel ferrules

Figure 3.12 Types
(b) bevelled-edge,

of chisel: (a) firmer,
(c) paring, (d) mortise.
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splitting. The width of the cutting edge ranges
from 3 mm to 50 mm. It is used for general
chiselling.

The bevel-edged firmer chisel (Figure 3.12b),
as the name indicates, has two edges of the blade
bevelled along its length. The width of the blade
ranges from 3 mm to 50 mm. It is generally used
for paring and lighter chiselling and is also suit-
able for cleaning out corners of joints. A type
with a shorter blade is called a butt chisel and is
mostly used by carpenters and joiners for prepar-
ing recesses for butt hinges.

The paring chisel (Figure 3.12c) is similar to
the bevel-edged but has a longer and thinner
blade. The blade is between 3 mm and 50 mm
wide. It is used for all forms of paring, particularly
for cleaning out corners and finishing off joints.
Never use a mallet on this chisel because it will
break or bend due to its lightness.

The mortise chisel (Figure 3.12d) has a thicker
blade to withstand the leverage when cutting mor-
tises. A leather washer between the shoulder of
the blade and the handle absorbs the blow frorn
the mallet. The handle is fitted with iron ferrule at
botl-r ends to prevent splitting. It is used for heavy
chiseiling, deep work and cutting mortises.

Gouges (Figure 3.73) are similar in form to the
chisel except that the blade is curved or fluted
along its length. The two main types are the

a xHl ?iiltiii,?l rf il,y ffiil",l:
fingers kept always behind the cutting edges.

scribing gouge, ground and sharpened on the
inside, and the firmer gouge that is ground and
sharpened on the outside. The scribing goul4e,
sometimes known as paring gouge, is used for
producing concave cuts. The firmer gouge, also
referred to as caving flouge, is mainly used for
grooving, fluting and for general carving purposes.

Abrading tools
Abrading tools are those that cut by taking out
many small pieces (particles) of the material at
once. All types of saw cut by the action of the
teeth removing small pieces in the form of saw
dust, and so they are classified as abrading tools.
Other abrading tools are files, rasps, grinding
tools and honing tools.

Saws may be classified as hand saws, backed
saws and curve cutting saws.

Hand saws are always used for straight
cutting. The types of hand saw are cross-cut
saws, rip saws and panel saws. All saws have two
main parts: the blade (cast steel) and wooden
handle (beech). The length of a saw is deter-
mined by the total length of the blade excluding
the handle.

The cross-cut saw (Figure 3.74a) may be dis-
tinguished by its pointed teeth with knife-like
edges. The front edge of each tooth forms an
angle between 70" ancl 80' with the line foining
the tips of the teeth. The length of the saw ranges
from 550 mm to 700 mm and there are between 5
and 9 points per 25 mm. Its rnain use is for
cutting thick boards across the grain. It can also
be used for cutting a thin board along the grain
(ripping). The cut made by a saw is called the
kerf and is slightly wider than the blade due to
the set of the teeth.

A rip saw (Figure 3.14b) looks similar to a
cross-cut saw and it can be distinguished by the
teeth having chisel edges with the front edge at 90"
to the line joining the tips. The length ranges from
620 mm to 700 mm with a pitch of 3-G points per
25 mm. It is mainly used for cutting thick boards
along the gain. This type of sawing is known as
ripping; from this the saw derived its name.

The panel saw (Figure 3.74c) is very similar to
the cross-cut saw, having pointed knife-like teeth,
but smaller is size. The average length is from
450 mm to 550 mm and it has fine teeth with a
pitch of 70-72 points per 25 mm. It is generally
used for sawing thin boards, usually across the
grain. Other uses are for ripping tenons and

Handle
(b)

scribing gouge, (b) firmerFigure 3. 73 Gouges (a)

gouge.

Blade

Blade ground on outsrde
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Figure 3.14 Hand and backed saws: (a) cross-cut, (b) rip, (c) panel, (d)tenon, (e) dovetail.

cLltting plywood. Vhen you are using it for
cr-rtting plywood, keep it almost flat on the
surface (i.e., with the line of the teeth almost par-
allel to the surface) to avoid tearing the fibres.

Backed saws are of two kinds: tenon saws and
dovetail saws. The tenon saw (Figure 3.14d) is
between 200 mm ancl 450 mm in length, with a
pitch of 72-74 points per 25 mm. The teeth are
similar to those of the cross-cut saw. The back of
the blade is stiffened with a brass or steel rib,
folded over it to prevent it from buckling (crum-
pling or bending). It has a closed handle. It is
generally used for joint construction, especially
for cutting shoulders and cheeks of tenons.

The dovetail saw (Figure 3.14e) takes the same
form as the tenon saw, except that it is smaller
and has an open handle. The length ranges from
200 mm to 250 mm with a pitch of 78-22 points
per 25 mm. It is commonly usecl for fine and
accurate joint cr.rtting, such as dovetail joints or
for model mzrking.
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General hints on use of hand saws and backed
SAWS:

1. Always use the correct saw for the job.
2. Hold the saw in one hand with your index

finger against the side of the handle for a firm
grip.

3. Begin sawing from the far edge and guide the
saw with the thumb of your other hand.

4. Let a few teeth iust touch the workpiece on
the first few strokes.

5. Do not force the saw to cut. Exert very little
effort.

Curve-cutting saws

There are other saws that are used for cutting
curves and these are distinguishable by their thin,
flexible blades that enable them to negotiate
curves easily in the saw cllt or kerf. The com-
monly used ones in woodwork are the coping
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saw, fret saw, bow saw, compass saw, key-hole
saw and the nest of saws.

The coping saw (Figure 3.75a) is a small saw
with a springy steel frame. It has a straight
wooden handle like a file handle. The thin and
narrow blade (about 3 mm wide and 170 mm
long) is held by pegs between two studs that are
loosely held in the frame to allow for rotation of
the blade to any convenient position. The stud
fitted into the handle is threaded so that when the
handle is turned tension is given to the blade.
This saw is mostly used for cutting sharp curves
in a thin board near to the edge (Figure 3.75a).It
is sometimes used for cutting off the waste from
dovetail joints. In order to avoid buckling and
breaking the blade, always fix the blade in the
frame with the teeth pointing towards the handle
so that it cuts on the backutard stroke.

The fret saw (Figure 3.15b) looks similar to the
coping saw, but has a longer rectangular springy
frame. The length of the frame is between
300 mm and 500 mm and this determines the size
of the saw. It has a very fine blade, between
L25 mm and 150 mm long with very fine teeth.
The blade is tensioned by a wing nut at the oppo-
site side of the frame to the handle. The fret saw
is suitable for cutting curves in thin boards.
Owing to its long frame it can cut at a greater dis-
tance from the edge of the workpiece. To avoid
breaking, the blade must be fixed with the teeth
pointing towards the handle so as to provide a
cut on the backward stroke (Figure 3.16b).

The bow saw (Figure 3.15c) has a wooden
frame that resembles a bow, from which it derives
its name. It has a thin blade but is wider (6 mm)
than the blades of the coping and fret saws. The

Stretcher

Compass blade
Wrng nut

Keyhole blade

Figure3.75 Curve-cuttingsaws: (a)coping,(b)fret,(c) bow,(d)compass,(e) keyhole(f) nestof saws.
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Figure 3.76 Applications of curve-cutting saws.

average length of the blade is about 300 mm and
it is tensioned by means of a cord and winding
Iever (toggle) at the other end of the frame (top
side). It is mainly used for cutting external and
internal curves in fairly thick boards (Figure 3.76c).

The compass saw (Figure 3.15il has a narrow,
tapered blade of length ranging form 300 mm ro
450 mm. The teeth are of the cross-cut type. The
handle is open ended like that of the dovetail
saw. It is used for cutting large internal and exter-
nal curves Vhen cutting an internal curve, you
must first bore a hole in the workpiece to take
the blade of the saw. It is also used for cutting
straight internal cuts.

The keyhole saw or pad saw (Figure 3.15e)
has a narrower blade than the compass saw. The
length of the blade varies form 250 mm to
350 mm. The type with a shorter blade has a

round handle and is known as a pad saw while
that with the longer blade has a shaped handle,
similar to the compass saw, and is referred to as a
keyhole saw. Both are mainly used for cutting
internal curves (Figure 3.15d).

The nest of saws (Figure 3.15D comprises
three separate blades, detached from an open
handle: the keyhole blade, 250 mm long is used
for small internal curves; the compass blade,
3OO-350 mm long is used for large internal and
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extcrnel cLrrves; ancl the pruning blade,
450 mm long, is used fbr large flat cllrves ancl firr
sitraight cuts (Figure 3.16e).

Scraping and other abrading
tools

Resicles thc suws, there are other hand tool.s
whose cutting actictns lneltn that they are alsc-r

classifiecl as scraping and abrading to<>ls. Tl-rese

are the scraper, rasps, files, surfortl tortls ancl
abrersive papers ancl cloths.

The hand scraper (Figure 3.77a) is a flat, rec-
tangulal piece of 1-righ carbon steel (tool steel),
125 rnn-r by 75 urtn whose long edges are burred
()ver to forrn the ctrtting eclges. A scraper may be
helcl in tl're hancl for the scraping operation, fitted
witl'r a hanclle for easier rnanipuletion, ()r even
fittccl into a spokeshave-like stock (tl-ris last type is
kn<>wn as et catrinet scraper - Figr-rrc- 3.17b). A
scrlpcr is clrawn ()\,er a sr-trface of a 1ob t() scrape
off or cut off a fine shaving, or t() rel'llove tnarks
left by a plane. It n'ray also bc used to stnooth a
1ob bcfore sancling.

Rasps (FigLrre 3.17c) are uretal l'rand tools,

usually half-rouncl in section. They l-rave raised
teeth formed by puncl-ring triangr-rlar p<tints on the
surfzrce. Rasps are graded accorcling to the size of
the teeth: i.e., a srnooth rasp or a rough rasp. The
place for a rasp in wooclwork is for smoothing
edges and shapes that cannot be n'r>rked easily
hy other clrtting tools. A rasp cuts faster, but
leaves a rough surface that must fr-rrther be
smoothenecl with at file or glasspaper. Care must
be taken to prevent splintering (breaking off)
when using a resp.

Files (Figure 3.17c1) also har.,e a place in wood-
work. Like a rasp, a file is ttsecl for smoothing
eclges and shapes where other cutting tools cann()t
easily trc used. Tl're teeth ol files are proclr-tcecl by
a series of cuts (single <;r clottble cuts) across the
face, prodlrcing varying grades of teeth, (from fine
to rough). There are clifferent shapes ancl those
comrnonly r-rsed in wooclwork ere: the round file,
rusecl fc>r smoothing concrve cLll'ves ancl enlarging
holes; the square file, r.rsecl for proch,tcing slots;
the tralf-round file, usecl for st-noothing concave
edges ancl enlarging l-roles; ancl the triangular
fi.Ie, lrsecl to form sharp col'ners nncl grooves. The
triangurlar filc is alsc> r-tsed for sharpening hand
sa\\,'s, hence it is also callecl the saw file.

Figure 3.17 Abrading tools: (a) hand scraper, (b)cabinet scraper, (c) rasp, (d)files.
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To avoicl injury, never Llse a file
withoLlt a hanclle or with 2r l()ose

handle.

Figure 3.18 Abrading tools: surform tools or
shapers.

Surform tools (Figure 3.18) have the features
of a plane, a rasp and a file for the purpose of
rapidly rer-noving waste rnaterials from flat or
round surfaces. They consist of a stock, made
from cast alloy, interchangeable alloy steel blades,
and a handle, made of wood, moulded rubber or
plastic. The interchangeable blades have rows of
perforations or slots with non-clogging cutting
edges, and are either half-round, flat, or convex.
The surform tools, also known as shaper tools,
are employecl to remove waste materials quickly
when shaping, trimming, forming and smoothing
jobs rnade of wood, particle bclards, plastics,
hardboard, fibreglass etc.

Abrasive papers and cloths are papers and
cloths coated with various abrasive materials such
as glass, flint, garnet, aluminium oxide or silicon
carbicle for sanding or smoothing surfaces prior
to the application of finishes. A paper coated witl'r
glass is called a glasspaper, a cloth coated witl-r
flint is a flint cloth, and so on. The coated abra-
sives are graded: dead srnooth, smooth and

rough. The grading can be clone by numbers in
order of coarseness (00, 0, 1, 11/2,2and so on).
TI-re size of the abrasive grains is callecl grit and
is specifiecl accorcling to meshes per 25 r.nrn <>f

the grading sieve.
The terms open coat ancl close coat refer t<r

the spacing of grains on the paper or cloth. In thc
'close', the grains are close together, uraking then-r
suitable for hardwoocls. In the 'open', there are
spaces betr.veen the grains making tl-re paper less
liable tr> choke. It is therefore used more on soft-
woocls, resinous u'oocls ancl .surfaccs liable to
cause choking.

Never apply abrasive paper on u surface befirrc
you plane or scrape the sr.rrface as the small al>ra-
sive rnaterials imbeclcled into the wood and are
likely to dr,rll the cutting edges. Sancling murst be
clone after dressing (smooth planing ancl scrrp-
ing) the surface. Dr,rst off all abrasive purticles
after sancling befirre you apply a surface finish
(polish or lacqr,rer).

Glasspaper is r-rsecl for e hancl srloothing of a
piece of rvood. It i.s mede from an abrasir,'e grain
of crushecl, sievecl glass. It is supplied in slteets
300 mm by 250 mm. The grades are: 2/0 or f-lour,
0, 1, 1t/2, F2, M2, 52, 2t/2, 3. As a general guicle,
u.se M2 for prelirninary sm()otl'ring followecl by
No. 1 or lt/2. For clelicate woocls use No. 0 ancl
when rotary movement is needed on a fine woocl,
use flour to frnish. It is made in close coat only.

Garnet paper is made from abrasive grain of
natllral crushed garnet stone :rnd suppliecl in
sheets 275 nm by 225 mm, and in the form of
rolls, belts and discs. Those sr-rpplied in sheets are
graded as follows: 8/0, 7/0, 6/0, 5/0, 4/0, 3/0, 2/0,
0,1/2, 1, 71/2, 2, 2t/2, 3, 31/2. The grades in rolls are:
5/0, 4/0, 3/0,2/0, 0,1/2, 7, l1/2, 2, 21/2, 3,31/t. In a
comparison with a glasspaper, 1/z is of the same
coarseness as M2. They are made in both cl<>se

and open coats and are used for both hand and
machine sanding.

Flint paper has only lirnited use in woodwork.
Flint is a natllral product and is not so hard as
garnet, aluminium oxide paper <>r glasspaper.
Generally it is used rnore in other industries than
in woodworking trades. Flint paper is macle in
sheets 300 mn-r by 250 mm and also in rolls.
Grades in sheet and rolls are: 4/0, 3/0,2/0,1, 71/2,

2, 2t/2.,3. In a compztrison No. 1 flint paper c()rre-
sponds to M2 glasspaper ancl No. 2,/0 corresponds
to No. 1 glasspaper. It is made in close coat only.
Flint cloth is made in rolls and belts for nrachine
work only, and the grades are 5/0, 4/0, 3/0. 2/0,
0, 1/ z, 1, l1/2, 2, 2t/2., 3.



30 Voodwork technology

I CHECK YoUR UNDERSTANDINGI

O Planes are shaving cutting tools and are
classified into: bench planes, curve cutting planes,
special plrrpose planes and multi-planes.
O Bench planes are: the roughing plane, used for
heavy and quick reduction of thickness of timber;
the jack plane that is used for planning rough sur-
faces of sawn timber or wood; the trying plane,
used after the jack plane to produce true and flat
surfaces or perfect straight edges; the smoothing
plane, used for dressing up surfaces and edges
ready for glasspapering; and the block plane,
used for planing end grain.
O Curve cutting planes consist of the spoke-
shaves and compass plane. Both are used for pro-
viding smooth curved surfaces and edges.
O The special purpose planes are those used for
specific operations such as rebating, tongue-and-
grooving, trenching and moulding.
O Multi-planes are those that can be set-up with
other attachments to enable them perform a wide
range of operations, including, trenching, groov-
ing, moulding and rebating.
! Paring tools consist of chisels and gouges. The
two main types of chisel are the firmer chisels
and paring chisels. The firmer chisels are suitable
for heavy chiselling with a mallet and the paring
chisel is often used for light chiselling, by hand
only.
O All types of saw are classified as abrading
tools. The two classes of saw are the hand saws,
used for straight sawing, and the curve-cutting
SAWS.

O The hand saws are: cross-cut saw, rip saw and
panel saw. The backed saws comprise the tenon
and dovetail saws.
O The curve-cutting saws are: coping saw, fret
saw, bow saw, compass saw, keyhole saw, pad
saw and the nest of saws.
O Other abrading tools are scrapers, rasps, files,
surform tools, and abrasive papers and cloths.

REVISION EXERCISES AND AUESTIONS

List the four classes of planes and state the
main function of each class.
List the essential parts of the jack plane and
explain the function of each part.
Explain the main difference in construction,
between the wooden and metal compass
plane.
In what ways is the fillister plane different
from the rebate plane?
Make a neat sketch of a firmer chisel and indi-
cate the main parts. State the function of each
part.
Explain how a rip saw can be identifiecl and
state when it is used.
List the common shapes of files used in
woodwork and state the main use of each.
Explain why it is not advisable to plane a

surface of work that has been sancled with an
abrasive paper.
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A goocl craftsman must have good tools and
be able to keep them in good condition at all
times. Respect and care for your tools and learn
how to select the right tool for the work to be
done.

You must always make up your mind at the
beginning of any job to do your best to produce a
piece of quality work and realise that this cannot
be done with blunt and badly maintained tools.
Generally a fault in the finished work can be
attributed to the tools being wrongly selected or
wrongly used. It should therefore be your habit to
sharpen and keep your tools in good condition at
all tin-res. Two distinct operations are required for
maintaining sharp and keen cutting edges: grind-
ing and sharpening.

nance of

Grindstones
Grindstones (Figure 4.7) are shaped blocks of
sandstone or other abrasives mounted on a spin-
dle. A supply of water should be available to cool
the blade which becomes hot in the grinding pro-
cess and to wash away the grindings of steel that
could clog the grindstone and make it less effect-
ive. Stones run in a recess which collects the
water: this must be drained off after use so as not
to cause deterioration and softening of the stone.

Grindstones with carborundum stones mounted
horizontally are now becoming common. The
blade to be sharpened can be mounted in a tool
rest, and held at the correct angle for grinding,
while being washed with a special oil instead of
water. Greater control is possible with this kind of
machine (Figure 4.2).

Water tank
Carborundum

Figure 4.7 Grindstones: (a)'sandstone type, (b) horizontal type.
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Figure 4.2 Horizontal grindstone.

Grinding machine

A common rneans of grinding individual hand
tools sr:ch zrs punches, chisels, scrapers, drills,
plane cLltting irons etc. is by the use of the off-
hand grinding machine, often referred to as the
bench grinding machine (Figure 4.3). The
grinding operation is carriecl out on a set of
grinding wheels (rough and smooth grades)
attachecl to each end of the spindle. The wheel
consists of particles of abrzrsive materials such as

aluminium oxide or silicon carbide (artificial
abrasives) held together by a bonding agent

known as a tttattix. Natr,rral abrasives such as
emery (60% pr-rre) and corundum (90% pure) are
also used fbr making the grinding wheel.

Figure 4.3 Bench grinding machine.

Sharpening processes

Grinding plane cutting irons and chisels

Grincling a cLltting eclge involves wearing away
the worn edge to procluce a new grinding bevel
on a rotating abrasive wheel or grinder (Figr,rre
4.q.

Before yoll use any grinding machine, ensure it
is in good working condition and that there is no
crack in the grinding wheels.

Use the smooth wheel to grind a cutting edge.
Follow these procedures:

1. Set the tool rest close to the whecl to avoicl
the cutter or chisel from being trapped.

2. Obtain a coolant (water) to quench the cutting
edge from time to time during the grinding
operation.

3. Switch on the grinding machine and allow the
wheel to gather momentLrm.

4. Place the cutting edge on the tool rest against
the rotating wheel, holding it firmly at the
appropriate grinding angle, 20"-25".

5. Move the cutting edge across the wheel so that
you are using the whole width of the wheel,
to prevent the formation of grooves on the
wheel.

6. Dip the cutting edge into the coolant fre-
quently to prevent overheating that may soften
the cutting edge.

Note that specially shaped grinding wheels may
be required to grind hollow or shaped cuttinEJ
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Use whole
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Figure 4.4 Grinding of tools: (a) plane cutting irons and chisels, (b)carving gouge, (c) scribing gouge.

edges such as the scribing goLrges and moulding
plane cutting irons. Those having the grinding
surface on the outside (convex side) are ground
on the normal flat grinding wheel.

Hand sharpening plane cutting irons, chisels
and gouges

The purpose of sharpening a cutting tool is to
obtain a keen and sharp cutting edge for ease of
cuttin!{. The process involves rubbing the cr:tting
edge on an oilstone, with oil being applied fre-
qLlently to recluce friction and to float away the
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metal particles thus avoiding the pores of the
stone becoming clogged. The process of sharpen-
ing is also known as honing and sometimes
called whetting.

There are two main types of oilstones used for
sharpening tool clltters: natural stones and
artificial stones. The two common natural stones
are the Arkansas and washita (Figure 4.5).
The Arkansas are in two grades: hard and soft
whilst the washita is of only the soft grade, even
softer than the soft arkansas. The hard grade is
suitable for sharpening tools such as carving
tools and surgical instruments that need to be
extremely sharp. The soft grades, having coarser
and more porous grit, are faster sharpening, par-
ticularly for tools that do not require extreme
sharpness.

The artificial stones are made from artificial
abrasives, such as silicon carbide and aluminium
oxide. The abrasives are crushed into particles
and graded (fine, medium, coarse) and bonded
together into stones of any desired shape. The

(a)

(c)

Slrpstone

Ensure that the
rectly, close t<r

ensure that the guards
eye shield or wear a

wear a pair of gloves.

tool rest is set cor-
the grinding wheel;
are in place; use the
pair of goggles; also
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Figure 4.5 Oilstones and slips: (a) natural oilstones, (b) artificial stones, (c) slips.

Figure 4.6 Sharpening chisels and gouges: (a) sharpening angle, (b) sharpening process, (c)sharpening
a scribing gouge, (d) sharpening a carving gouge.

Oil the stone

Bemovrng the
burr (keep
tool f lat on
stone)

Bemovrng burr (keep
tool flat on stone)

Hon ng bevel
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two commonly used artificial stones are the car-
borundum and India (Figure 4.5).

Oilstone slips or slipstones (Figure 4.5) are
various shapes of oilstones purposely designed for
sharpening culed or shaped cutting tools, such as
scribing gouges or moulding plane cutting irons.

Procedure for using oilstone slips (Figure 4.6):

1. Holcl the oilstone firmly in a vice or against a

stopper.
2. Apply enough oil during the sharpening oper-

ation. For coarse gritlstone (i.e., soft stones)
use water instead of oil.

3. Hold the cutting tool at a constant angle,
30o-35" to the oilstone and hone Llnril a br_rrr is
created.
Remove the burrs that are formed at the
cutting edge by turning over the cLrtting edge
and rubbing it gently on the oilstone while
keeping it perfectly flat. It i.s the removal of the
burr that gives a keen edge.
Repeat this operation several times.
Use the whole surface of the oilstone to avoid
making a series of grooves on the surface. This
will also ensure even wearing of the oilstone.
Test the sharpness of the cutting edge against
your finger nail: a sharp cutting edge should
not show any thickness at the edge.

O Keep the surface of the oilstone clean and
moist with clean oil always.
O Clean off the dirty oil immediately after
sharpening a tool.
O Remove any irregularities on the surface
of the oilstone by rubbing it on a wet sand-
stone, brick or on a hard surface with water
or kerosene and emery powder.
O Store the oilstone in a covered box.

Procedure for sharpening scrapers:

A scraper, like all cutting tools requires its cutting
edge to be sharp and keen in order to cut satis-
factorily. The procedure is as follows (Figure 4.7):

1. File the cutting edge straight and square ro rhe
sides.

2. Smooth the cutting edge on an oilstone, by
rubbing it straight forth and back, using the
whole surface of the oilstone.

Remove all burrs formed, by placing the sides
flat on the surface of the oilstone and rubbing
it lbrth and hack.
Flatten the edge by burni.shing at !0o to the
side.
Turn the edge over with the burnisher at 8o to
10o to the horizontal. This creates the burr that
is the scraping edge.

Bu rnisher

,-fl
Figure 4.7 Sharpening a scraper: (a) filing the
edge, (b) smoothing, (c) removing the burr,
(d) flattening the edge, (e) turning the edge over,
(f) final shape.

3.

4.

4.

5.
5.

7.

(f)
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Saw file

Figure 4.8 Sharpening of bits: (a) centre bit, (b) twist bit.

The procedlrre for sharpening bits (Figr-rre 4.8):

1. Hold the bit vertically with the point on a flat
sLlrface.

2. File tl-re top edge of the cuttcr at angle of 30o.
3. File tl're insicle of the sprlr or scriber.
4. Finisl-r with an oilstone slip.

Reconditioning of saws

For saws to cLlt satisfact<>rily, their cutting edges
lnust always be kept sharp. It is essential to make
reconditioning of saws a regular ror,rtine. The
process of reconditioning a saw involves five
stages: jointing, resharpening, setting, sharpening
and sicle dressing (Figr-rre 4.9).

Jointing

Jointing, also known as topping is the process
of running a file along the tops of the projecting
teeth of 2l saw until they become equal in height.
Use a flat mill file holcling it square to the blade.
Before you perform this operation, fix tl-re saw in
a saw vice and all<>w it to prolect a little (not tocr
rnuch, to avoid vibration).

Reshaping

When the teetl-r of the saw become flattened as a

Teeth on corner
edge of f ile
ground off

Teeth on corner
edge of f ile
ground of{

Fi ing inside
of spur

F ing top
of cutter

result of the jointing process it is necessary to
reshape thern (Figrne 4.9). Insert the saw in a

saw vice and let the gnllets (the indentations
between the teetl-r) proiect about J mm; using rt

saw file, file straight across each gr-rllet, at right
angle to the blacle. Ensr-rre that the front edge ol
each tooth is inclined at 70"-80o to the line of ti-re

teeth. For a rip saw, file straight in every other
gurllet, inclining the file at right angles to the
blade; turn the saw ror.rnd in the vice ancl file the
other gr-rllets holding the file at right angles to the
blacle as before.

Sharpening

Sharpening (Figure 4.9) involves forming knife
edges on the sides of the teeth and proclucing
neeclle points at the tip of each tooth. Folkrw
these steps: holcl the saw in a saw vice, with
about 3 mm of the gr-rllet projecting above jaws of
the vice; witl-r a sar,v file (triangular), file each
alternative tooth to the correct angle in a direction
frorn the handle to the toe. The sharpening angle
of a cross-cllt saw ranges from 45o to 70" clepend-
ing upon the purpose for which the saw may be
used (i.e., lower angles for softwoods and greater
angles for hardwoods). Rip saw teeth are sharp-
ened at 90o to the edge of the blacle. Turn the
saw,over in the vice and file the remaining teeth
in the salne manner as before (in a direction from
toe to handle).

(b)
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(c)

To handle

Toe

Figure 4.9 Sharpening hand saws: (a) topping, (b) reshaping, (c) setting, (d) sharpening or filing.
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(b)

Clearance

N
Cross-cut
saw kerf

Cross cut saw: pointed
kn,te-edgeo teeth cJttrng
across the fibres

Shape of saw teeth: (a) rip saw, (b) cross-cut saw,

Rip saw: chisel teeth
paring out small pieces

(c) cutting actions.

Flat file

Front edges

ront edge
25i6( 5 Po',n\'s)

Rip saw kerf

Figure 4.10
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Side dressing

Woodwork tecl'rnology

Side dressing (Figure 4.9) involves removing any
burrs or ragging that may be produced at the
edges of the teeth due by setting and sharpening.
This is done by rubbing an oilstone along the
edges of the teeth to smooth them.

Setting

Setting is the process of bending adjacent teeth
of a saw to opposite sides in order to widen the
width of the cutting edge (see also Figure 4.10).
This will make the kerf (saw cut) wider than the
thickness of the blade to permit free movement of
the saw and to prevent binding of the saw in the
kerf.

The procedure is as follows: hold the saw in a
saw vice, allowing more than half the depth of
the gullet to project above the face of the vice;
use either a pliers saw set or a special saw setting
hammer to bend the top half of each alternative
tooth to opposite sides of the blade.

I CHECK YoUR UNDERSTAIIDING

O The two operations required for maintaining a

cutting tool in good working condition are grind-
ing and sharpening of the cutting edge.

O The grinding operation is carried out on a

grinding wheelwhile the sharpening is performed
on an oilstone.
O Both the grinding wheel and the oilstone are
made from natural abrasives or artificial abrasives.
O The reason for sharpening a cutting tool is to
provide a sharp and keen cutting edge, essential
for producing work of quality.
O The process of reconditioning a saw includes
jointing, reshaping, setting, sharpening and side
dressing.

REVISION EXERCISES AND OUESTIONS

L Briefly explain the essence of maintaining
cutting tools.
Name two of the artificial abrasives that are
commonly used for the manufacture of grind-
ing wheels and oilstones and explain how the
abrasive are bonded-together.
Briefly state the procedure for grinding a

cutting tool.
What safety precautions are required when
grinding a cutting tool?
State how you should care for an oilstone to
prolong its usefulness.
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lntroduction
This chapter discusses a range of processes in
woodwork using hand-operated tools. For each
process, a definition and description of the steps
are given. The chapter also describes the three
types of joint used for cabinet construction:
widening joints, angle ioints and framing joints.
Illustrations are provided to help you understand
the procedures more easily.

Gommon procesaes

Marking out is the process of locating or
marking the correct positions of joints on the
work-pieces to be used for the construction.
Sometimes the setting out is done on one length

, 2mrn.\rvast.e -------t

ses and
nts

of the work-piece before it is cut into parts. The
setting ollt may be done in the form of a working
drawing, in pencil, on a piece of plywood. This is
called a working rod. This rnethod facilitates the
marking out process, particularly where the same
1ob will be prodr-rcecl in a large quantity. (See
Figr-rre 5.1).

Sawing is a process of cutting (off) a piece of
board. Vhen the cutting is along the grains of the
board (along the length), the process is termed as
ripping and when the cutting i.s across the
grains (across the width), it is known as cross-
cutting.

The procedure for sawing is as follows: (Figure
5.2)

1. Support the board firmly, ensuring that
nothing is in the path of the saw.

2. Hold the saw with your forefinger extending

s
lSmn

1,rn lhickness 4o^ rLrce stde l' ,-;l

Figure 5.7 Marking out.
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forward. This will provicle firm control of the
blade and prevent the hancl grip twisting in
your hand (Figure 5.2a).

3. Begin the ctrt with short backward strokes
wl'rilst gr-riding the blade with your thumb.

4. Use tl-re furll length ol the blade after you have
established the initial kerf. Move with slow
ancl steady strokes (Figtrre 5.21t).

5. Twist the blade slightly to bring it back on
course when the saw begins to wander off the
n-rarked line.

6. When the kerf begins to close on the saw
keep it open with a small weclge.

7. Support the offcr-rt with your free hand, partic-
r,rlarly when approaching the end of the cut
(Figr-rre 5.2c).

Planing is the process of r-rsing a plane (hand
or machine) to take olf shavings from a piece of
board, witl-r the plrrpose of reducing its thickness,

w'idth or both, or srnoothing the snrface. A planed
board is referred t() as a dressed board.

The procedure is urs follows:

1. Exzrmine the two faces of the boarcl ancl select
the one that looks straighter ancl flatter as the
face side (the first face to plane).

2. Hold the boarcl against the bench stop
securely, noting the direction of the grain so
as to plane along the grain.

3. Hold the handle of the plane fimrly ancl use
thc other hand to l-rolcl the front part of plane
in such e way that your fingers are on the
side of the plane away fror-u yor: and your
thumb on the side nearest yor-r (Figures 5.32t
and 5.3b). Holcl the knob with all your fingers
if you are using the metal plane (Figr"rre 5.3c).
Holding the plane in tl-ris rranner enables yor.r

to exert adequate presslrre for the clrtting
(planing) action to be effective.

Wedge to ho d
vent open

Figure 5.2 Sawing: (a) holding the saw,
(b) ripping, (c) cross cutting.

Figure 5.3 Holding and
planing a surface.

using a plane when
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Figure 5.4 Positions when planing: (a) starting,
(b)finishing.

4. Press down tJ-re plane and begin the stroke
from the very end of the board to the other,
maintaining the same pressure throughout
(Figtrre 5.4). plane the whole surface and
check for straightness by laying the edge of a
try-square or a straight edge along the
surface. If the surface is straight, the edge of
the try-square will touch all the surface.
Check in several positions. rVhen the face is
judged to be straight, put the face side mark
on it (Figure 5.3d).
Choose the adjacent edge of the board, hold
the board firmly in the vice with this edge
upwards and plane it straight and square to
the face side. This time, the fingers of the
hand holding the front of the plane must rest
under the plane to run on the face of the
board to serve as a guide. The fore-finger of
the hand holding the handle must point
forward in this case to direct the plane and
keep it srraighr (Figure 5.5).
Test for straightness as before and use the try-
square to check for squareness. To do this,
hold the face of the stock firmly against the
face side and the edge across the planed
edge. Check at several positions. Place the
face edge marks (Figure 5.5d) on the edge.

6.

Set the marking laauge to the required width
and gar-rge on both faces of the board. Gauge
from the face edge, i.e., with the stock of the
marking gauge running against the face edge.
Place the board in a vice ancl plane down to
the gauge line. Check again for botl-r straight-
ness anrl squareness.
Set tl-re marking gauge to the reqr,rired tl-rick-
ness and gauge from the face side on the
edges and ends.
Plane to the galrge line and check fbr straight-
ness end sqLlrrenes.s.

(b)

Figure 5.5 Holding and using a plane when
planing an edge.

t3.

().

10

5.

_.-==__
Face edge mark
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Mitring means producing a mitre, an angle
joint where the ends of the two pieces forming
the joint are cut at an angle of 45o and joined
together so that a right angle is formed between
the two meeting pieces, such as on the corner of
a picture frame or a plinth. A mitre may be cut in
a mitre box and planed in a mitre shooting board.
(See Figure 2.2 on page 5)

Chamfering (Figure 5.5) is a process of
planing off at 45" a definite amount of material
from the edge of a piece of board. When the
planing goes through the entire length of the
piece, it is called a through chamfer. \When

the chamfer is stopped at either end it is called a

stopped chamfer. A through chamfer can be
planed with a jack plane, a smoothing plane or a
block plane. For a stopped chamfer use a chisel,

a spokeshave or a bull-nose plane, finishing the
corners with a bevel-edged firmer chisel. Apart'
from making the edge of the piece safer to
handle, chamfering is done to improve the
appearance of the work and also to protect the
edges themselves.

Note: when the side of a piece is planed at
an angle other than 45" to the edge, such as

on the square or straight edge, it is called a

splayed edge (Figure 5.5). An edge is said
to be bevelled when the whole of that edge
is planed off to an angle other than a right
angle.

(a)

Rough cutting

Cutting stop

Completed chamfer

Figure 5.6 Chamfering and bevelling: (a)chamfering with a chisel, (b)chamfering with a plane,
(c)testing flatness, (d)testing straightness, (e) bevelled edge, (f) splayed edge.
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Trenching (Figure 5.7) is the process of cutting
a recess across the grain of a workpiece, usually
on the surface at a distance from the ends. The
tools used are a saw, a chisel and a router plane.

TI-re procedure is as follows:

1. Hold the workpiece secllrely in the vice or on
the bench (using a bench hook).

2. Saw the sides (shoulders) with a tenon saw to
the required depth (Figure 5.7b). A beginner
should make sloping grooves along the
marked lines on the surface prior to sawing
the sides to avoid sawing over the marked
lines.

Tabs to hold piece
steadV

Figure 5.7 Trenching: (a)trench laid out, (b) saw
the sides, (c) chisel the waste, (d) level off with
router plane, (e) a stopped trench.

3, Chisel out the waste to about 2 mm from the
bottom. Chisel from each edge so as not to
split the back edge (Figure 5.7c).

4. Place the router plane over the trench with the
cutting iron in the recess (Figure 5.7d).

5. Set the cutting iron for a thin shaving and
slightly less than the required depth.

6. Router (plane) to half the width to avoid split-
ting the wood at the end if it is a through
trench.

7. Reverse the workpiece and router off the
remaining half.

B. Now adjust the cutting iron to the required
depth and finish off the routing.

Note that the same procedure should be followed
when preparing a stopped trench, except that
there will be no need to reverse the workpiece.

Grooving is the process of cutting a recess on
a surface or edge of a workpiece, usually along
the grain (Figure 5.Ba). The plough plane or the
universal plane may be used. In each case, you
should select a cutting iron with the same width
as the width of the groove to be cut.

The procedure is as follows:

1. Gauge the position to be grooved, using a

mortise gauge or a marking gauge. Gauge
from the face side or the face edge of the
workpiece.

Figure 5.8 Grooving and rebating: (a)grooves,
(b) rebates.

Stopped groove

Through rebate
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2. Clamp the workpiece ()nt() the bench, LISing a

vice, 'G' crar-np or holclfast.
3. Fix the correct cr.rtting iron, ancl adjr-rst it to

provicle a convenient cut, cl:lmping it securely.
4. Acljr,rst the fence at the correct distance from

the eclge and secure it in position firmly (by
the thumb screw).

5. Set and clamp the depth gauge to the required
depth.

6. Starting at the front ancl working Lrackwards,
take successive cr.tts r-rntil the desired clepth is

zrttainecl.

Rebating is the process of cutting a rect:tngr,tlar
recess (Figr-rre 5.tlb) along the eclge or across the
end of a board to form a shoulder. Any of these
planes may be used: rebate plane, sash fillister
plane, sicle fillister plane, combination plane or
the mr-rlti-plane.

'fhe procedure is as follows:

1. Use the marking gaLlge t() glluge for the wiclth
ancl clepth of tlie rcbete. Drarv a pencil
througl-r the r-uarkecl lines to tnake them
visible. Yotr rnay use only the pencil t<> mark
freely both the wiclth ancl depth.

2. Hold the w<>rkpiece firmly in the vice, ensltr-
ing the edge is horizontal.

Figure 5.9 Cutting a stopped rebate: (a) cut out a

piece, (b) remove the waste.

3. Adjust the fence of the plane to run along the
face side at the correct width of cr:t (that is,
the wicltl-r of the rebate). \Where the plane has
no fence, for example the wooden rebate
plane, fasten a strip of wood along the gar,rged
line to serve as a gr,ride.

4. Set the cleptl-r gauge to the desired depth of
the relrate.

5. Adiust the blade for the appropriate cLrt. Check
for lateral alignment.

6. Ctrt the rebate. Keep the fence steady against
the face side of tl-re workpiece at all tirnes.

7. Keep the plane parallel to the edge of the
workpiece. Remember to work from front tcr

back as in grooving. Take successive cr.tts until
the clepth gauge torlches and runs on the edge
of tl-re workpiece. \Where the plane has n<r

clepth gauge, you must check the depth fre-
qLrently. first by watching for the gar-rged line
and finally by measttring with a rule at various
positions to make sure that the clepth is
con'ect. (Note that, when relrating across the
grain (on the end) of a workpiece, you tnltst
first chamfer the lar encl to avoid splitting.
Prcferably, Llse a plane rvith spr,rr cutter that
will cr,rt acr()ss the grain so as t() fircilitate the
planing. Finish <>ff witl-r a l'lttllnose plane.)

u. T() cut a stoppecl rcbate, yoLl mltst first cllt ollt a

small mortise. Souretimcs it is easier to cllt
dr>wn to the requirecl cleptl-r r'vith a ten()n saw
irncl finish off rvitl-r thc rebate plane (Figr-rre 5.9).

Housing is a tcrm usecl to descrilre fitting the
encl of a piece clf boarcl into a trench in another
piece, as comlr()nly trsecl for fixing shelves in
cabinets (Figr-rre 5.10). Variotts methocls are r-tsecl

for preparing the trench and so the hor-rsing is
named after the type of trench as follows:
through housing, when the trench is through
(across the rvidth); stopped housing, when ;r

stopped trench is used; dovetailed housing,
when a dovetailed trench is used; ancl shoul-
dered housing, when the trench is narrower
thzrn the thickness of the piece to be fitted in
(shelf). A housing joint is prepared by first
rnaking the trench on one piece and then cr-rtting
the end of the other piece to fit the trench. It may
be ghred or nailed. A dovetailecl housing may be
Ieft loosc, (i.e., not gluecl) to enable the position
of the sl-relf to be varied as the neecl arises. For
the procedure to prepare a through l-rousing joint
see Figure 5.11.

Pinning is a methocl of joining the end of one
piece of br>arcl to another in a similar flIanner t()
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Figure 5.70 Housing joints: (a)through housing, (b) stopped
(d) tapered bareface dovetail housing, (e) part dovetail housi

housing, (c) dovetailed housing,
ng.
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, /2fmm 75am
r-t-t

A IB
Saw 

Jl wasre

(b)

Figure5.ll Preparingathroughhousingjoint: (a) markingout,(b)sawing,(c) chisellingoutwaste,
(d) using router plane, (e) the finished housing.
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2.

housing. The difference is that instead of fitting
the end of the piece into a trench, as in housing,
pins are made at the end of the piece and are
fitted into a corresponding sockets on the other
piece (Figure 5.12). Pinning is used in the same
situations as housing, that is, for fixing vertical or
horizontal members of a cabinet.

Follow this procedure when preparing a pinning
joint:

Preparing the pins:

1. Measure and cut the piece to the required
length, adding the dimension (length or pro-
jection) of the pins.
Square the ends and mark out the positions of
the pins, square the lines on the two faces and
the end from the face side. Use a mortise
gauge and mark from the face edge. Mark the
waste wood with pencil.
Holcl the piece firmly in the vice.
Saw down the sides of the pins to the shoulder
line. Saw on the uaste side of the line.

5. Remove the waste using a coping saw and cut
off the end shoulders with a tenon saw.

6. Remove the board from the vice and clamp it
onto the bench, placing a piece of board
underneath it to prevent damaging the surface
of the bench. Clean up the shoulders with a

bevel-edged firmer chisel.
7. Check for squareness at the shoulders.

Preparing the sockets:

1. Mark out the position of joint and draw paral-
Iel lines (equal to the thickness of the pins)
across the face of the piece. The lines must be
square to the face edge.

2. Place the pins (vertically) on the marked lines
and trace with sharp pencil the locations of the
pins. (If the pins are to go right through, you
will have to nleasure and mark up both sides
of the piece instead.)

3. Clamp the piece on to the bench and chop out
the sockets to the required depth. If the pins
are to go right through the piece then cut half
way, before reversing the work and cutting
through from the other side. Care is needed to
ensure that the sides of the sockets are vertical.

Assembling:

1. Fit the pins in the corresponding sockets and
press to fit.

2. Check for squareness and ensure the shoulders
are properly fitted.

Figure 5. 72 Pinning.

Dowelling is a process of joining pieces of
boards with dowels or cylindrical pins (Figure
5.1r. The dowels are usually glued into holes
bored at the edge of each piece. Dowelling may
be used to strengthen butt joints, mortise and
tenon joints and bridle joints.

Always cut a groove along the side of the
dowel. This allows glue and air to escape when
fitting the loint.

f,ru
Dowels

Figure 5. 73 Dowelling.

?
?

3.
4.
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Mortise chisel

Saw cut at
waste side

Holes narrower than
the mortise

u{'.'i
(d)

Figure 5.14 Preparing a common mortise and tenon: (a)
gauge, (c) chisel out the waste, (d) the finished mortise,
finished tenon.

mark out the mortise, (b) using the mortise
(e) mark out the tenon, (f) cut the tenon, (g) the
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Mortising is the process of chopping out a rec-
tangular hole across a workpiece, often, one-third
of the thickness. A mortise can be through the
whole width, stopped or haunched. A mortise is
fitted with a male part known as a tenon.

The procedtrre for preparing a rnortise is as
folk>ws (Figurc 5.14):

1. Plane the workpiece to the required width,
thickness.

2. Mark out fr>r the mortise and square the lines
across the face side ancl edges with pcncil.
Square the lines on only one eclge if it is a

stoppecl mortise (Figure 5.I1a).
3. Set the rnortise gaLlge to the thickness of tl-re

chisel to be used for chopping out the waste
(about one-third of the thickness of the piece)
(Figure 5.14b).

4. Gar,rge from the face side across the marked
mortise at both edges. If it is a stopped
mortise, gauge on one sicle only. Mark the
waste portion'x' 'x'.

5. Clamp the workpiece on the bench or hold it
firmly in the vice. Put a waste piece under the
cralnp to avoid denting the workpiece.
Similarly, a waste piece shor.rld be placed
r:nder the workpiece in the vice.

6. Chop out the waste with the same mortise
chisel that you used to set the mortise gauge,
working halfway tl-rrough frorn both edges (if
tlrrough mortise). You can bore or drill
thror.rgh first, before you chop off the remain-
ing waste (Figure 5.74c). Leave about 5 mm at
each corner of the mortise to avoid damaging
the corners when levering out the waste.
Remove this when the mortise is through and

clean off the sides of the mortise with a bevel-
edged chisel.

A tenon is a name given to a proiection, one-
third of the thickness of a piece of board left after
the other one-third on each side is cr,rt off to form
shourlders. $7here the thickness of the board is
thin, it can be halved instead. A tenon of this type
is callecl bare-face tenon (meaning that it only
has one shoulder). Other types of tenon are
common tenon, haunched tenon, long and
short shouldered tenon, stub tenon. Exarnples
are shown in Figure 5.15. Nr>rmally, a tenon is
fittecl into 2l mortise to firrm a joint called a

mortise and tenon ioint. A har-rnched tenon is
fitted into a haunched mortise, while a long anci
short shor-rldered tenon must be fitted into a long
and short shoulclerecl morti.se.

The procedure for cutting each type of tenon is
similar to that of the common tenon (see Figure
5.l4J.

1. Plane the piece of wood to the reqr,rired width
and thickness.

2. Mark out the position of the tenon at one end
of the wood and square the shor-rlder line
across the two faces and two edges. Use the
stock of the try-square against the face side
and face edge when squaring the line (Figure
5.t4e).

3. Set the mortise galrge to one-third the thick-
ness of the board and gauge across the edges
and the end to the shoulder line. Gar,rge from
the face side.

4. Saw off the wastes and check the shoulders for
squareness (Figures 5.14t).

Figure5.75 Typesof tenon: (a) bare-facetenon,(b) haunchedtenon,(c) longandshortshouldered
tenon, (d) stub tenon.
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Gommon woodwork joints

Joints in woodwork are devices for holding parts
of wooden artefacts or structures together. There
are variety of them and those used for cabinet
c()nstrllction may be categorised into three:
widening joints, angle or box joints and frarning
joints.

Widening ioints
Joints that classified as widening joints (Figure
5.76) are those used for holding together a

number of narrow boards edge to edge to
provide a wide board. Among these are: butt
joints, tongued joints, tongued and groove ioints,
rebated joints, dowelled joints and slot-screw
joints.

A butt ioint (Figure 5.16a) is the simplest form
of widening joint, where the edges of the pieces to
be joined together are planed straight and square
to the sides, glued and cramped until the glue is
set. To minimise u)atping (running out of flatness),
arrange the pieces so that the direction of the
grains of each piece run in the opposite direction.
Butt joints are mostly used when preparing table
tops and cores for veneers. Those r-rsed in cheap
constructional work, such as making packing
cases, are often held together by corrugated
fasteners.

Tongued joints (Figure 5.16b) are formed by
grooving along the edges of the pieces to be
joined. Strips cut across the grain called tongues
or feathers are glued into these grooves and the
pieces are cramped together. The cross-grain
tongues resist warping and twisting (running out
of straightness), thereby providing extra strength

Ploughed and
feathered

Tongue Grobve

Tongued and
grooved

Rebated

Figure 5.76 Widening joints:(a) buttjoint,(b)tounged joints,(c) dowelled joint,(d) slot-screwjoint.
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to the board. This method is suitable for joining
thick boards since the size of the groove and
tongue must be about one-third the thickness of
the board. Tongued joints are suitable for panels
and sometimes for table tops.

The tongued and grooved ioint (Figure 5.16b)
is similar to the tongued joint except that the
tongue in this case is formed along the edge of
one piece and fits into a matching groove along
the edge of the other. Matching planes are the
ideal tools for preparing the tonglre and groove.
This joint is widely used for flooring boards, table
or desk tops, packing cases.

The rebated joint (Figure 5.16b) consists of
two or more boards, each with its edges rebated,
glued and cramped together. This joint is also
applicable for making floor boards, desk tops and
packing case.s.

The dowelled ioint (Figure 5.75c. See also
page 47) is made by fitting dowel pins into holes
bored (drilled) along the edges of the pieces to
be joined. These are then glued and cramped
together. It is not ideal for thinner boards. It is
used for table tops, etc.

The slot-screw ioint (Figure 5.16rJ) is made by
fixing screws along the edge of one piece and
fitting them into prepared holes and slots made
along the edge of the other piece . The holes are
provided for the head of the screw and the slots
take the shank of the screws. This joint is not
usually glued and so it is sr-ritable for timbers that
do not glue readily.

Angle ioints
Angle ioints (Figure 5.77), sometimes referred to
as cofnef joints are generally used for joining
board when their faces meet at right angles with
flush edges. They are mostly used in box-like
constructions, such as drawers, boxes and solid
cabinets. They are: the simple butt joint, plain
mitred joint, rebated butt joint, rebated and mitre
angle joint, housed and shouldered joint, comb
joint and dovetailed joints.

The simple butt joint (Figure 5.77a) is a
method of constructing boxes, such as packing
cases by simply squaring or shooting the ends of
the pieces, assembling them at right angles and
gluing, screwing or nailing them together.

The rebated butt ioint (Figure 5.77b) is similar
to the simple butt joint except that one end is
rebated and provides an additional surface
(holding) for gluing, nailing or screwing. It is
stronger than the simple butt joint. Its main appli-

cation i.s in constructing of boxes, book shelves,
carcases to be veneered, cheap drawers, etc.

The plain rnitre foint (Figure 5.17c) is used
when the end grain of each of the meeting pieces
is to be concealed. It is essential that the meeting
piece.s are of same thickness and width. The pro-
cedure for mitring has been described on page 42.
Plain mitre joints are not as stronll as butt joints
because the holding power of nails, screws or
glue applied to the end grain is weak. They may
be strengthened by a slip feather (i.e., a loose
tongue) inserted in a groove cut along the joint, or
by pieces of veneer, known as keys, glued in saw
kerfs cr-rt across the corner of the joint. They are
r-rsed for plinths, and box construction,

The rebated and mitred angle joint (Figure
5.17d)is an improvement of the plain rnitred joint.
The meeting pieces are first rebated at the end.s,
one on the insicle and the other on the out.side
and then mitred to conceal the end grains. The
joint is fairly strong as there are two surfaces for
nailing, screwing or gh.ring. It is used for boxes,
plinths and t'alrinet construt'tion.

The housed and shouldered ioint (Figr-rre
5.17e) is another version of the simple butt and
rehated butt joints. The end of one of the meeting
pieces is rebated to fit into a trench cllt across the
face of the other. This joint is sometimes referred to
as a tongued and trenched ioint or dado joint. It
is used in drawer, box or cabinet construction.

The comb joint (Figure 5.77D is made by
cutting a series of alternate sqllare pins and
sockets of the .same width at the ends of the
meeting pieces and interlocking them. It is mostly
used in box construction.

The dovetail ioints (Figure 5.17il are the
strongest of all angle joints. Dovetailing is used to
join two pieces of board so that one interlocks
with the other and can be pulled out only in one
direction. The joint is in two parts, the tail and
socket. Both parts have sloping sides that look
similar to the tail of the bird from which the joint
takes its name. The common types are; single
dovetail, common (through) dovetail, lapped
dovetail and secret dovetail (Figure 5.18).

The single dovetail ioint (Figure 5.18a) has one
dovetail at the end of one of the meeting pieces
which fits into a corresponding dovetailsocket cut
at the end of the other piece. This joint is often
used for narrow pieces and it can be made through
or lapped. It is chiefly used in carcase construction,
such as brackets, top and bottom rails.

The common dovetail ioint, (Figure 5.18b)
also called the tlrrough dovetail ioint has two or
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Figure 5.17 Angle joints: (a) butt joint, (b) rebated butt joint, (c) plain mitre joint, (d) rebated and mitred
angle joints, (e) housed and shouldered joints, (f) comb joints, (g) dovetailjoints.
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(d)

(b)

Figure 5.78 Types of dovetailjoint: (a) single, (b) common, (c) lapped, (d) secret-mitred.
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Template

Figure 5.19 Preparing a common dovetailjoint: (a) gauge the end of the piece to contain dovetails,
(b) set out the dovetails, (c) chisel out waste, (d) cut off end pins, (e) Trace dovetails onto 'A',
(f) saw the pins, (g) remove waste from pin sockets, (h) joint ready to assemble.
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more dovetails at the end of one piece and a cor
responding number of dovetail sockets on the
other piece. Vhen assembled, the end grains are
shown on both sides of the joint. It is used for
constructing boxes, carcases, and for joining the
back of a drawer to the sides.

The lapped dovetail ioint (Figure 5.18c) con-
sists of two or more dovetails at the end of one of
the meeting pieces, similar to those of the common
dovetail, except that the length of the dovetails is
reduced by an amount equal to one-third the thick-
ness of piece. Similarly, the corresponding dovetail
sockets are not cut through the thickness of the
piece; a lap of one-third of the thickness is left out.
The lap covers and conceals the end grains of the
dovetails when the joint is assembled. It is chiefly
used in joining the bottom piece of a carcase to
the side pieces. In drawer constrLlction, it is used
in joining the sides to the front.

The secret dovetail ioint (Figure 5.18d) has
mitred laps at the ends of both meeting pieces
(the dovetails and dovetarl .sockets) so rhat
when assembled, no end grain is exposed and it
looks like a plain mitred joint. It is mostly used
in constructing high-class cabinets, jewel boxes,
etc. where good appearance and strength are
essential.

The procedure for the construction of the various
dovetail joints is similar and is described here for
three types.

A common dovetail joint is prepared as follows
(see Figure 5.19):

1. Plane the pieces to the required width and
thickness in one length and shoot the ends
square with the face side.

2. Set out the position of the joints by gauging
or squaring lines from the ends on both sides

and edges (all round). The general rule is: the
cutting galrge line on piece 'A' (pins) shotrld
be at a distance from the edge eqr-ral ro the
thickness of piece 'B' (dovetail) and that
on piece 'B' should also be at a distance
equal to the thickness of piece 'A'. Allow
3 mm waste on each piece for cleaning up
after assembling (Figure 5.79a).

3. Set out the position and shape of the dovetail
on the face side of piece 'B'(Figure 5.79b).

4. Saw the sides of the dovetail, saruing on tbe
Luaste side but to the line.

5. Chisel out wastes of dovetail sockets on piece
'B', chiselling vertically and obliquely alter-
nately and cut off end pins (Figure 5.19c,d).

6. Place piece 'B' over the encl of piece 'A' (held
in a vice) with the face sides of both pieces
on the same side (inside or outside) and, with
the face edges flush, trace the shape of the
dovetail with a marker onto piece 'A' (Figr-rre

5.19e).
7. Remove piece 'B' ancl square the sides of the

pins down on both sides.
B. Saw the sides of pins down to the gauge

lines, sau-ting on tbe taaste side bttt to the line
(Figure 5.19D.

9. Pare sloping recesses on each shoulder of the
sockets.

10. Chisel out wastes of pin sockets on piece 'A',
chiselling from both sides (Figure 5.19g).

11. Assemble and saw off the waste ends (Figure
5.19).

The slope for the dovetail needs to be 1 in 5 for a

softwood and 1 in 8 for a hardwood. You should
be able to use dovetail templates instead of a

bevel gauge to mark the slopes themselves
(Figure 5.20).

Figure 5.20 Correct slopes for dovetail joint:
(a) hardwood, (b) softwood, (c) dovetail template.
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Figure 5.21 Preparing a lapped dovetail: (a) gauge piece 'A', (b) mark out dovetails on 'B', (c) cut
dovetails, (d) chop out waste, (e) trace dovetails onto 'A', (f) saw pin sides, (g) joint ready to assemble.

Metal template

G

End shoulders cut wlth saw
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To construct a lapped dovetail joint, follow these
steps (Figure 5.27):

1. Prepare the pieces to the required width and
thickness in one length and shoot the ends
square to the face side.
Set the cutting llauge to three-quarters the
thickness of the piece 'A' and gauge from face
side along the end of the piece, leaving a lap
of one-quarter the thickness on the outside.
Using the same setting, gauge from the edge
across both sides and edges (Figure 5.27a).
Using a dovetail template or a sliding bevel set
to the required gradient (see Figure 5.18), set
out the dovetails on the face side of piece 'B'
(side piece). Mark 'X' on the wastes between
the dovetails (Figure 5.21b).
Hold the piece in the vice and cut the sides of
the dovetails, sawing on the waste side and to
the lines (Figure 5.21c).
Remove the piece from the vice and cramp it
on thc bench. Chop out the waste of the dove-
tail sockets, chiselling vertically and horizon-
tally alternately (Figure 5.21d).

6. Hold piece'A'(front piece) in the vice ancl place
piece 'B' over the end of piece 'A'. Ensure that
the face sides are on the inside and, with the
face edges flush, trace the shape of the dove-
tail with a marker onto piece 'A' (Figure 5.27e).

7. Saw the sides of the pins, sawing on the waste
side to the line (Figure 5.21D.

8. Crarnp piece 'A' on the bench and chisel out
the pin sockets, working from both sides.

9. Assemble the joint by a tap of the hand
(Figure 5.27g).

Procedure for constructing a secret mitred dove-
tail joint (Figure 5.22):

1. Plane the pieces to the required width and
thickness in one length.
Gauge for the position of joint (Figure 5.22a).
Cut the rebates at the end of both pieces
(Figure 5.22b).
Set out the pins and saw the sides of
(Figure 5.22c).
Chisel out the wastes of the pin
(Figure 5.22d).

6. Set out or place the pins over the position for the
dovetails and trace the shape of the pin sockets
with a sharp pencil or knife (Figure 5.22e).

7. Chisel out the dovetail sockets (Figure 5.22f).
B. Cut and pare out the mitre on the laps (Figure

5.22p.
9. Assemble the joint.

Saw kerfs on
waste side

(s)

Figure 5.22 Preparing a secret mitred dovetail
loint.

Framing joints
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Figure 5.23 Framing joints: (a) dowelled joints, (b) mitred joints, (c) halving joints, (d) bridled joints.
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Figure 5.24 Preparing a cross-halving joint: (a) mark out, (b) make a sloping groove, (c) cut the sides,
(d) remove the waste, (e) assemble.
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constrLlctions where the pieces meet end to end,
with their eclges at right angles. Those chiefly
used are: dowelled joints, mitred ioints, halving
joints, bridled joints, and mortise and tenon joints.

The dowelled ioint (Figure 5.23a) is a butt joint
strengthened by dowels. It is used in cheap table
and chair construction for joining rails to legs.

The mitred ioint (Figure 5.23b) is an improved
butt joint. The ends of the meeting pieces are cut
at 45o to one another (mitred) to prevent the end
grains showing. It is chiefly used for picture
frames and architrave.

Hatving ioints (Figure 5.23c) as the name indi-
cates, are halved in thickness the ends where the

pieces meet or cross each other, so that when
assembled the faces are flush. Types of halving
joint are: the corner halving joint, usecl for
frames of cheap flush doors, and other light frames;
the mitred corner halving ioint, used for picture
frames; the tee halving ioint, used for frames
where a rail is joined to a stile away from the end;
the dovetailed tee halving ioint, used for con-
necting cross rails of frames to resist outside strain;
and the cross halving ioint, (Figure 5,24) used at
places where cross or diagonal rails must meet and
cross each other with their faces flush.

Bridled ioints (Figure 5.23d and Figure 5.25)
are similar to mortise and tenon joints except that

BzN r\ \I 'rs4\\

(e)

Figure 5.25 Preparing a bridled joint: (a) markout the tenon, (b) out the sides, (c) remove the waste,
(d) cut the open mortice, (e) chop out waste, (f) assemble joint.
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Tenon set back

Groove

(c)

---fliF

(s)

Moulding cut
awaY

Double tenon

0

Figure 5.26 Types of mortise and tenon joint: (a)common, (b) barefaced, (c) haunched, (d)concealed
haunch, (e) wedged, (f) long and short shouldered, (g) moulded, (h)twin, (i) double.
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the supposecl mortise is cut opened at the top
thereby exposing the tenon and pins at the top of
the ioint. For this renson, a bridle joint is solne-
times called an open mortise ioint. The three
common types are the tee bridled joint, used
where one meeting piece connects with the other
soflre distance away frc>m the end; the corner
bridled ioint, usecl at the corners of frames; ancl
the mitred corner bridled ioint, used in place
of a mitred halving joint where a stronger joint is
desirable, as in mirror frames.

Mortise and tenon ioints (Figure 5.26) are rhe
strongest of all the frame joints and are the most
commonly used in panelled frames for doors,
framed carcases for cabinets, and for joining rails
to table and chair legs. The m()st common forms
are: the through or comrnon mortise and
tenon ioint, used where one of the meeting
pieccs connects with the other some distance
away frcm the end; the haunched mortise and
tenon ioint, used where the meeting pieces join
at tl-re cnds; the long and short shouldered
mortise and tenon ioint, used where the pieces
zrre rebated to receive panels, glasses, etc.; the
barefaced mortise and tenon ioint, used when
thinner rails are to be joined to thicker stiles or
Iegs; the stub mortise and tenon joint, usecl
whcre it is unclesirable fior the encl grain of the
ten()n to bc seen as in high-class cabinet work;
the double tenon, used for wide rails rvhere a

wicle tenon wor:lcl shrink and weaken the stile;
the twin tenon, sr-ritable firr tl-rick raiis where a

very strong joint is nceclecl; and the compound
double tenon, applicable for wide and thick rails
as in the micldle rails of sonle cloors where a

mortise lock is fixed into the stile.
The proceclure fbr constructing a mortise ancl

tenon has been described on page 49.

Forms of carcase construction
Carcase is a term used for the box-like portion of
a cabinet or chest of drawers when the clraw'ers,
doors and other fittings are not yet fixed. It is the
framework or skeleton r>f the actLlal cabinet. A
carcase may be built up in three corrmon forms;
frarnecl carcase, solid encl carcase and solicl
carcase (Figure 5.27).

The framed carcase consists of two forms: the
simple framed carcase and the framed pan-
elled carcase. The simple framed carcase consists
of a frame-like strr,rcture of narrow stiles and rails,
covered by a sheet o[ plywood (6 mrn ply) or

hardboard. In the case of the framed panelled
carcase, the sides (ends) are framed panels
(grooved-in), joined at the top and bottorr-r witl'r
cross rails lap dovetailecl into the ends of the
stiles. The top may be of solid wood, multi-ply or
particle boards, and secured with screws through
tl-re top rails. The solid end carcase as the name
implies, has ends which may be a solid wood,
multi-ply, or particles board with cross rails that
are lap dovetailed at the top (both front and
back) and bottom (again, both front ancl back).
The top is coverecl with plywood (6 mm) by
screwed onto the top rails.

Figure 5.27 Forms of carcase construction:
(a) framed carcase, (b) solid ends carcase,
(c) solid carcase.
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Pocket Screwed with
angie plate

Screwed wrth
qlued block

Pocket
screwed

Edge or
lipping

Screwed
through rail

Screwed with
f lat plate

(a)

Laminated or multi-Ply toPS

Screwed with
glued block

Thicknessing

Figure 5.28 Methods for fixing a table top: (a) solid top, (b) laminated or multi-ply top, (c) 3-ply top.
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A solid carcase consists of solid ends, top and
bottom. The shelves and partitions may either be
solid or framed.

Joints that are predominantly used for carcase
construction include the angle joints and frame
joints and they have been discussed earlier in the
chapter. \7hen you use manufactured boards to
construct a carcase you should conceal the unat-
tractive and porous end grains. You can use wood
edgings (strip of wood), flexible extruded plastic
edgings, metal edgings, veneer or formica. The
method of concealing the end grains of a carcase
is known as edging and the process of edging is

called lipping. Figure 5.28 indicates methods of
securing table tops. Figure 5.29 shows the appro-
priate joints for manufactured boards, Figr-rre 5.30
shows the methods for concealing the ends or
edges of manufactured boards, The method used
will depend upon the construction of the frame of
the table and the material used for the top, i.e.,
either solid wood or manufactured board. If solid
board is used provision should be made to allow
for swelling and shrinkage due to changings in
the humidity of the atmosphere. Figure 5.31 illus-
trates the methods for fixing shelves while Figure
5.32 deals with drawer construction and fitting.

Ftr-
Double rebated

Overlapprng srde Tongued Rebated

(i)

Figure5.29 Suitablejointsformanufacturedboards: (a) dovetailed,(b) gluedandscrewed,(c)tongued
tenons, (d) dowelled, (e) rebated, (f)tongued, (g) butt, (h) housed, (i) mitred.

,r-t_J---l_ | LI l- lT-
Overlappinq top Housed

trFtr
Dowelled shelf

Wood mould

bF
Glued and screwed
corner blocks give
added strength

Wood mould

Rebated or lapped

Wood lrpprng

Wood lipping

Housed shell
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Figure 5.30 Typesof edging: (a) solidwoodedgingsof manufacturedboards,(b)flexibleextruded
plastic and metal edgings.
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Cleat, bearer
or fillet

Through
stopped
housr ng

or

Cleat or bearer
slot screwed
to ends o1

carcase

Adlustable
bearers to f it
over racks
(saw-toothed)

Metal str p
Shelf is
notched
to ttt over

Pinning

Through

Figure 5.37 Methods of fixing shelves.
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MM

Gauging dovetail loints

How dovetails are set out

How to supporl the trame
when planrng

Figure 5.32 Drawer construction: (a) form of drawer construction, (b) gauging and setting out dovetail
joints, (c) slips used for drawer bottom, (d) fitting the front, (e) how to fit the bottom of a long drawer,
(f) planing the sides.

Bottom dovetail contalns

Order in which drawer sides
and edges are p aned
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I CHECK YoUR TINDERSTANDING

O Planing a piece of wood involves taking off
shaving from the wood, using either a hand plane
or a machine plane.
O A planed piece of board is known as a dressed
board.
O A recess made across the grain of a piece of
board is called a trench whilst a recess along the
grain is known as groove. The processes of
making these recesses are known as trenching
and grooving respectively.
O A rebate is a rectangular recess along the edge
or across the end of a piece of board. The act of
doing so is known as rebating.
O Vhen the end of a piece of board (either the
full thickness or rebated) is fitted into a trench in
another board, the joint formed is called a

housing joint. But when pins are formed at the
end of board and fitted in corresponding sockets
on the other board, then the joint so formed is
callecl a pinned joint.
O The terms setting out and marking out refer to
different processes but they are quite often con-
fused to mean the same. Setting or.rt is the process
of laying out, or clrawing to full size, the joints to
be formed on a piece of board or plywood. This
serves as a reference for rnarking out. The board
or plywood on which the foints are set out is
called a working rod. Markin6a oLrt, on the other
hand, is the process of locating or transferring the
correct positions of the joints from the working
rod on to the workpier'es.
O The three classes of woodwork joints arc
wiclening joints, angle loints and frarning joints.

O A carcase is the box-like structure of a cabinet
with or without the drawers, doors and other
fittings.
O A carcase can be constructed by using a

framed structure for the sides, top and bottom;
solid boards/plywood for the sides and framed
top and bottom or solid boards/plywood for the
sides, top and bottom.
O The end grains of solid or manufactured
hoards used for constructing a carcase may tre
concealed by using solid wood edgings or flexible
plastic or metal edging.

REVISION EXERCISES AND OUESTIONS

Explain the term 'dressed' board and list out
briefly the steps for dressing a board.
Explain the significance of face markings
when marking or,rt.
How will you avoid splitting when you are to
rebate across the grain of a workpiece?
Name four forms of mortise and tenon joints
and give one example where each is used.
If you are given two pieces of board to be
joined edge to edge, describe six methocls by
which you can join them and name the term
given to each method.
SLrpposing yoLl are to constnlct a carcase,
given solid boards, list the joints you will use
for constrr,rcting: tl-re top (if the end grains are
n()t t() be shown), the bottom, the sl'relves,
and the partitions.
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Introduction
The chapter deals with materials r:sed for securing
and bonding together wooden strLlctures such as
frame-works and members of a carcase. The
methods of securing or fhstening members of a
structure may be considered as temporar-y if the
members that are secured together can be taken
apart witl-rout causing damage to them. Such
methods include nailing and screwing. The use
of adhesives for bonding members of a structure
or carcase is permanent, as it is likely damage
will be caused to the rnembers if they are sepa-
rated. The process of bonding is known as
gluing. The various hardware fastenings or
fittings used in woodwork are also discussed
here.

Common fastonsre
Nails (Figure 6.1) are generally made from mild
steel wire or plate and consist of three parts: a
head, shank and point. Some nails are coated
with zinc or cadmium to prevent them from
rusting, particularly when used on structures that
are exposed to the weather. Other metals, such as
brass, copper or aluminium, may be used for
making special purpose nails, such as are used in
boat building where they are liable to be in
contact with water most of the time. Nails are
classified according to shape of the head, shape
of the cross section, and the uses to which they
are put.

Roofing nails, sometimes called springheads
have dome-shaped heads with either round or
square twisted shanks. The length ranges from
44 mm to 46 mm. Because of their exposure to

esrves
re

the weather, they are often galvanised (coated
with zinc) to prevent rr:sting. As the name implies,
these nails are chiefly r-rsed in roofing buildings.

Flat head nails are of two types: the round
shank (sometimes called a French nail), with a
large flat head and the square shank, tl-rat is
twisted sometimes to provide greater holding
power. It has the same shape of head as the
round shank type. The l-read is large ancl flat ancl
that prevents it from being pulled through the
piece of board. These nails are generally usecl for
packing cases. and hox construction.

The diamond head nail has a round sl-rank
and a diamond-shaped head, and its length
ranges from 18 mm to 150 mm. It is used for
fixing flooring boards, Iining boards, packing case
or box construction and general constructional
work.

The iolt head nail or bullet head, has a round
shank and a round head that enables it to be
punched into the board neatly. Due to its ability
to enter cleanly into the board is sometimes called
the lost head. The length ranlles from 18 mm to
150 mm and it is used for the same purposes as
the diamond head.

The panel pin is a thin round wire nail with an
inverted cone-shaped head that enters the board
easily and cleanly. The length ranges from 12 mm
to 50 mm. Its uses include fixing plywood to
frames, cabinet backs, and moulclings.

The veneer pin is a very thin wire nail, some-
times without a head, used to hold veneers in
position during setting out and cutting or gluing.
Its other uses include fixing very small mouldings
and the backs of picture frames.

The upholstery nail is of a very thin round
shank with a dome-shaped head. It may be made
from brass or plated steel, according to the work
for which it is required. It is used in upholstery
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work generally for fixing tapestry, leather and
other materials to wood.

The escutcheon pin is a srnall brass or nickel-
plated nail, having a small dorne-shaped head. Its
general use is for fixing srnall or ornamental
plates, such as the escutcheon plates that protect
keyholes frorn being enlarged thror,rgh Lrsage.

The wiggle nail, or corrugated box fastener,
is often made from corrugated steel plate. The
size varies from 6 mm to 25 mm.It is chiefly r-rsed
in the construction of widening joints to
strengthen the edge-to-edge joint, as may be seen
in the sides of packing cases. It is also used for
foining framed cores of cheap flr,rsh panel cloors,
and even in framed carcase construction.

In order to Llse nails satisfactorily, it is essential
that you procure the right type, taking into
accollnt the factors that determine the holding
power, and then apply the correct technique to
drive in the nail for the iob <;n hand.

When you are purchasing nails, particularly
when ordering, state the weight required
(nails are sold by weight); the length of
the nails (this is the length that goes into the
board); the gauge (thickness); the type; the
metal of which it is made; and the type of
finish.

The ability of the nail to hold the pieces
together depends upon the following factors:

O how firmly the fibres of the board can grip
against the shank of the nail - closed-grained
hardwood has greater holding power than open-
grained softwood;
O whether driven across the grain or along the
grain (you should use a length of 2,5 times the
thickness of the top piece for nailing across
the grain and 3.5 times the thickness for nailing
along the grain);
O the type of shank - for example, square nails
with twisted shanks have greater holding power
than round nails;
O the angle of nailing - oblique or doverail
nailing has a better hold;
O the depth of penetration - a nail thar projects
through both pieces and is clinched along the
grain has greater strength;
O the size of the head - a large flathead nail thar
is unlikely to pull through the top board gives a
stronger holcl.

Consider the following hints when yolr are
nailing:

1. To avoid dents on the sr-rrface of the top piece,
hammer the nail Lrntil the head is about 2 mm
above the surface, drive it just below with a
nail pr.rnch and fill the l-role later with plrrry
(this permits the surface to be planed off).

2. Strike the head of the nail directly, as a blow
tl-rat slips off the l-read may callse the nail to
bend. Always ensure that any traces of glue,
oil or dirt that are likely to calrse the hammer
to slip off the heacl are removed before yor-r
begin the nailing operation.

3. Drill or bore a pilot hole (a hole slightly less
than the gauge of the nail) in hardwoocl
boards to prevent them from splitting or the
nail from bending.

4. When nailing in chain (in other words when
using a series of nails in a rcw), s/a51gertl-rem
(so they are not in a straight line) to prevent
the boards from splitting.

5. When yoll are removing a nail from a board
place a waste piece of board under the iaw of
the pincers or the claw hamnter to protect the
surface of the top piece and provide a greater
leverage (see Figure 6.2).

Figure 6.2 Extracting a nail: (a) using a claw
hammer, (b) using pincers.

(b)

Claw
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A screw (Figr-rre 6.3) is a fastening device with
a threaded shank that cuts into the piece of wood
being screwed into. It is comr.nonly made from
rnild steel, brass or copper. The essential parts
are: the head, shank, core, thread and point. The
head is of various shapes that determines the
name <tf the screw. It is either straight slotted or
cross slotted to take a screw driver. The shank is

the portion below the head and abor"rt two-thirds
of it contains the threacl. The thread is the spiral
profile around the core that draws the screw into
tl"re piece of wood. Beczruse the thread cuts itselF
into the piece of wood, its holcling power is
greater th:rn that of a nail. Generally, screws are
used for securing members of wooden pieces
together, strengthening joints and fixing fittings to
carcases. The commonly r-rsed woodwork screws
are: the countersllnk head, round hezrd, raised
head ancl sqr-rare heacl.

The countersunk screw has a tapered l-read

with a flat top that fits flush with the surface of
the work-piece or fitting. It is chiefly used for
fixing chair seats, table tops, krcks, hinges and
other metal fittings.

The round head screw, as the n2lme implies,
has a rouncled head that projects over the srlrface
of tl-re work-piece. It is r-rsed for secr-rring parts of
a job together, ancl also for fixing metal fittings at
places where the visible heads serves as an orn2t-
ment. It is qLrite often r,rsed firr holcling together
pieces th:rt are tl'rin ancl cannot be cor-tntersunk.

The raised head screw also known as an oval
head, is ;r combination of c()LrntersLrnk ancl rouncl
heacl. Tl-re combination enables it to combine the
str()ng hr>lding power of the colrntersllnk screw
with the decorative quality of tl-re rotrnd head
screw. It is r-rsed for fixing thick metal fittings tcr

carcases where both strength and ornamentation
are neecled. Another area of use is in the motor
l>ody building, for fixing metal panels, cover
strips and moulclings.

The square head scfew, known as the coach
screw, has a square head, and is a much stronger
screw. Its chief use is in structlrral constrr.tction,
such as bridge constrllction, coach and carriage
constrllctions. It is also usecl for fixing gate
hinges.

In order that the screw must hold firr-nly the
pieces being secured together, it is essential that
the head of the screw shor-rld always be larger
than the size of the clearance hole in the top
piece and the thread must cllt its w:ry deep intc>
the fibres in the bottom piece. Care must there-
fore be taken when drilling or boring a pilot hole

When you are buying (ordering) screws you
give the following information; the number
(quantity) required; the length (the amount of
the screw inserted into the board); the gauge
number (thickness or diameter of the shank,
indicated by a standard wire gauge number);
the type (for example, round head); [he
metal; and the finish. For example, when you
are ordering a No. 8 gauge, 100 mm brass
countersunk screw, you should state: "100 x
8 brass countersunk".

for the screw threacl in the bottom piece to leave
enough material for the thread to cut sufficiently
into the fibres. For this reason, it is not necessary
to provide a pilot hole in a softwood as the
thread on the screw can easily cut its way into
the fibres. It is also important that it tr-rrns freely in
the clearance hole in the top piece so that the
two pieces are drawn together tightly. Always use
a screw-driver that fits well down in the slot in
the head of the screw and make sure it is not
wicler than the screw head. A loose fit may
darnage the slot.

Never drive in a screw with a hammer, as
this n-ray break off the fibres to the thread
diameter of the screw thereby preventing the
thread from cutting its way in the fibres,
redr-rcing the holding power.

Wood adhesives

Wood adhesives are bonding substances used for
fixing wooden joints or pieces permanently
together. They are commonly known as glues.
They can be gror-rped into three varieties: protein
adhesives, synthetic resin adhesives and contact
adhesives. The choice for the type to use depends
greatly on their individr-ral properties.

The c<>mmon protein adhesives are animal
gh.res, casein glue, vegetable gh"re and blood
albumin glue.

Animal glue, as the name implies, is made
from parts of an animal such as the hide trim-
mings, fleshing of the skin, bones, sinews,
intestines and cartilage. It is non-toxic; non-
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staining and has good gap fllling ability, but its
water resistance and heat resistance are low. For
satisfactory application, it must be used hot and
the work must be assembled and cramped imme-
diately, before it sets or chills. In countries where
the weather can be cold, it is advisable to warm
the pieces to be glued before the glue is applied.

Prepare the right quantity for the fob, as freshly
made glue has a stronger holding power. Make
sure the glue has the right consistency (thickness):
when you dip a brush into the glue it should run
down freely from the brush without breaking into
drops. A boiled glue may weaken the consistency,
thereby causing it to lose its holding power. Keep
the parts to be glued clean and dry. Apply glue to
both parts. Note that a thick glue cannot pene-
trate into the fibres or pores of the wood and will
produce a weak foint. Likewise a thin glue may
not form enough bond and the joint will become
'starved' (dry). Animal glue is mostly supplied and
sold by weight in the form of sheets or cakes, or
else powdered or granulated. Those manufac-
tured from fish offal are in liquid form and sold in
tubes. The other types can be treated with acids
so that they remain in liquid form and are kept in
sealed containers, ready for use.

Casein glue is manufactured in powder form
from the curds of skimmed milk and alkalis
(chemical bases that dissolve in water) such as

sodium fluoride, borax and sodium phosphate.
They are added to make it soluble in water. Lime
(calcium hydroxicle) is also added to enable the
glued loint to withstand water. Casein glue is
mixed and used cold, permitting up to 40 minutes
assembly time; it can be applied either by hand or
machine; is fairly water and heat resistant but not
waterproof; stains hardwoods; dulls cutting edges,
has good gap-filling properties; dries and sets by
evaporation of water due to chemical action. The
stain may be removed by washing the surface
immediately with a solution of oxalic acid in
water.

  Take care:

-, wash with
on your skin.

this solution is poisonous.
clean water if you spilt it

When you are preparing casein glue ready for
use, add the powder (casein) to cold water in the
correct proportion as stated on the label; stir the
mixture continually until it thickens; leave it for
about 10 to 20 minutes to enable the chemicals to

react with the water; then stir again for a few
minutes before you apply. Casein glue is cl-riefly
used for manufacturing plywood, larninated
boards, and caul veneering.

Vegetable protein glues are manufactured
from the residue obtained after oil is extracted
from vegetables such as soya beans, peanuts,
cotton seed etc. Chemicals are added to improve
qualities such as water resistance. These glues are
mainly used for manufacturing water resistant
plynvoods.

Blood albumin glues are manufactured from
albumin obtained from animal blood. Certain
chemicals are added. They are used in the
ply.wood industry, mainly for manufacturing water
resistant ply'woods. Special machinery is required
for heating and pressing the glued work.

Synthetic resin adhesives are the commonest
glues used at the present time. There are different
varieties and the widely used ones for bonding
wooden pieces are: urea formaldehyde, melamine
formaldehyde, phenol formaldehyde, resorcinol
formaldehyde, epoxy and polyvinyl acetate
(P.V.A.). A11 these varieties, except the epoxy and
polyvinyl acetate, set by a chemical reaction
called polycondensation.

Urea formaldehyde resin (U.F.) glues are
supplied in three forms: viscous syrup resin
with either powder or liquid hardener, having a
storage time or shelf life of three to six months
(the time it can be storecl between manufacture
and mixing for use before it loses its holding
power); white powder resin glues with a

powder or liquid hardener, having a shelf-life of
one to two years; and powder resin with a

powder hardener mixed ready for use, and
having a shelf life time of one to two years. U.F.
glues have the following characteristics: they are
insoluble in the common organic solvents, resis-
tant to mild acids, alkalis and water (but not com-
pletely waterproofl; non-staining, fairly heat
resistant, and resistant to fungi. Appliecl cold, they
can set by the addition of an acid known as a cat-
alyst, accelerator or hardener, They may be
applied in two ways: by mixing the resin and the
hardener as one liquid and spread on both parts
of the work; or by applying the resin (liquid) to
one part and the hardener (liquid) to the other
part, then assembling and cramping to set. They
are mainly used for caul or cold press veneering,
plywood and particle board manufacture. They
are also suitable for any assembly gluing.

Melamine formaldehyde resin (M.F.) glues
are supplied in two parts; white powdered resin
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and a liquid or powder hardener. They have a

strong waterproof and heatproof bond. They set
by polycondensation and are chiefly used for
waterproof ply.wood, veneering, and waterproof
joints. They are also used in the manufacture of
plastic Iaminates.

Phenol formaldehyde resin (P.F.) glues are
manufactured and supplied in two parts; powder
(brownish) or liquid resin and a powder filler.
They are mixed with water before use. Phenol
formaldehyde resin glues set by polycondensation
at a high temperatLrre (210-280oF) under pressure
(clamping). They are chiefly used for bonding
waterproof plywood, particle board, fibre board
and metals.

Resorcinol formaldehyde and resorcinol
phenol-formaldehyde glr-res are manufactured
and supplied in two parts; reddish-brown liquid
resin and liquicl or powder hardener. They are
non-staining; waterproof; resistant to solvents,
heat, moulds; set cold or hot under light pressure.
A temperature between 70"F and 150'F may be
enough for proper setting. They are mainly used
for bonding waterproof plywood and laminates
(formica) to wood.

Epo>ry resin glue is manufactured ancl sup-
plied in two parts: an amber-coloured viscous
liquid resin and a viscous liquid hardener. It is
waterproof, heatproof, non-staining, shock resist-
ant, gap filling and has a high chemical resistance.
It gives a, yery strong bond between most materi-
als, except thermo-plastics. It sets at a room tem-
perature of 70oF by a process known as
polymerization (cross-linking of molecules). It
allows a period of t hour for assembling and
requires up to 48 hours clamping. For a maximum
strength, a iob may remain in a cramp for 1 week.
It is used for bonding wood to wood, wood to
metal, and metal to metal. It is also used for
bonding glass, china, tiles, cement rubber,
thermo-set plastics and any non-porous material.

Po\ruinyl acetate (P.V.A.) glues are manufac-
tured and supplied as a white or cream liquid
contained in plastic tubes, bottles, jars, etc. They
are non-staining, non-toxic, and resistant to
mould and fungi. They have a low water resist-
ance, but are faiily heat resistant up to about
200oF, and have good gap filling qualities. They
are used cold, applied cold and set (dry) by evap-
oration of the water contained in them. They have
very strong holding power but low creep strength
and so are not suitable for high permanent loads.
They permit an assembly time of 10-20 minutes,
require light clamping for 1-2 hours, and for

maximum strength, the work should be clamped
up to 12 hours. They are mainly used- for internal
work, such as gluing of carcases, frames, cold or
caul veneering and for fixing wood and plastics to
porous surfaces.

Contact glues are 'instant bonding' - that is,
adhesion takes place as soon as the parts are put
together, without clamping. They zrre manufac-
tured by dissolving synthetic rubber, particularly
neoprene, in solvents. Fillers such as phenol are
added to improve upon their gap filling qualities.
They are viscous liqurids supplied in small tubes
and tins up to 4.5 litres. They set or dry by evapo-
ration of the solvent and may have a shelf life of
up to 7 year. When applying them you should
coat the surfaces of parts being joined and allow
about 10 to 20 minutes drying tir-ne (the coated
surfaces must no longer be sticky to the touch)
before you bring them together. Press the parts
together by tapping with a hammer or running a
roller over the top piece. Fr"rll strength is attained
after several hours. Contact glues are mostly used
for bonding dissimilar (different) materials such as
formica, fabrics, leather, glass, plywood, and par-
ticle boards. Nevertheless, they are used for
bonding pieces of the same material as well (i.e.,
bonding wood to wood or glass to glass).

Always be careful when using glues.
Read the manufacturer's safety instn:c-

tions carefully before you use them. Avoid
contact with your skin and make sure that
you use them only in a well-ventilated place.
The fumes from many glues, and especially
the synthetic ones, are poisonous.

Hardware (fittingsl
Hardware items are fittings that are used for
finishing a piece of cabinet work. They play an
important part in the final finish and appearance
of the cabinet. The quality of the fittings depends
largely on their material, the method used for
construction and the kind of finish applied to
them. The types of fitting covered in this text
are: locks, catches, handles or pulls, stays and
castors.

Locks (Figure 6.4) are fittings used for locking
doors and drawers of cabinet work. The three
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Figure 6.4 Locks: (a) straight lock,
(c) box lock, (d) mortise lock.

c()lnmon locks in vr,oodw<>rk are: the straight
lock, the ctrt lock ancl the mortise lock.

The straight locks are used for doors and
drawer. They are usr-rally screwed flat onto the
inside face of tl-re door or drawer withor-tt a recess.

The cut locks, also known as till locks, are
fittecl into a recess made in the inside face of a

door or in clrawer front. They fit flush with the
face of the cloor or drawer front, and are there-
fore neater and stronger than straight locks. The
horizontal pattern is used for drawers and tl-re

upright pattern is for doors. The latter is made
rigbt or left (i.e., right lock fits on a right-hand
stile and a left lock fits on a left-hand stile.
Another type of cut lock, the box lock, is used
for lids of boxes and desk top flaps. This has a

catch plate carrying two projecting pins. The
catch plate is fixed to the licl wl-rile the lock is let
in flr-rsh on the inside of the box.

Mortise locks are normally used for larger ancl
thicker doors. A mortise (recess) is made in the
front edge of the cloor to receive the body of the
lock.

(b)

(b) cut lock,

E scutcheon

Figure6.5 Procedureforfittingalock: (a) settingthegauge(b) markingout,(c) paringoutwaste,
(d) recess for the plate.

Centre ne
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The link-plate lock is used for doors that fit
over the face of the cr-rpboarcl.

The procedure for fitting locks is as follows
( Figrrre 6.5 ):

1. Mark the centre (height or length) of the door
or clrawer front and sqllere on the face ancl
edge (r-rse pencil).

2. Set the marking gauge to centre of the lock
pin from the top plate (Figure 5.51r).

3. Gauge for the keyhole from the edge of the
cloor or the top edge of drawer.

4. Bore the keyhole and, using zl keyhole sau',
cnt the sides and pare ollt waste with a chisel.
\Where an escutcheon is used, rnark the shape
of the escutcheon to guicle the saw around
sides of the keyhole recess (Figure 6.5b).

5. Mark the lengtl-r of the body of the krck,
ensuring that the pin is on the pencil line.
Sqr-rare the lines on the eclge ancl on in the
inside (Figr-rre 6. 5c).

6. Gar-rge the lines for the body ancl the plate.
7. Saw the recess for the bocly of tl're lock.
8. Chisel ancl pare olrt the waste (Figure 6.5c).
9. Check fbr length and width of the plate and

cut recess for the plate (Figure 6.5d).
10. Screw the lor'k in position.
11. Mark the position where the bolt will strike

the frame or on the inside of the drawer rail
by pr-rtting chalk, paint or dirty oil on the bolt,
closing the door and tr:rning tl-re key.

12. Chisel oLrt waste.
13. Close the door or drawer and turn in the key

to lock it. Make any necessary correction.

Catches (Figure 6.5) are metal devices used for
securing doors and falls in position. There are
many varieties and two main categories are dis-
cussed in this text: the spring action type, that has
automatic closing and opening and the non-
spring type, having automatic closing only.

The spring action type requires a handle or
knob for pulling the door open. Among this type
are: the ball catch, magnetic catch, roller mortise
catch and French catch.

The ball catch is made in two parts: the ball,
fitted into the edge of the door, and the strike
plate, screwed to the side of the cabinet.

The magnetic catch has a strong permanent
rnagnet housed in a plastic case that is fixed to
the side of the cabinet and a metal (steel) plate
that is fixed to the door. The cloor is held in posi-
tion by the force between the magnet and the
steel plate.

The roller mortise catch has a roller bolt,
l-roused in a metal case in the form of a mortise
lock, mortised into the eclge or encl of the cloor,
and a r-netal strike plate fixecl t<t the sicle of the
cabinet.

The French catch is simil;rr to the roller
mortise catch except that the bolt is vee shapecl
ancl cloes not roll. The case is also mortisecl int()
the edge of the do<;r and tl-re strike plate is fixed
to the side of the cabinet.

The non-spring catches need a button or
knob on the outsicle of the dctor to operate the
opening clevice of the crtch. The tu'o iomrnonly
used merr-tbers of this category are the surface
cupboard catch ancl the pr.rsh blltton cupboarcl
catch.

reffi hffi

$m

Figure 6.6 Types of catch: (a) ball, (b) double ball,
(c) magnetic, (d) roller mortise, (e) French,
(f) spring.

(c)
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The surface cupboard catch is similar to the
straight lock. It is often called a.n ead lock. Both
the body and the strike plate are fixed to the
surface of the doors if it is a double door cabinet.
Vhen the strike plate is fixed on the inside of the
cupboarcl, then a key may be necessary for
opening.

Figure 6.7 Types of bolt: (a) barrel bolt, (b) offset
bolt, (c) flush bolt.

The push button cupboard catch is a knob
type, fixed into a hole through the doors to hook
the strike that is fixed on the shelf in the curp-
board. It has a button in front of the knob which,
when pusl-red, disengages the strike for opening.

Bolts (Figure 6.7') are devices used for hooking
one of the pairs of door in position so that the
other pair can be catched or locked in place.
They are fixed at the top and bottom in tl-re inside
of one of a pair of doors. The common types are
the barrel bolt, offset bolt and flush bolt.

Handles (Figure 6.8) are fixed to the outside of
cabinet doors and drawers and also serve as orna-
ments. Various materials are used, including brass,
copper, chrome plate, satin nickel, antique brass
and plastic. They are often die-cast. The three
main types are handles having a wide opening
to accommodate the whole hand; knobs, which
are round or circular in shape; and pulls (ring or
finger) wl-rich have either a hole (eye) or else a

recess into which the fingers are inserted.
Stays (Figure 6.9) are metal fittings of different

designs that are fixed to lids of boxes, folding or
sliding table tops so that the lids or tops are sLlp-
ported when opened. Tl-rey are made in left-hand
and right hand forms.

Castors (Figure 6.10) are wheels fittecl to legs
and bases of furniture to enable the furniture to
be moved about easily. There are a range ttf
designs and sizes. They are supplied in sets of
four.

Hinges (Figure 6.11) are devices r,rsed for
securing doors and lids to cabinets ancl boxes.
The corrmon types are: butt hinges, back-

@
1b)

o@ @@w
(a)

(c)

Figure 6.8 Types of handle: (a) handles, (b) knobs, (c) ring pulls, (d) finger pulls.
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flap hinges, strap hinges and hook and band
hinges.

Butt hinges are the most commonly used
hinges when fixing lids and doors to boxes and
cabinets respectively. Tl-rey are avallable in
lengths from 20 mm to 150 mm and are made of
brass, steel, plastic or nylon.

Back-flap hinges are widely used on the
fronts of writing bureaux and on the leaves of
drop-leaf tables. They are either recessed into the
strrface or simply screwed directly onto it. They
are made of brass or steel and are in available in
lengths frorn 20 mm to 75 mm.

Strap hinges, also called tee hinges are
mainly used for securing garage doors, shed
doors and light gates. They are usually made of
mild steel. When used outside, they rnay be
coated black to prevent rusting. The common
sizes range from 50 mm to 300 mm.

Hook and band hinges are used for securing
heavy gates and doors. These are made of mild
steel ancl to individual specifications.
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(b)

Figure 6.9 Types of stay: (a) sliding stay,
(b) folding stay.

(e) (f )

Figure 6.70 Types of castor: (a) ball, (b) round
socket, (c) plate, (d) screw, (e) grip-neck socket,
(f)tubular.

Figure 6. 7 7 Types of hinge: (a) butt, (b) strap,
(c) back-flap, (d) hook and band.
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Pin

Knuckle

Marking position on box

Figure 6.12 Fitting a butt hinge: (a) parts of a butt hinge, (b) marking the position of the hinge,
(c) setting the gauge, (d)gauging width of leaf and half thickness of knuckle on box and lid, (e) sawing
waste, (f) chopping and paring waste.

CHECK YOUR I-INDERSTA]\DING grip the shank, the type of shank, the angle
nailing, the depth of penetration, and the size
the head of the nail.
O A screw consists of a head, shank, core, thread
and point. Screws are used for fastening wooden
members together and fixing fittings to carcases
or cabinets.
O A screw derives its name from the shape of the
head; for example, round head screw, raised head
screw, and countersunk (head) screw.
O Never hammer home a screw as this will break
off the fibres of the piece and prevent the thread
from screwing itself into the fibres, thereby reduc-
ing the holding power.
O Voocl adhesives are bonding substances that

ffi-
llffi
Tr$,

Leaf or flange

(a)

of
of

O Fasteners are materials or devices used for
securing wooden pieces or structures together.
They include: nails and screws.
O Nails are generally made from mild steel wire
or plate and they consist of a head, a shank and a
point, and are classified according to the shape of
the head, cross-section and use.
O The commonly used nails are: roofing nall,
flat head nail, diamond head nail, jolt head nail,
panel pin, veneer pin, upholstery nail and wiggle
nail.
O The holding power of a nail depends upon the
following factors: the ability of the wood fibres to

Marking knife

Mark length

Knif e

Transferring position of hinge to lid
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hold pieces together permanently. The three vari-
eties of wood adhesives are: the protein types,
syntl-retic resin types and the contact adhesives.
O The term hardware refers to fittings attached
to cabinet works as part of the final finish.
O These include locks, catches, bolts, handles,
stays and castors.
O Locks are devices fitted to doors and drawers
of a cabinet work such a cupboard or a side-
board for locking them up. The common types
are straight locks, cut locks and mortise locks.
O Catches are metal devices used for holding
doors and falls in position when they are closed.
O Bolts are metal devices fixed at the top and
bottom of one of the pairs of a door for hooking
it in position so that the other pair is locked or
catched in place.
O Stays are metal fittings of various designs fixed
to lids of boxes or falls for supporting them when
opened.
O Handles are fittings fastened to cabinet door
and drawers, mainly for pr-rlling them open.
O Castors are wheels fitted to legs and bases of
furniture to enable it to be moved about easily.

REVISION EXERCISES AND OUESTIONS

Name any four types of nail and describe the
features of each. State where each is used.
What factors are essential to state when
ordering (purchasing) nails?
Explain why a screw has a stronger holding
power than a nail.
What precaution needs to be taken when
drilling or boring a pilot hole for screwing.
Name the three classes of wood aclhesive,
give an example of each class and state the
applications of each example.
Name the common types of lock and state
where each is used.
Explain the main difference between the
spring action catch and the non-spring action
type.
Vhen would you Llse a bolt?
State the three main types of handle and
briefly describe each.
Vhat is the main function of (a) a stay and
(b) a set of castors?

8
9

10
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lntroduction
Machines tools are those tools that are driven by
an electrical motor - tl-rat is, they are power
driven. Their use saves labour and time. They
provide a wide range of operations accltrately. Ve
discr.rss here the basic woodworking machines
that you are likely t() use in the workshop, so that
you can acquaint yor-rrself with their firnctions and
operations. Most of the machines are dangerous
and yor-r should read the general salety precall-
tions to be exercised when working in the
machine shop (see chapter 1, page 2). You must
acquaint yourself with tl-re factory safety regu-
lations prevalent in yotrr own collntry.

Circular saw
The circular saw is one of the wooclwork
machines that can be for-rnd in most workshops.
The most versatile variation of the circular saw is
the dimension saw (Figure 7.1). Its primary
function is to re-saw timber. It can be used for a
range of operations, such as ripping, cross
cutting, bevelling, chamfering, mitring, trenching
and grooving. It l-ras a heavy cast iron base upon
which the spindle or saw arbor, table and electric
rnotor are mounted. The base, for some makes is
mollnted on the floor while others are mounted
upon a strong steel stanci.

The table is the working surface on top of the
base. Tl-re spindle carries the circular blade and
runs on ball bearings. The electric motor pro-
vides the power for driving the spindle. The
motor may be directly coupled to the spindle or
else indirectly coupled by a belt ancl pulleys. The
whole assembly can bc tilted for bevel sawing,
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and raised or lowered to set the depth of the cut.
The blade is circular and fixed on the spindle

by a flange washer and nut. There are varying
sizes and thicknesses of blades. They are made
from high speecl steel or chrome-molybdenum.

For safety, a saw guard is provided to prevent
accidental contact with the blade. The guard also
prevents the piece being sawn from kicking back
(that is, being forced backwards) towards the
operator. The fence is an adjustable clevice
attached to the table f<>r guiding boards so that a
uniform width can be ripped. It is also used when
grooving, rebating and trenching. Most of the
fences can be tiltecl to enable bevelling and
charnfering to be carriecl out. Another essential
attachment is the mitre gauge that is fittecl to
slide in a Elroove machined along the sr,rrface of
the table on each side of the blade. This can be
adjr"rsted to cllt angles ranging frorri5o to 135". It
is used for guiding and l-rolding a piece of board
when cross-cutting and rnitring.

The circr,rlar saw with this standard eqr-ripment
can be used to carry olrt a number of operations.
Their names ancl meanings are the sarne as those
discussed in chapter 5, except that a machine is
being used to perform the operations.

Procedure when ripping (Figure 7.2):

1. Check and ensure that the ripping saw is in
place and runs free.

2. Set the fence at the required distance away
from the saw (blade).

3. Set the saw to project about 6 mm above the
board to be ripped.

4. Adjust and set the saw safety guard in position.
5. Switch on the machine. Stand away from the

saw.
6. Press the board against the fence and push it

forward. Keep the board against the fence
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Crown guard

Figure 7.1 The dimension saw: (a) the saw,
(b) detail of the slidingtable.

Figure 7.2 Using the dimension saw. Note the
safety precautions (goggles, ear protection, guard
in use).
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throughout. When ripping narrow boards, use
a forked pr-rsh stick to pllsh the board when
the cut is getting close to the end of the l>oarcl.

7 . Switch ofl'tbe machitrc a.fier trorking.

Procedure for cross-cutting:

1. Check whether the blacle in place is a cross-
cutting saw. If it is not, remove it and mollnt
the correct one.

2. Set the saw to project 6 rnm above the surface
of the board.

3. Adiust the fence to allow the material to clear
ir.

4. Pr-rt the mitre gaLrge in placc.
5. Set the saw safety guard in position.
5. Switch on the machine.
7. Hold the board against the mitre gauge and

push it forward against the revolving saw. Use
pusb sticks.

B. \X/hen cross-clltting a number of pieces of the
same length cramp a small wooden bl<>ck t<r

the fence (this provicles clearance between the
end of the board ancl the fence when sawing).
Set the fence with the block at the required
distance; sLrpport the board on the mitre gatrge
ancl push it against the block; then pr-rsh tl-re

board together with the mitre gar-rge for-warci
against tlre revolving srw.

9. Stt,itcb rif tbe machine r.1fter tL,ctrkitryq.

Procedure fbr rebating:

1. Mount tl-re ripping san'.
2. Set the fence to thc reqr-rirecl distance.
3. Set the saw to the reqr:ired deptl-r of cut.

Ensure it is adeqr.rately guarded.
4. Switch on the machine.
5. Hold the work against the fence and pr-rsh it

forward against the revolvinll saw. Use pusb
sticks. If the size of the relrate is wider than
the thickness of the saw you will need to re-
set the fence a number of times and repeat the
cutting until the required width of the rebate is
attained.

6. Staitcb off tbe macbine after u,orking.

Procedure for grooving:

1. Mount the ripping saw.
2. Set the fence to the required distance. Note

that the setting must be altered several times
until the required width of the groove is
obtained.

3. Adjr-rst the saw to the required depth of cut.
4. Switch on the machine.

5. Hold the work-piece against the fence and
push it forward t() clrt. Llse push s/icks. Re-set
the fence and clrt until the reqr-rirecl wiclth is
obtained.

6. Stuitch o.ff the macbine after unrking.

Procedure for trenching:

Mount the cross-cutting saw.
Adjust the fence.
Fix the mitre gar.rge.
Acljust the saw to the required depth of cut.
Ensure it is adcqr-rately guardecl.
Switch on the machine.
Support the work-piece against the mitre
galrge and cut. Adjust the piece and repeat the
cutting until the required width of the trench is
obtained. (lse pusb sticks.
Suitcb olJ'tbe machine qfter working.

Mitring on the circular saw involves similar
steps to cr()ss-cLrtting except that the mitre gauge
is off-set t<> the reqtrired angle, usually 45'. Hold
tl-re work-piece very firn-rly for accurarte cr-rtting.

Chamfering and bevelling are performed tbl-
lowing similar steps for rippirtg (if along the
Iength) or for cross-cutting (if at the encl of
the piece). The s;rw must however be tilted to the
clesired angle and tl-re fence or mitre gaLrge set on
the krwer sicle of the saw or table.

Band saw

A band saw (Figr.rre 7 ,3, 7 .4) rs one of the r-rsefr-rl

machines in the woodwork shop that is generally
used for clltting external curved shapes dLle to its
endless narr()w flexible blacle. It can also be used
for straight cutting or a combination of straight
and currvecl work. It has a range of industrial
applications. It is useful in the general woodwork
shop, the small cabinet shop, the pattern maker's
shop, the sample maker's shop, and the school
workshop. In the timber industry, the band saw is
r-rsecl for cLltting logs into commercial sizes, such
as planks, boards and scantlings (tirnbers of small
cross sections). Generally, all woodworkers
should possess skill in the operation of the band
saw.

It has a heavy cast iron frame on which all the
other parts are mounted. In order to prevent
vibration, it lnust be firmly fixed, either on a
strong and rigid stand, <>r else directly to the floor.
It has two pulleys or wheels (lowet pulley ancl
upper pr-rlley) that run on ball bearings and are

1.

2.

3.
4

5.
6.

7.



Figure 7.3 The band saw: (a) the band saw, (b) using the band saw.

E
Upper pulley
guard

Saw tensioning
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Saw front guard

Saw guide
assembly

Tracking
device

Figure 7.4 Parts of the band saw.
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covered by strong guards. The lower pulley is

fixed and is either connected directly to the
motor, or else coupled by a belt and pulleys. The
upper pulley is carried on an adjustable slide
that enables it to be raised or lowered vertically to
allow new blades to be fitted and to provide the
correct tension. It can also be tilted forwards or
backwards for adjustrnent of the blade. In order
to preserve the set on the blade and also to
provide adequate friction for driving the saw
blade, each pulley is fitted with a rubber band or
tyre. The working table is also made of cast iron
and is ribbed for strength. It can be tilted and
locked at any angle up to 45o. To prevent the
teeth of a broken blade running against the hard
cast iron table and causinS; damage, a soft alu-
minium throat is fitted into where the blade
passes through the table. The blades are of two
types: plain and bevel back. The bevel back
type is thinner on the back edge and has the
advantage of providing more clearance for fine
curve cutting. The thickness of the saw blade
largely depends upon the diameter of the lower
and upper pr-rlleys over which it runs. The width
of the blade can also affect the thickness
required. The smaller the diameter of the pulleys
or the width of the blade, the thinner the blade
must be. The width of blade also affects the
radius of curvature of the clrt; narrow blades can
cut smaller or sharper cLlr-ves tl-ran wide blades.
Two saw guides, one above the table, tl-re other
below, are providecl to enable tl-re blade to run
true. Each guide has two bronze jaws that prevent
the blade from wobbling or twisting in the cut.
The gr-ride also has a ball-bearing thnr.st wheel
behind the jaw to support the back of the blade
when sawing. The jaws are adjustable so that
enough space can be permitted for the blade to
run freely withor"rt necessarily fl-rbbing against
them. The upper guide is adjusted by means of
the gr-ride post and it should be about 3 mm to
6 mm above the work-piece. Guards are pro-
vided to cover the blade almost completely,
except the cutting portion. The sliding guard
attached to the sliding guide post covers the
blade on the cutting side and this must always be
in place before the machine is started.

Follow the following instructions when you want
to fix a new or mended band saw blade:

1. Switch off all electrical power to the machine
at the mains.
Open up the guide jaws.
Slide the thrust wheels l;ack.

4. Put the blade on the upper and lower pulleys.
5. Apply tension and revolve the pulleys to

check tracking (i.e., that the blade is running
in the correct path).

6. Close up the guide jaws, allow slight clear-
ance for the blade to move freely.

7. Move the jaws forward for their front edges to
level with the edges of the gullets of the
teeth.

8. Move the thrust wheels forward r-rntil it is
about 2 mm from the back of the blade.

9. Pull the blade by hand to rotate and check all
settings.

10. Put in place all the guards.
11. Adjust the table to square with the blade.

Radial arm saw

Tl-re radial arm saw (Figure 7.5), originally was
designed for crosscutting boards to length, but
with improvements it has become a versatile
machine in the woodwork shop. It can be used
for other operations such as grooving, trenching,
n-ritring, bevelling and tenoning. For special oper-
ations it can take other attachments such as:

trench heads, moulding heads, shaper heads,
router, rotary planes, drill chuck, saber saw, wood

2.

3.

  
\il/hen you are using a band saw:

O Never wear loose sleeves or a flying tie.
This is extremely dangerous.
O Always wear ear muffs and safety goggles
(Figure 7.5).
O Before switching ofl, ensure that all
guards are in position and are secured.
O Ensure that the blade is properly p<-rsi-

tioned between the iaws and can run freely
just close to the thrust wheels.
O It is unsafe to stand in front of the
machine when switching it on. Listetz t<> the
sound of the machine: a clicking sound
indicates that the blade is about tr,t break ctr

the blade is not properly tracking. Sutitch olJ'
at once and report imrnediately to the
teacher if you hear a clicking sound.
O Concentrate on the work and don't talk tc>

other people.
O Do not leave tl-re machine after switching
off until it bcls stoppecl.
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Figure 7.5 The radial arm saw.

lathe, belt sander, disc sander and grinder.
It has a metal base that supports the table and

the column. The column, made of hollow steel
supports the radial arm that can be raised and
lowered to the correct operating position. The
yoke, supporting the motor is attached to the arm
and can be made to slide forwards or backwards
by pulling or pushing the handle. The yoke is fas-
tened in position by the yoke lock. The motor
provides the power for driving the saw and its
attachments which are directly fixed on to the
motor spindle. The saw blade is covered with
cast iron guards that direct the sawdust away
from the cut. Anti-kickback fingers keep the
board that has been cut from being thrown back
at the operator during a ripping operation. The
table is made of wood and has a fence (wooden
guide strip) against which the board is held.

Crosscutting, ripping, grooving, bevelling and
trenching are among the common operations
carried out on the radial arm saw and the proced-
ures for carrying them out are described here.

Radial arm

Lockable safety
switch

Procedure for crosscutting:

1. Ensure that the radial arm is at right angles to
the fence on the saw table. The mitre scale
will then read zero ('0'). You may make a trial
cut and then check the squareness with a try
square.

2. Set the saw blade to cut slightly below the
surface of the table.

3. Mark the position where you intend to cut the
board and place the board against the fence
on the table.

4. Adjust the saw guards near to the position of
the cut you will be making. The guards must
not be placed so that they block your view.

5. Raise the anti-kickback fingers just above the
surface of the board to he cut.

6. Set the saw blade to the back against the stop
and make sure it is not in contact with any
wood.

7. Switch on the motor and wait until it has
reached maximum speed.
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tl. Hold the board flrmly against the guide strip
with one hand and hold the handle of the
motor yoke with the other hand. Pull the
handle forward to cr.rt the board.

9. Pr,rsh the saw back to the starting position and
suitch o.Lf tbe motor.

It may be necessary to clamp a stop to the
guide strip at the desired position when you
want to cut several boards of the same
length.

Procedure for ripping:

1. Set the radial arm at right angles to the guide
strip and lock it in position.

2. Raise the colr-rmn so that the saw blade is
above the table. Bring the saw blade to the
front of the radial arm and lock it in position.

3. Rotate the motor yoke sc> that the saw blade is
parallel with the gr,ride strip and lock it in
position.

4. Move the motor assembly to the desirect wiclth
of cttl and lot'k is position.

5. Adjust the safety guard on the in-feed end
Llntil it clears the surf'ace of the board t<> be
sawn.

6. Lower the saw blade so it comes into contact
witl-r the table.

7. PLrt the anti-kickback fingers in place.
U. Start the motor and slowly feed the board

against the rotating saw blade. Ensure the
straight eclge of the board is always is contact
with tl-re guide strip. Use push sticks as the cut
gets close to the end of the board.

Procedure for cutting gfooves:

Remove the saw blade and replace it with
trench (dado) head of the desired wiclth.
Release the yoke clamp and turn the motor
parallel to the guide strip, locking in position.
Move the motor assembly on the radial arm to
the desired position and lock it in place.
Lower the column for the desired depth of cut
and lock it in position.

5. Adjust the gr-rard to the correct position and
lock it in place.

6. Start the motor and make a trial cut on a waste
piece of woocl of the same thickness as the
workpiece.

7. Push the workpiece against the guide strip and
slowly feed it into the trench heads. Keep
your hands clear of the trench heads. Use
a push stick to push the workpiece as the cut
gets close to the end of the piece.

Procedure for cutting bevels:

1. Raise the column so that the saw blade clears
the table when the motor is tilted.

2. Release the bevel latcl-r and the bevel clamp
Iever and tilt the motor to the desired angle,
locking it in position.

3. Lower the column and set the saw blade to cut
slightly below thc surface of the table.

4. Adjust the saw guard correctly.
5. Start the motor and make a trial cut on a w:lste

piece of the same thickness.
6. If satisfied, proceed as in crosscLltting.

Note: The capacity for the width of ripping
is determined by the arm length and the
table width.

A 
\X/hen you are using a raclial arm s2lw:

O All boards or work-pieces lrust be firmly
held on the taLrle ancl against the gr,ride strip
(f'ence) for all operations.
O Ensr:re that all cralrps ancl locking
devices are well tightened and the deptl'r of
cut is correctly set before you start the
mot()r.
O Always keep the saw guards and the anti-
kickback device in position. Never take them
off without the knowledge of your teacher
or instructor.
O Ensure the saw blade is returned to it.s

position at the back of the table before you
remove the workpiece from the table.
O Remember to switch off the motor and
wait for the saw blacle to stop before yor-r

make any adjustments or leave the machine
after an operation.
O Always keep the surface of tl-re table
clean, free of waste pieces and excessive
amounts of sawdust.
O Always seek help from your teacher,/
instructor if you are not sure what to do or
how to set up or perform an operation.
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Procedure for cutting trenches:

1. Take oLrt the saw blade and replace it with a

trench head of the desired width.
2. Lower the head to the desired depth.
3. Put the saw guard in place. Make sure it

cannot block your view.
4. Start the motor and make a trial cut using a

waste piece of the same thickness as the work-
piece.

5. Make any necessary adjustments.
6. Position the workpiece correctly and hold it

against the guide strip.
7. Start the motor, hold the yoke and slowly feed

the head into the work. Vider trenches may
be made by repositioning the workpiece and
taking additional cuts.

B. Angled trenches can be cut by setting the
motor to the desired angle and locking it
firmly in position.

Jigsaw
The iigsaw (Figure 7.7) is a power-driven, recip-
rocating, toothed cutting tool used for cutting
curves and regular shapes. Its narrow blade is an
advantage for cutting internal shapes and curves

as well as for very fine and detailed cutting. There
are three types of jigsaw: the plunger type, the
vibrating type, and the rocker-arm type.

The plunger typ€ of jigsaw is the commonest
in most workshops. It has a beltdriven pulley
connected to a cam-and-pitrnan mechanism.
As the arm rotates, the pitman pushes and pulls
the lower chuck, holding the lower end of the
blade, up and down. The upper end of the blade
is held in the upp€r chuck attached to the
plunger-and-spring tension control.

The vibrating type of jigsaw is operated by a

circuit breaker. In the power stoke, an electro-
magnet pulls down the lower chuck, which
holds one end of the blade, when the chuck
reaches the lower limit of its stroke, the circuit is
broken and a spring in the tension sleeve returns
the blade to its upper limit.

The rocker arm type of iigsaw operates on
the principle of the wheel and axle, similar to the
plunger type. The driven pulley is connected to
a cam that drives a rocker arm to produce an up
and down motion.

The capacity of ajigsaw is governed by the dis-
tance between the overarm and the blade (i.e.,
throat capacity) and also by the maximum thick-
ness of board permitted by the guidepost. The
most common sizes of jigsaw are 450 mm and

Overarm

Tension
sleeve

Upper head

Upper chuck

Guide assembly

OC\
.__"_-..-.---.-----.--l

Figure 7.6 The jigsaw.
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600 mm and the maximum thickness of cut varies
from 18 mm to 100 mm depending on the make.

The essential components of the ligsaw include:

(l a cast iron frame made up of two sections
bolted together: the upper deep part-throated
yoke called the overarm, to which the guidepost
is fixed, the lower part, the base that is attached
to the overarm houses the pitman and cam;
O a machined cast iron table that supports the
workpiece and can be tilted 45o to the left or to
the right of the horizontal;
O a tension sleeve, made of pressed steel,
which contains a spring that regulates the
tension on the blade;
O a throat plate, inserted in the table above the
lower chuck supports the workpiece close to the
blade and also it keeps the blade from being
damaged if it run out of line;
O the upper and lower chucks, used for
holding the blade at the ends, the upper chuck
also holds the tension sleeve;
O a hardened-steel blade guide, that keeps the
blade from twisting during cutting operation;
O a guidepost that adjusts to the thickness of the
board;
O a hold-down foot (depressor foot), fitted to
the bottom of the guidepost, resting on the board
to keep it from moving up and down with the
moti<>n of the saw;
O the cam-and-pitman rnechanism that con-
verts the rotary motion into reciprocating motion;
a plunger that serves as a blower, keeping the
sawdust away from the saw;
O a cone pulley for varying the speed;
O a belt in order to protect the operator;
O an electric motor that provides the power;
O heat-treated steel blades that cut the material.

Guidelines for using the iigsaw correctly and
safely for regular outside cutting:

1. Select the appropriate blade that will suit the
work you intend to do.

2. Fix the blade into the upper and lower chucks
with the teeth pointing toward the table
(downward).

3. Adjust the tension on the upper chuck to keep
the blade taut.

4. Set the blade guide in position,
5. Select the speed appropriate to the work to be

done.
6. edlust the hold-down foot so that the spring

tension holds the workpiece down on the
tahle.

7. Check all adjustments by turning the drive
shaft one revolution by hand to ensure they
have all been properly secured.

8. Start the machine and feed the workpiece
evenly and gently forward against the moving
blade. Press down on the workpiece toprevent
it from being lifted by the motion of the blade.

9. Stop the machine, take away the work and
clean the table and the work area.

For internal cutting follow these instructions:

1. Drill a small hole in the waste portion of the
work at any points where there is a sharp
change of direction in the curve.

2. Insert the blade through one of the drilled
holes and fix the ends in the chucks tightly.

3. Follow steps 3 to 8 as for regular outside
cutting described earlier on this page.

4. Raise the hold-down foot and take out the
blade from the upper chuck. Remove the work.

Always remember:
O Maintain the oil level of the driving mech-
anism.
O Oil the motor periodically, unless it has
sealed bearings.
O Release the tension on the blade when
the machine is not being used.
O Apply a thin coat of oil on all machined
parts when the machine will not be in use
for a long period of time.

Planing machines

Planing is the second essential operation in the
preparation of a work-piece after sawing. When
workpieces are well planed, square and true, they
produce a better job. The most efficient way of
planing workpieces is using planing machines.
They are designed for the high speed planing of
true surfaces and edges (flat, smooth and square)
for subsequent operations. The size of a planing
machine is determined by the widest board it can
plane. The common types are the jointer or sur-
facer and the thicknesser. The jointer (Figures
7.7a, 7.8a) allows planing to be carried out only
on the surface of the table and is not self-feeding.
It is a multi-purpose machine. Beside its principal
function of planing the surfaces and edges of
boards (for butt jointing, hence its name), it can
be used for other operations such as rebating,
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Figure 7.7 Planers: (a) jointer, (b) thicknesser, (c) combined jointer and thicknesser.
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charnfering, and bevelling. It consists of a heavy
cast iron base that supports the front and rear
tables; a circular cutter block on to which the
cutter is fitted; a fence that guides the workpiece;
safety guards that cover the cutters to prevent
injury to the operator's hands; a hand wheel for
adjusting the tables; locking levers for locking the
tables; on/off push button switches for starting
and stopping the machine.

The thicknesser on the other hand, is a single
purpose machine that is used mainly for planing
boards to parallel and uniform thickness (Figure
7.7b). It is self-feeding and can have either a
single-cutterblock or double-cutterblocks. The
single-cutterblock has one cutterblock (cutter-
head) located above the board to be planed. The
table is mounted on vertical slides below the
cutterblock and can be adjusted vertically to a

required distance or height according to the thick-

ness of the board being planed. The double-cut-
terblock type has two cutterblocks, one above the
board being planed and the other below it to
enable both surfaces of the board to be planed
simultaneously. It is the most convenient for
quick reducing or planing a work-piece to the
exact and accurate thickness.

Both the single and the double-cutterblocks
work on the principle that, as the board is fed into
the machine, its top surface is gripped by a corru-
gated feed roller that moves it forward under the
chip breaker and into the cutterblock. The chip
breaker presses the board down in front of the
cutterblock to prevent excessive chipping. A pres-
sure bar is located behind the cutterblock, and
runs on the planed surface, holding the board
down firmly on the bed to prevent it from vibrat-
ing. Behind the pressure bar is the power outfeed
roller that moves the board out of the machine.
There are two (anti-friction) rollers directly under
the infeed and outfeed rollers that are set slightly
above the surface of the table to help carry the
board forward. The table is adjustable to enable
various thicknesses of board to be planed.

There is another combination of the jointer and
the thicknesser, known as cornbined jointer ancl
thicknesser, (sometimes simply called a thick-
nesser (Figure 7.71't,7.Bc)). To u.se a cr>rnbined
jointer and thicknesser:

1. Plane one of the faces straight (r.rsing the
surface of the table as a jointer);

2. Plane one of the adjacent edges straight and
square to the planed face, (again, using the
surface of the table as a jointer);

3. Insert the piece with the planed surface lying
flat on the inner table so that surface to be
planed faces the cutterhead;

Figure 2.8 Planers: (a)iointer, (b) combined jointer and thicknesser.



V<xrdworking machine tools 93

4. Adjust the table upward to feed the depth of
cut and the board travels over the cutterhead
by itself;
Acljust the depth of cut again and repeat the
process until the desired thicknes.s is obtained.

Cover iock

Belt cover

Depth stop

Lockrng screw

O It is dangerous to plane pieces of short
length. They can only be done by using spe-
cially prepared push sticks.
O Yor-r need to use botb of your hands to
press the board down when feeding. When
the board has moved about 150 rnm passed
the cutter, carefr-rlly move your left hand over
to press the board down on the rear table.
O Remember to switch-off after you have
finished using the machine and do not go
away until the cutters stop rotating. Neuer
leaue tbe macbine running unattended.

Drilling machine

The drilling machine (Figure 7.9) is r-rsed in the
woodwork shop for drilling holes. It provides the
rotary power for rotating twist drills, bits and plurg
cLltters and many ar-rxiliary attachments, such as
grinder, sander, shaper, router and mortiser. These
attachments enable various special operations tc)

be carried out on the drilling machine.

Motor

5.

A 
When you are using a planer:

O Ensure that the cutters are always sharp,
for dr:ll cutters will cause vibration that may
allow the board to kick back.
O Exarnine the board to be planed to check
that there are no loose knots or splits that
might break off in the calrse of the planing.
O When planing, ensure that your fingers
are at least 100 mm away from the cutters
and never allow them to be above the
clltters even if the gr-rard is in place.
O Always pllt the gr-rard in place, to cover
the cutters.
O Before you start the machine, ensure that
no one is standing in line with the table. You
must also stand to side of the table vourself.

Figure 7.9 The drilling machine.
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The principal components are:

O a cast iron base that supports the column and
the other parts;
O the column, made of machined steel, on
which the table, head and motor are fitted;
O a cast iron table that holds the workpiec.e
(adjustable for height: some can be tilted to
angles other than 90o to enable inclined holes to
be drilled);
O a three iaw chuck for holding the drills and
bits and tightened by a key;
O an electrical motof that provides the power
for rotating the spindle, chuck and drill;
O a vee-belt that connects and transmits power
through the motor pulleys to the spindle pulleys;
O the spindle, connected to the front pulley and
into which the chuck is fitted;
O the feed lever which, working through a rack
and pinion, is used for raising and lowering the
spindle during the drilling operation;
O the quill that permits vertical motion without
interfering with the rotary drive;
O the head that houses the pulleys, the bearings,
the spindle and quill;
O the start and stop switch, used for starting
and stopping the motor.

The drilling machine when equipped with
attachments can be used for a range of operations
other than the traditional use for drilling holes. A
few selected operations are described here to
guide you when performing them.

rVhen drilling a hole:

1. Mark out the position of the hole.
2. Hold the workpiece in a vice or fasten it to the

table firmly. Use waste blocks to protect the
table.

3. Start the motor and bring down the rotating
drill to the spot you marked on the workpiece
to commence the cutting.

4. Apply a constant feed so that the shavings will
be carried out of the hole and the drill will
operate efficiently. Too slow feeding will create
friction and overheat the drill, while too fast
feeding may cause the drill to break due to
excessive pressure.

5. When drilling a through hole, release the pres-
sure on the feed as the drill is about to break
through to avoid a split on the under surface.

5. tf the hole is deep, withdraw rhe drill from the
hole several times to clear the shavings from
the flutes of the drill.

7. 'When you are drilling a series of parallel

holes, use a fence as a guide to keep them in
correct alignment.

8. Use a hole saw or circle cutter when making
large holes.

Using the mortising attachment:

1. Fix the attachment firmly to the appropriate
position.

2. Select the correct size bit and chisel and fit
them in their respective holders. Allow the bit
to project 3 mm below the chisel.

3. Fix the fence and hold-down fingers in posi-
tion on the table to align the work with the
sides of the chisel.

4. Adjust the table to the required height.
5. Adiust the depth gauge to the correct depth of

the mortise.
6. Select the appropriate speed for the size of the

bit being used (the larger the hole, the slower
the speed).

7 . Start the motor and begin to cut from one end
of the mortise, making a series of parallel cuts
toward the other end until all the waste mater-
ial is removed.

8. Stop the machine and remove the work and
the attachment. Clean the attachment and put
it away safely.

Using the shaper attachment:
(The shaper attachment is used for cutting various
forms of mouldings)

1. Insert the special adapter in the spindle to
hold the shaper cutter. Do not use the normal
chuck.

2. Select the appropriate shaper cutter and collar
and fasten 'them in place on the spindle
adapter. Lock the spindle in position.

3. In place of a collar, fasten the shaper fence in
the desired position on the table to produce
the correct depth of cut in relation to the verti-
cal axis of the cutter,

4. Adjust the table to the required height and
lock it in position.

5. Adjust the spring-tension guides to hold the
work against both the fence and the table.

6. Select a high speed and make a trial cut on a
waste piece.

7. Feed the work slowly into the rotating cutter
from the left side of the table.

8. For a deep cut, make several light cuts to
prevent splintering.

9. Stop the machine and remove the attachment.
Clean it and put it away safely.
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Using the router attachment:

1. Remove the chuck and insert the special
spindle adapter in its place.

2. Select the appropriate router bit and insert it in
the special spindle adapter.

3. Adjust and lock the table at the desired height.
4. Put in place the special fence on the table, or

clamp a straight-edged piece on the table to
serve as a guide.

5. Select the highest possible speed (5000 rpm)
and start the machine.

5. Utake several light cuts to remove the waste
material in the groove, feeding the work from
left side of the table.

7. W.hen you are cutting a stopped groove or
slot, use the stop blocks or make marks on the
face of the work to show the limit of the
travel.

8. Stop the machine and remove the bit and the
adapter. Clean them and put them away safely.

Using the sanding attachment:

1. Remove the normal drill chuck and fix the
special chuck.
Insert the sanding drum in the special chuck.
Secure a wood table plate on the machine
table.
Adjust and lock the table at the desired height.
Lock the spindle at the correct position.
Select the appropriate speed (about 1200 rpm)
and start the machine.

,1\ 'S7hen you are using a drill for any
^-, operation:
O Wear safety glasses or goggles for all
operations on the drilling machine.
O Stop the motor before you change the
position of the vee-belt to v^ry the speed.
O Use the correct speed for each operation.
O The table must always be firmly locked in
position after any adiustment.
O The work-piece must be firmly secured
either on the table or in a vice.
O Vhen using the drilling machine, other
than in a drilling operation, use a fence to
guide the movement of the work in the
correct position.
O Use the guards at all times.

7. Hold the work flat on the table and start to
sand, using a light pressure. Maintain even
pressure and steady movement.

8. Stop the machine and remove the sanding
drum and the adapter.

Morticing maGhine

Mortising is a process of making a recess half-way
or completely through a piece of wood. It can be
carried out by hand using a chisel, as described in
chapter 5, or by the use of a power-driven cutting
bit. The machine used for mortising is called a

mortiser (Figure 7.70, 71). The two common
types are the hollow-chisel mortiser and the chain
mortiser.

The hollow-chisel mortiser is basically used
for cutting a mortise when preparing a mortise-
and-tenon joint, principally in furniture factories
or door production factories. Nonetheless, it is
also used in the school workshops. It is similar to

2.

3.

4.
5

6.
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Figure 7.11 Pa*s of the mortising machine.

the drilling machine and is widely used because it
is compact, easily adapted for light work and
usable in multiple head assemblies. It consists of
the following parts:

O a frame made of steel, supporting the table
and motor;
O the table, made of machined cast iron, on
which the work-piece is supported, with a mecha-
nism that enables the table to be tilted to any
desired angle and moved up and down;
O a fence and cramp fitted on top of the table
for holding fast the work-piece;
O an electrical motor fixed at the top of the
frame to provide power to drive the bit;
O a chuck that holds the bit and is attached
directly to the motor spindle;
O handwheels, made of machined cast iron,
fitted to the table and tilting mechanism for
adjusting them;
O a high-carbon steelbit fitted into the chuck to
bore the hole and carry the shavings away
through the hollow chisel that surrounds the bit;

O a tteadle fitted at the bottom part of the frame
to lower the chisel and the bit. The treadle has a

spring steel attached to it to return it to the up
position.

To use the hollow-chisel mortiser:

1. Select the correct size bit and chisel for the
mortise being cut.

2. Fix the bit in the chuck and the chisel in the
holder. Allow the bit to project about 1.5 mm
below the chisel to enable it bore a round
hole before the chisel cuts the square hole.
This also helps to avoid overheating and
excessive pressure on the chisel.

3. Adjust the depth gauge to a height such that
the depth of the mortise (stopped mortise) will
be 3 mm deeper than the length of the tenon.

4. Hold fast the workpiece with the table cramp.
5. Set the table in such a way that the mortise

will be cLlt in the correcl. position.
6. When cutting a number of mortises all having

the same size and depth, adjust the stops s<-r

that each mortise will be the correct length.
7. Begin the cuts at one end of the mortise. To

avoid the chisel being jammed in it, the first
cut should not be too deep. Make the second
cut adjacent to the first and a little deeper.
Come back to the first position and cut to the
required depth (bottom). Go to the second
position and cut to full depth. Where the
mortise is reasonably long, yoLl may have to
make more than two initial cllts, bLlt you must
follow the same procedure.

The chain mortiser is a variation of the
hollow-chisel mortiser and it has similar parts as

the latter, except that it has a chain saw type of
cutter instead of the hollow chisel and bit. It cuts
more quickly, but tends to cause splitting at the
ends of the mortise when the chain is cutting. The
chain consists of cutters made of special tool steel
and ground with a hook of 25" on their outside. It
is driven by a sprocket in a clockwise direction
around a guide bar that can be adjusted for the
correct tension of the chain. A metal guard
covers the chains to protect the operator. Some
guards are provided with a glass window to
enable the operator to have a clear view of the
work. A chip breaker is attached to the guard to
enable the guard to rest on the workpiece and
break the chips as the chain cuts the mortise.

The procedure for operating the chain mortiser
is similar to that of the hollow-chisel mortiser
already described.
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Horizontal slot boring machine

The horizontal slot boring machine is used for
boring holes, slots, grooves and mortises. It has a
vertical cast iron base, carrying the electrical
motor which moves in a vee-slide forwards and
backward, at right angles to the work table. The
motof is moved by means of a lever connected
to a link attached to a sliding plate on which the
motor is mounted. In front of the base is attached
a cast iron frame (kneel) that supports the table.
The frame or kneel can be adjusted to move in a
vee-slide upward or downward by means of a
l-ranclwheel. The table is made of a machined cast
iron and is mor"rnted on the top of the kneel. It
can be made to traverse at 90o to the cutter. The
cutter, in a form of a chisel bit is inserted into a
spindle connected directly to the electrical motor.
This rneans that the spindle and the chisel bit
revolve at the same speed and direction as the
motor. The workpiece is fastened to the table by
a cramp attached to the table. The table can be
held stationary by means of two pins (steel bars)
fixed to tl-re kneel under the table.

To use the hollow slot boring machine;

1. Select the correct size of bit and fix it firmly in
the spindle.

2. Hold down the workpiece firmly on the table
by means of the table cramp. Ensure the piece
is parallel with the side of the table and per-
pendicular to the bit.

3. Adjust the table to bring the workpiece to the
desired height. Move the bit forward to touch
the piece to ensure that is will cut exactly at
the position marked.

4. Start the motor, bring the marked area on the
workpiece in line with the revolving bit and
feed in to the required depth.

5 \Withdraw the bit and take another adjacent
cut. Repeat this operation until the required
length and depth of the slot, groove or mortise
is obtained.
To bore a slot to the exact length, let the
first cut be close to one end of the slot and
the second cut close to the other end of the
slot. The subsequent cuts can be taken in
between them. Move the table from side to
side to clear out the wastes between the bored
ho1es.
Switch-off the motor, remove the workpiece
and clean the table ancl work area.

5.

7.

Tenoners

Tenoners are woodworking machines used for
cutting plain tenons or sl-raped shouldered tenons
such as those for making panel doors or sash
windows. They can also be set up to cllt various
corner joints. Tenoners are of two mr>dels: single-
end and double-end. The single-end tenoner con-
sists of two tenoning heads, two scribing heads, a
cut-off saw, and a movable carriage. The work-
piece is clamped to the carriage that moves
forward through the tenoning heads which cut
the cheek and shoulder of the tenon. From here
the piece may be passed through tl-re scribing
heads, mounted on vertical arbors, for contours
to be formed on the shoulders if the tenons are to
be fitted over moulded edges. The piece is then
moved to the cut-off saw where the tenon is cut
to length. The cutting heads have individual
motors to provide power for the cLltting and can
be adjusted to varic>us vertical and horizontal
positions. The scribing heads can be tilted for
cutting at angles.

The double-end tenoner consists of two cutter
assemblies, mounted on a heavy base and one of
these can be moved along the base to provide the
setting for various lengths or widths of work. The
workpiece is carried through the machine by two
feed chains. It is held down on the feed chain by
pressure beams, while a rubber padded chain
moves on top of it.

Spindle moulder
The spindle moulder (Figure 7.72) is principally
designed to cut mouldings and to form various
decorative shapes on the edges of the work. It
may be used to cut rebate joints or tongue and
groove joints. It consists of a base, made of either
cast iron or pressed steel that sllpports the table
and the motor. The table is made of machined
cast iron and supports the cast iron fence with
wooden (maple) facing that serves as a guide for
the workpiece. It has a vertical spindle projecting
through the horizontal table. The spindle is a
machined, high-grade steel shaft on to which the
cutters are mounted. It can be raised and lowered
to provide various positions for the cutter. The
spindle on small machines is normally driven by a

belt at speeds of 5000 to 10 000 rpm. The power
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Figure 7.12 The spindle moulder.

is provided by an electric motor that has a
reversing switch enabling the spindle to be driven
round in either direction, allowing a variety of set-
ups to be made. The cutters are n-rade of alloy
steel and are of various shapes. The two general
types of cLrtter are the assembled cutter and
solid wing cutter. The former, also called an
open-face cutter is mostly used on larger
machines for mass production work. The solid
cutters are ideal for work in the school workshop
because they are safer to use.

The choice of method of operation may
depend largely on the shape of form of the work-
piece and the number of duplicated parts
required. Straight workpieces can be machined by
simply runninll them against the fence while
curved workpieces are shaped by using collars
and a pin. Where the same shaping or moulding
is required repeatedly, the workpiece is fastened
to a template.

\7hen shaping straight workpiece using a fence:

1. Select the correct cutter block and mount it on
the spindle securely.

Mitre gauge groove

Extension wing

Spindle access panel

Push button switch

Set the work to the desired height by raising
or lowering the spindle. Lock it firmly.
Adjust the fence to produce a cut of the
desired depth and lock it firmly in position.
Put the guard in place.
Switch on the motor (without the work being
fed) to ensure the correct direction of rotation
of the cutter if the motor is reversible.
Make atrial run on a waste piece.
Feed the workpiece, pushing it against the
fence throughout, using the pressure springs to
hold the workpiece. Keep your .fingers uell
awayfrom tbe cutter.
Switch-off the motor after the operation and
clean up when the cutter has completely
stopped.

To shape a curved workpiece:

1. Select the appropriate cutter block.
2. Set the work to the desired height by raising

or lowering the spindle. Lock it firmly.
3. Insert the pin at the appropriate place. If the

cutter is to rotate clockwise, insert the pin in
the hole on the left hand side of the spindle

6.
7.

8.

Cutter
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4.
5

6.

and uice-uersa. The pin must always be on the
infeed side of the table.
Put the guard in place.
Ensure the motor is revolving in a direction
opposite to that of the feed.
Make a trial cut on a waste piece of the same
thickness as the workpiece and check for the
depth of cut.

7. Feed the workpiece for the full length of cut,
ensuring that it is in contact with the collar at
all times. A continuous feeding will prevent
the cut surface from burning. Keep your
fingers well away from the cutter.

B. Switch-off the motor.

Shaping with template is a process very
similar to the method of using a collar and pin -
except that in this case it is the template that is
run against the collar instead of the workpiece.
You must however take note of the following
points:

1. Prepare the required template. It must either
be slightly larger or smaller than the work-
piece. The size may be determined by the size
of the collar, the size of the cutter and the
required depth of cut.

2. Fix the workpiece to the template by means of
a clamp or pins, allowing an equal overhang
on all sides.

3. Follow the procedure described for shaping a
curved workpiece with collar and pins.

Wood turning lathe
The wood turning lathe (Figure 7.73) is mainly
used for holding and rotating a piece of wood
against hand-held turning tools to produce a
variety of cylindrical and circular shapes. W'ooden
items such as tool and drawer handles, turned
table and chair legs, bowls, lamp holders, flower

Threaded spindle

Lockrng handle

Locking handle

Locking handle

Handwheel

Locking handle

The spindle moulder (shaper) is con-
sidered the most dangerous machine

in the school workshop and you need to
observe the following safety precautions.
O W'ear safety goggles.
O Keep your hands away from the cutter at
all times.
O Ensure that the floor area is clear of
debris and substances such as oil that might
cause you to slip.
O Always ensure the spindle nut is tight.
O Check that all attachments and guards are
firmly secured.
O Never try to shape pieces that are only of
short length.
O Always feed the work into the cutter in
opposite direction to the cutter rotation.

Headstock

Figure 7.13 The wood turning lathe.
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va.ses and other turned items are prodLlced on the
lathe. It consists of four main parts: the bed, the
headstock, the tailstock and the tool rest, together
with a number of other attachments.

The bed forms the main structure supporting
the headstock, the tailstock, tool rest and the
other attachments. A gap is provided on some
lathe beds to enable large diameter discs, bases,
platters and bowls to be turned.

The headstock, mounted on the left-hand end
of the bed, contains a set of cone pulleys fixed to
a spindle that revolves on ball or roller bearings.
A morse taper bore is provided at the right-hand
end of the spindle to hold splrr centres and drill
chucks whilst it is threaded externally to receive
face plates and chucks. The left-hand end of the
spindle also has a lefrhand thread so that face
plates can be attached for turning work of very
large diameter. This end can also take a disc
sancler. The height of the spindle centre from the
top of the bed determines the size of the lathe.
This distance, however, does not refer to the
maximum diameter of work to be carried out on
the lathe. That is always twice the size of the
lathe. For example, a 200 mm lathe will turn
400 mrn diameter work and such a lathe is said to
have a 400 mm swing.

The tailstock that is fixed on the right hand
side of the bed is adjustable and can be moved
along the bed and clamped at any required dis-
tance form the headstock. The end of the tailstock
spindle also has a morse taper bore to take a
centre or a drill chuck. Tl-re tailstock is generally
used to sLlpport the end of a workpiece when
turning 'between centres' (i.e., when the work is
held between the headstock centre - the live
centre - and the tailstock centre - tl-re dead
centre).

The tool rest is fitted in an adjr,rstable bracket
that is clamped to the bed in any required posi-
tion between the headstock and tailstock. It can
be raised or lowered on the bracket to a conve-
nient height to suit the work being turned.

Other attachments or accessories (Figure 7.14)
include the chucks, steady rest and boring guide.
Chucks are used for holding workpieces and
they are either threaded on to the headstock
spindle nose or inserted into the morse taper hole
at the end of the spindle depending upon the
make. There are several types. The prong chuck
(or spur centre) has a morse taper shank and is
r-rsed for holding and driving the workpiece. The
cup chuck is screwed on to the headstock
spindle nose and has a hollow tapered mouth

into which the workpiece is fitted. It is r-rsed for
holding a workpiece when turning items that
have to be hollowed out from the end, such as
vases, mr:gs and egg cllps. A screw chuck has
either a threaded hole or a morse taper shank to
fit the headstock spindle nose. It has a screw
point at the face that holds the workpiece. It is a

suitable holding device when turning small work,
such as a knob, a small bowl or an egg cup. A
face plate is a kind of chuck with a flat circular
plate that is screwed on to the headstock spindle
nose. There are several holes in the plate through
which the work to be turned can be screwed. A
steady rest is an attachment used for supporting
a long, small-diameter workpiece to prevent
vibration when the spindle is turning. It is fixed
onto the bed at the appropriate position.

Turning involves removing waste wood from
tl-re piece being turned or shaped. The two
methods normally employed for removing the
waste wood are scraping or cutting. In this
respect, there are two categories of turning tool:
scraping tools and clltting tools.

Scraping tools (Figure 7.74) are those bevelled
on one sicle only and are of different shapes. The
comrnon shapcs are the flat, square nose also
known as facing chisel; the spear point chisel and
the round nose chisel.

The flat, square nose (facing) chisel, ranging
in size from 12 mm to 25 mm is slightly bevelled
along one or both edges for side scraping. It is
used for surfacing ancl rounding convex surfaces
and beads when face turning ancl also for
forming rounds, beads and cylinclers when centre
turning.

The spear point chisel is ground to a point of
about 60o. It is generally used for scraping vee-
grooves, rounds and beads, sqllare shoulders and
also for flat surfacing. The useful sizes are 12 mm
to 18 mm.

The round nose chisel is ground round and
slightly bevelled on one side. It is used for hol-
lowing bowls and other concave shapes and also
for forming coves.

Cutting tools may be divided into two types:
turning chisels and tr"rrning gouges.

Turning chisels (Figure 7.14) have straight
cutting edges and are bevelled on both sides of
the blade to enable them to be used in both
directions (from right to left and from left to
right). The edge may be .square or skewed.
Turning chisels are used on spindle turned work
for smoothing surfaces after gor"rging out the
balk of the waste. They are also used on straight,
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tapered and slightly hollowed work, for marking
positions of details, squaring and ror-rnding
shoulders and for forming beads and convex
shapes.

Turning gouges (Figure 7 .74') are half-round in
shape and are ground either sqLlare across or
pointed on the outside (i.e., the convex side
only). They are used for quick removing of waste
on both face turned ancl spindle turned work ancl
also for forming shapes such as coves or hollows
when spindle turning.

A variety of operations can be performed on
the wood turning lathe. Their names are normally
derived from the method of holding the work-
piece for the operation.

Spindle turning (Figtrre 7.75a) refers ro rhe
process of shaping a piece of wood held between
the headstock centre and the tailstock centre
where the grains of the wood run parallel to the
axis of the lathe. It is also known as turning
between centfes. Scraping tools may be used
but you need to sand off to remove the rough

Steady resl

Facing chrsel

Bound chrsel

Gouge chisel

Figure 7.14 Lathe accessories.
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surface. Examples of spindle-turned items are
table and chain legs, furniture legs, lamp columns,
tool handles and rolling pins.

Face turning (Figure 7.15b) is the term used to
describe the process of producing circular edges
and surfaces, and hollow ends of a workpiece
mounted on a face plate. rVorkpieces that are face
turned usually have their grains running at right
angle to the axis of the lathe. Always select a
speed appropriate to the diameter of the work or
the type of wood you want to turn. Scraping tools
are generally used for face turning. Examples of
items that are face turned include bowls, bases for
stands, circular stool seats and bread boards.

Cup chuck turning is the process of shaping a
workpiece mounted in a cup chuck. The work-
piece is first spindle turned and one end slightly
tapered to be driven into the tapered mouth of
the cup chuck. For internal hollowing, bore with
a flat bit held in a drill chuck in the tailstock and
then scrape with a suitable shaped scraping tool.
Examples of cup chuck turned items are egg
cups, salt and pepper shakers etc.

Boring is a process of producing a hole in or
through a workpiece. \When boring through spindle
work, bore half way through from each end.
Withdraw the bit frequently to clear the hole of
chips. It is advisable to bore before you shape the

work for easy manipulation and to avoid splitting -
especially if you have a glued up workpiece. Plug
the ends of the holes before you turn the shape. A
lamp column is an example of a bored item.

The procedure for turning involves the following
steps:

1. Mount the workpiece firmly.
2. Set the tool rest close to the workpiece and

adjust it to the correct height.
3. Put on goggles.
4. Rotate the work piece by hand and then start

the machine and allow the workpiece to
gather momentum.

5. Hold the chisel or gouge flat on the tool rest
with the left hand (for a right-handed person)
and hold the handle in the right hand
keeping it slightly above the horizontal so
that the edge of the chisel pointing down is
prevented from digging in.

6. For external shapes, work from large dia-
meters to smaller diameters.

7. If you are hollowing out a bowl where the
grain of the piece is across the axis of the lathe,
work from the outside towards the centre.

B. If you are hollowing out on the end grain,
such as an egg cup or a vase, work from the
centre outwards.

Headstock

fl
Skew
chisel

Scraper Skew
ch isel

Diamond
pornt chrsel

Figure 7.15 Wood turning operations: (a) spindle turning, (b) face turning, (c) applications of turning
tools.
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9. If you are turning the edges of a disc or a

bowl, work across the piece instead of press-
ing directly towards the centre of the work.

10. Use a slow speed when you are working on a

large diameter work, particularly when it is a
glued-up piece.

11. Keep the chisel moving from side to side.
12. 'When you switch off the machine, allow the

work to stop rotating before you remove it.

portable power tools to large multi-belt machines.
The common types installed in the school work-
shops include, the spindle sander, disc sander and
belt sander.

The spindle sander consists of base, table,
spindle, motor andan oscillating mechanism. The
base is made of either cast iron or pressed steel
and supports the other parts. The table, made of
machined cast iron serves as the working surface,
supporting the work. The spindle, made of
machined steel and rubber-coated, rotates and at
the same time oscillates. The motor provides the
power that causes the spindle to rotate. The
oscillating mechanism, made of hardened steel,
moves the spindle up and down as it rotates. The
spindle sander (Figure 7,77a) is mainly used for

There ate many
machines (Figure

of sanding
from small

Sanding machines

kinds and sizes
7.16) ranging

  
Vhen you are using a lathe:

O Wear tight fitting clothing, an apron
should be tied at the back.
O Wear an eye shield or goggles.
O Ensure the lathe is in a good working
condition.
O Check the workpiece to ensure it is free
from splits and knots etc.
O Take time to mount the workpiece cor-
rectly and securely. Apply grease or wax on
the end of the tailstock centre if work is to
be held between centres. Tighten the tail-
stock spindle clamp lever.
O Ensure the tool rest bracket is clamped
correctly and firmly.
O Set the tool close to the workpiece (about
3 mm) to avoid trapping of the tool (chisel)
and adjust for the correct height.
O Select the correct tool (tools) and ensure it
is correctly sharpened and in good condition.
O While working pay full attention. Do not
talk to others.
O Stop the machine before you do any
adjustment, for example, to move the tool
rest closer to the work, to change the speed
or to check the size of the work.
O Never leave the lathe running unattended
- for example, when searching for tools.
O Sanding and polishing must be done with
care. Remove the tool rest and bracket and
change to slow speed.
O Switch off when the work is completed,
replace all fittings and tools in their proper
places and clean the lathe.

Figure 7.16 The sander.
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Figure 7.17 Types of sander: (a) spindle sander, (b) disc sander, (c) floor-model belt sander,
(d) horizontal belt-stroke sander.

sanding concave cllrves on the edge of the work-
piece.

The disc sander (Figure 7.77a) is used for
sanding straight edges and convex curves on the
edges of the workpiece. It comprises of a stand,
table, motor and disc. The stand that supports all
the other parts is made of cast iron or pressed
steel and mounted to the floor. The table made of
machined cast iron, is fixed on the top of the
stand, and can tilt from 45" away from the disc to
20o toward the disc. It is used to support the
work. The motof provides the power to rotate
the disc. The disc, made from either machined
cast iron or aluminium serves as a face or place to

which the abrasive is fastened. The diameters of
the disc range from 75 mm to 450 mm.

The belt sanders are of two types: the vertical
type and the horizontal type (Figure 7.77c,d).
They are used for sanding flat surfaces. The verti-
cal belt sander is has a cast iron or pressed steel
stand that supports the sanding unit and the
motor; an adiustable table that supports the
work and which tilts 45o away from the belt and
30o towards the belt; a motor that provides the
driving power; and two drums (lower drum and
upper drum), made of pressed steel or aluminium
that drive the belt. The lower drum is connected
to the motor and provides the driving force for

Abrasive disc
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the belt. The upper drum is adjr,rstable to track
and keep tension on the belt. Other parts includes
the belt-tension knob and the tracking handle,
used for adjusting the tension and positioning the
belt on the sanding drum; an adiustable plate
that supports the belt that keeps the belt from
sagging when presslrre is applied; belt and
pulley guards that protect the operator; and the
dust deflector and spout that collect and re-
route the sanding dust. The horizontal belt
sander has similar parts that performs similar
functions as the vertical belt sander. The table for
the horizontal belt sander slides, allowing lateral
movement cluring sanding operations.

I CHECK YoUR UNDERSTAI\DING

O The circular saw is one of the versatile
machines in the woodwork shop because a
variety of operations can be carried out on it.
These inclucle: ripping, cross-clltting, bevelling,
chamfering, rnitring, trenching, grooving, tenon-
ing etc.
O The band saw, though is mainly designed for
cr-rtting external curved shapes, it can also be
used for straight clltting or for cutting a combina-
tion of straight and curved work. In the timber
industry, it is used for converting timber log into
boards.
O The radial arm saw is traditionally designed for
cross-cutting boards to lenE;th but with improve-
ment in design it can take other attachments to
enable a range of other operations to be per-
formed. Besides the traditional cross-cutting, it
can be used for grooving, trenching, mitring, bev-
elling, tenoning, shaping, routering, rotary
planing, drilling, turning, sanding, grinding, etc.
O The jigsaw is of three types: the plunger-type,
the vibrating-type and the rocker-arm type. Their
main application is for cutting curves and regular
shapes including internal shapes and curves.
O The planing machine is designed to plane sur-
faces and edges of a board at a high speed. The
three main forms are the jointer or thicknesser
and the combined surfacer and thicknesser.

O Modern drilling machines are equipped with
attachments that enable a rarrge of operations to
be carried out. Besides the traditional application
of drilling holes, the drilling machine can be used
for mortising, shaping, routing, sanding, etc.
O The mortising machine is of two main types:
the hollow-chisel type and the chain type.
O Tenoners are machines designed for cutting
plain and shaped shouldered tenons. The two
types are the single-end tenoner and the double-
end tenoner.
O The shaper, also called the spindle moulder, is
purposely designed for cutting various forms of
moulding and to form a range of decorative
shapes on the edges of a workpiece. It can also
be used for rebating and for cutting tongues and
grooves.
O The general wood turning lathe is purposely
designed for producing a variety of turned items.
O The three types of sanding machine commonly
used in a school workshop are the spindle
sander, the disc sander and the belt sander.

REVISION EXERCISES AND OUESTIONS

Name the safety device attached to the circu-
lar saw that prevents the piece being sawn
from kicking back at the operator.
tsriefly describe how to rebate a piece of
board on the circular saw.
In what way does the width of the band saw
blade affect the radius of curvature of a cut
that is possible?
Apart from drilling, what other operations can
be performed on the drilling machine?
The spindle moulder (shaper) is one of the
most dangerous machines in woodworking.
State any four safety measures that you need
to take when using the machine.
A variety of operations can be performed
on the wood turning lathe. Name the major
operations.
Name the types of sanding machines and state
the major application of each type.



Portable

lntroduction
The use of portable power hand tools in the
workshop and on site is ever-increasing. You
must, therefore, know how to make use of these
serviceable tools. They will enable you to work
faster, with increased productivity, while at the
same time cutting your costs and still maintaining
a high and safe standard of workmanship. Sihce
safety in the use of machines and tools is essen-
tial, the following safety precautions should be
observed whenever you are using portable power
hand tools:

1. Seek permission from your instructor before
you use any portable power tool with which
you are not familiar.

2. Do not use any power tool unless you have
had proper instruction in its use.

J. A power hand tool must always be earthed
while in use, unless it is double insulated.

4. Check each part of the tool and tighten any
loose parts before you start to use the tool.

5. Always use the correct tool for the work to
be done.

6. Disconnect from the supply point before
making any adjustment.
Never drag the tool around by the cable.
Only ever use sharp cutters and saws: dull
cutters and saws cause accidents.
Use the tool's safety guards correctly.
Allow the tool to obtain its maximum speed
before applying it to the job.
Always make sure that the trigger switch is in
the 'off' position before placing the plug in
the socket.
Clamp the workpiece down firmly before you
apply the tool to it.

13.

t4.

15.

rc.

nd tools

'Wear protective clothing and the correct pro-
tective equipment for the job. The equipment
must include safety goggles, dust masks and
safety helmets if you are working on site.
Concentrate on the work you are doing and
do not allow your attention to be distracted.
Proper maintenance and servicing should be
carried out regularly by a competent person.
Check the data plate, fixed to the portable
power hand tool by the manufacturer, for the
voltage range of the supply line. The power
supply of a portable power tool can either be
240 volts mains supply or 110 volts (voltage
reduced by a step-down transformer). 110
volts is usually used on site. The lower
voltage decreases the effect of electric shock,
should a fault occur. Most power tools manu-
factured now use the double insulated princi-
ple. In this case, the motor and other live
parts have a second protective insulation
barrier over and above the normal insulation
as extra protection against electric shock. No,
earth wire is therefore required for these
tools. All other tools that are not double insu-
lated must be earthed.
AII power tools which must be earthed have a
three core cable which should be correctly
wired up in accordance to the standard
colour cod.e. The colour code used for older
tools is:
O Green for the earth wire;
O Red for the live wire;
O Black for the neutral wire.
Nowadays, tools have the new international
colour-coded cable, which consists of:
O Green and yellow striped for the earth
wire;
O Brown for the live wire;
O BIue for the neutral wire.

77.

7.
8.

9.
10.

11

72.
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18. The three core flexes should be connected to
a three pin plug as follows (see Figure 8.1):
O Green, or green and yellow striped wire
(earth) to the largest terminal, which is
marked E;
O Red or brown wire (live) to the terminal
which is marked L;
O Black or blue wire (neutral) to the terminal
which is marked N.
When the connection has been completed,
tighten the cover firmly.

Portable electric saw

The portable electric saw (Figure 8.2a) is a
power-driven rotary cutting tool with toothed, cir-
cular blade that revolves at an arbor speed of
3200 to 4500 revolutions per minute (rpm). It is a
handy piece of equipment suitable for construc-
tion work. It is principally used for cutting boards
to length and width and for making angular cuts.
It is classified according to the size of the blade.

Cord strarn reliever

Brushes

Blue (neutral)

Green/yellow
(earth)

L9

Brown (lrve)

Fuse holder

Figure 8.7 Wiring a plug.

Trigger switch

Upper guard
Cable

Guide knob

Aluminium
housing

Blade screw

Lower guard

On-off switch

Figure 8.2 Porlable circular saw and sabre saw: (a) circular saw (b) sabre saw.

lllting base
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The essential parts are an aluminium or plastic
base, also called the shoe or soleplate, that sup-
ports the saw and is adjustable to control the
depth of cut and the angle of the blade; a motor
that provides the power; a handle, used for
holding and controlling the operation; a trigger
switch, built into the handle, used for starting and
stopping the motor and also for quick control of
the cutting action; a front knob providing addi-
tional holding and control by the other hand; an
upper saw guard, covers the upper part of the
blade; a lower saw guard, covers the saw at the
lower part when the saw is not in use; and a high-
speed steel saw blade, used for the cutting action.

A 
When using the portable electric saw:

O Ensure that the saw blades are always
sharp and properly set.
O Lubricate the gear reduction unit period-
ically.
O Store the saw properly when not in use to
prevent rusting.
O Use the saw only when the gr.rard is in
place.
O Avoid cutting pieces of short length.
O Always keep the electric cord (cable) out
of the path of the saw.

Portable electric sabre saw
The portable electric sabre saw (Figure B.2b) is
a power-driven, reciprocating tool designed for
cutting scrolls and patterns is wood and other
workable materials such as metal, plastic lam-
inates, compositi<-ln materials etc. This has been
made possible due to its variable-speed adjust-
ments and the range of variable blades. Portable
electric sabre saws are rated according to amperes
under load (per load). They have a tilting base
that enables angular cuts to be made.

The principal parts consists of: an aluminium or
a plastic housing, designed and made for easy
handling and it also guides the cutting action; a
motor that provides the driving power unit; a

cam-and-pitmans unit that changes rotary
motion into reciprocating motion (up-down
motion); a hardened steel chuck, used for
holding the blade, some are adjustable to four
positions; a handle that normally forms part of

the housing is usual for carrying the machine and
also for guiding the machine during operation; a

trigger switch, housed in the handle and used as
the starting control. Certain guides are available
as attachments for ripping, crosscutting and mitre-
cutting operations. Sabre saws take blades
ranging from 56 mm to 60 mm long with a length
of stoke ranging from 10.5 mm to 15 mm and
speeds of 3000 to 4500 strokes per minute.

Portable electric plane

The portable electric plane (Figure t3.3) is
power-driven rotary cutting-edge tool. The cutting
is done by a continuous-motion shearing at
speeds varying between 20 000 and 25 000 revo-
lutions per minute. It is used for planing wooden
surfaces and edges smooth and true in a similar
manner to the hand plane, but with less effort
and time. The two common sizes are the regular
power plane, used for longer surfaces, and the
block plane that is suitable for planing short
surfaces.

The principal parts of the portable electric
plane include: a cast aluminium or plasticr body
that houses the motor and the cutter; a high-
speed steel cutting blade with a fluted, spiral
cutting edge, used for the cutting operation; a
handle, housing the trigger switch and used for
holding and controlling the plane during
operation; an aluminium front shoe, r"rsed for
setting the depth of cut; an aluminium rear shoe
that supports the plane as it moves over the path
of the cut; a chip deflector, designed to direct
the chips to the side during the cutting operation;
a depth-adiustment mechanism that controls
the position of the front shoe; a bevel adiust-
ment that positions the guide fence for both
outside-bevel and inside-bevel cuts; a guide
fence, used for setting the width of cut, particu-
larly when planing rebated surfaces. It is removed
when planing wide surfaces.

To use the portable electric plane correctly and
safely:

1. Hold the workpiece firmly in a convenient
position on the work-bench.

2. Adjust the front shoe to set the correct depth
of cut.

3. Check that the electric cable (cord) is long
enough and properly connected to the power
supply.
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On-off switch

Depth adjustment
knob

Blade guard

Guide fence lock Guide fence

Figure 8.3 Portable electric plane: (a) portable plane, (b) plane from underneath.

Hold the plane over the workpiece with one
of your hands on the handle trigger and the
other on the front-shoe knob.
Switch on the motor, bring the front shoe
down on the workpiece and begin the cutting
operation. Maintain equal pressure on both
hands. Finish the cut with pressure on the rear
shoe.
To make a bevel cr-rt, adjust the fence to the
correct angle and follow the above procedure.
To plane surfaces that are wider than the width
of the cutter, remove the fence and use your
hands to guide the plane over the workpiece.
Switchoff the motor after working, clean it up
and put it at a safe place.
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of either plastic or aluminium, designed for
holding, guiding, and applying pressure to the
twist drill; an electfic motor that provides rotary
motion of the drill; reduction gears that produce
a high-torque driving force; a chuck with three
jaws made of high-carbon, to hold the drills
firmly; and a trigger switch, housed in the
handle, for starting and stopping the motor.

The portable power drill is supplied with the
following standard attachments: friction clutch,
used for driving screws; flexible unit, used for
drilling in close quarters and at an angle; drill
stand, used for supporting the portable electric
drill to enable it to be used as a drill press; drill
fixture, attached to the portable power drill for

4.

5.

7.

5

8.

Poftable power drill
The portable power drill (Figure 8.4) is a

motorised rotary driving tool that is operated by a
small, high-speed electric motor having a gea?
reduction driving unit. There are mafly sizes, to
cater for a range of rotary cutting tools. Primarily,
they are made for drilling operations, but they can
be equipped with other attachments to enable
them perform other operations such as sanding,
polishing and grinding. The size of the power
drill is determined by maximum opening of the
chuck, i.e., the largest drill size that the chuck can
accommodate.

The principal parts include: a housing, made

'r ,ff

[@]

Figure 8.4 Poftable electric drill.
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drilling holes at 90o or at predetermined angles;
offset right-angle attachment, used for drilling
holes in close quarters. Besides these, other
special purpose attachments are available that
enable the portable electric drill to be used as a
grinder, a buffer, a polisher, a jigsaw, a circular
saw, a plane, a lathe, a sander etc.

The procedure described here shows the major
steps that can be adopted when you want to use
the portable electric drill for drilling holes in a
piece of wood.

1. Mark and centre punch the position to be
drilled.

2. Select the correct drill size and frx it firmly in
the chuck.

3. Place the drill at the point to be drilled, posi-
tioning it in such a way that the hole will be
drilled at the desired angle to the work
surface.

5.

Start the motor and apply light pressure, ensur-
ing that the drill is square with the work or at
the desired angle to it until the required depth
is reached.
If you are drilling a through hole, relieve the
pressure as you get near the bottom to prevent
the drill breaking through the bottom surface,
causing tearing.
Remove the drill from the hole while it still
rotates.
Switch off the motor and put the portable drill
in a safe place.

Portable hand router
The power hand router (Figure 8.5) is a power-
driven shaping tool having bits that revolve at a
spindle speed of between 5000 and 27000 rpm,
used for cutting mouldings, grooves for inlaying,

4.

6.

7.

Straight gurde

Figure 8.5 Portable hand router: (a)the router, (b) dovetailtemplate, (c) cutting the dovetail.
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dovetails, trenches, rebates, flutes, beading, deco-
rative edges, etc. Portable hand routers are
classified by the horsepower of the motor and
the diameter of the cutter shaft. The capacity
is determined by the depth and diameter of the
bit that may be used. The main parts are: the
base, made of machined cast aluminium, and
adjustable to enable the depth of cut to be varied;
the motor that provides the driving power;
straight and circular guides, made of cast alu-
minium to act as a fence for routing out or
shaping parallel to either a straight or a curved
edge; bits made of either tempered, high-carbon,
or tool steel, used for shaping the work; and a

rosewood or plastic knob for holding and
guiding the router.

In order that the power hand router may be
used for a range of operations, certain attach-
ments are available for use with it. These include
the dovetail template, used for cutting dovetails;
the grinding wheels; the attachment for sharpen-
ing bits; the carving attachment or pantograph
attachment, used to follow a pattern when routing
irregular shapes of duplicate parts; the rotary
files; the circle-cutting device; the fluting and
beading attachment; and the router table,
used for positioning the router when used as a
shaper.

The power hand router is used for carrying out
a range of operations as described in the follow-
ing procedures.

To cut a rebate, trench or groove with the
router:

1. Choose a straight router bit of the correct size
and fix it in the chuck.

2. Adjust the base to give you the correct depth
of cut.

3. Set the straight guide to give the width of cut
you desire.

4. Hold fast or clamp the workpiece on the table.
5. Start the motor and move the router over the

workpiece. Hold the base of the router flat on
the surface of the workpiece and the edge
against the gauge. Then begin the cutting
operation.

6. To cut a wider rebate, trench or groove, adjust
the gauge and make additional cuts until the
required width is obtained.

7. Stop the motor, remove the work and clean
up.

When moulding:

1. Select the correct moulding bit, preferably the

type with a pilot-tip so that the pilot tip serves
to limit the depth of cut.

2. Fix the bit firmly in the machine and adjust the
base to the height required.

3. Vhen you are not using a pilot-tip bit, attach
the gauge (straight or circular) and adjust it for
the correct depth of cut.

4. Start the motor and move the machine slowly
along the edge of the workpiece while the
base of the machine is held flat on the surface
of the workpiece. Ensure that the pilot-tip is at
all times against the edge of the workpiece, or
that the edge of the piece runs in contact with
the gauge if a pilot-tip is not used.

5. Take precautions to avoid burning the
moulded surface. Burning may occur when the
machine is moved too slowly, the cutter is
blunt, or too much pressure is applied to the
pilot-tip against the edge of the piece.

6. Stop the motor after the operation, remove the
work and clean the machine and work area.

Cutting dovetails with the power hand router is
possible when it is used in conjunction with a
dovetail jig, guide template, and dovetail bit.

The procedure is as follows (Figure 8.5):

1. Fix the guide tip to the base of the router.
2. Fix the dovetail bit in the chuck.
3. Adjust the base of the router for the dovetail

bit to be set at the correct depth of cut.
4. Mount the dovetail jig (attachment) on the

bench. Let the base project slightly beyond
the front edge of the bench.

5. Clamp the workpiece that will take the tails (if
you are making a drawer this will be the
drawer side) to the side of the jig, with the
face side facing you (outside). It should be in
contact with the locating pin and should
project above the surface of the jig a distance
equal to the thickness of the second work-
piece that is to take the sockets (the drawer
fronr).

6. Place the second piece (taking the pins)
across the surface of the jig, touching the
locating pin and level with the top and of the
first piece (the projecting end) with the face
side upwards.

7. Fasten the guide template to the face of the
jig lying flat over the second piece.

8. Start the motor, hold the base of the router
flat on the template and slowly follow the
recesses on the guide template to cut the tails
and pins simultaneously.
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9. Stop the machine, remove the guide template,
remove the workpieces, take off the iig and
clean up.

10. Fit the two pieces together.

Portable sanders

The portable sanders (Figure 8.6) are power-
driven abrading tools used for sanding (smoothen-
ing) wooden surfaces. The three basic types are:
the belt sander, the disc sander and the finishing
sander. Each type is designed and made to meet a
specific need. The capacity of a sander is deter-
mined by the amount and shape of the sanding
surface of the machine.

The belt sander employs a coated-abrasive
belt that revolves over a pad area by an idler and
a driving drums. It is basically used for flush or
regular sanding. The belts are made in various
grades (grit numbers) and in a variety of widths
(75-100 mm) and lengths (525-675 mm) to fit a

particular make of machine. It consists of a
housing, made from aluminiurn or plastic die-
casting; a motor that provides the driving power;
a driving mechanism that connects the motor
to the driving drum through a direct gear, a
rubber timing belt, a spur gear or a chain-worm
gear; a driving dfum, made of aluminir,rm and
covered by a rubber tyre on which the belt
moves; a tracking mechanism that controls the
alignment of the tracking drum to enable the belt
to travel within the correct path; a tension
device, a spring unit that maintains, automati-
cally, the right tension of the belt by positioning
the idler drum; a striker bar, a hardened steel
bar that prevents the belt from running against
the housing; a sanding shoe, positioned in line
with the rim of the pulleys and coveredby a pad
and spring-steel strip, used to maintain even pres-
sure on the belt during the sanding operation; a

vacuum system to collect the sanding dust so
that the belt does not get cloE;p;ed and thereby
promoting smooth sanding and prolonging the
life of the belt; a plastic handle, specially
designed and made to give positive control in any
position; 2 lligger switch, built into the handle
and used for starting and stopping the motor.

The disc sander has a coated-abrasive disc that
rotates on a motor spindle. It is principally used
where a scratch-free surface does not matter

much. The disc can be fitted with a pad to enable
it to be used for polishing.

It consists of: an ah-rminium or magnesium die-
cast housing; a universal motor that provides
the rotating power; a driving unit that connects
the motor spindled (shaft); a backing disc, made
of steel, on which the abrasive disc rotates on its
surface pad; a disc-retaining nut that holds fast
the abrasive to the centre of the disc; two plastic
handles, built into the housing or attached to
the hor-rsing, and used for holding and controlling
the machine; a trigger switch, built into the
handle and used for starting and stopping the
motor.

The abrasive discs are available in diameters of
75 mm,150 mm, 175 mm and225 mm.

The finishing sandef uses a coated-abrasive
strip, fitted over a pressure pad that is driven
either in an orbital or an in-line oscillating motion.
It is classified according to the type of sanding
motion it uses. The orbital-motion type is pri-
marily used on flat surfaces for finish sanding.
The in-line motion type with its back and for-rrth
straight line cr-rtting action is suitable for final
sanding of wooden surfaces. Unlike the orbital
type, the in-line type does not leave sanding
marks on the surface.

The finishing sander consists of an aluminium
or plastic housing, designed for easy handling; a

universal motor that provides the driving
power; a driving mechanism tl-rat provides the
orbital or in-line motion for the sanding operation;
a sanding pad, backed up with a felt or rubber
that enables the pressr-rre to be distributed evenly
on the abrasive paper; pad clamps, rnade of
spring steel and used for keeping the abrasive
paper in place; handles, fitted into the housing
to provide easy manipulation during the sanding
operation (on some makes, a plastic knob is
fitted to the front or side of the housing to
provide further control); a trigger switch built
into the handle for starting and stopping the
motor.

To use the belt sander:

1. For sanding a flat surface, place the machine in
a horizontal position; start the motor and hold
the workpiece flat against the revolving belt;
keep an even pressure on the whole surface.

2. For sanding straight or convex edges, place
the machine in a vertical position, or at the
desired angle if the edge is bevelled: hold the
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Figure 8.6 Types of portable sander: (a) portable belt sander, (b) portable disc sander, (c) portable
finishing sander.
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workpiece firmly against the table and gradu-
ally bring it into touch with the revolving belt,
moving it along slowly until the entire edge is
sanded.

3. For sanding concave surfaces, place the
machine in a horizontal position and remove
the top guard; bring the concave surface
gently into touch with the curved top section
of the machine; support the workpiece firmly
with both hands during the sanding operation;
replace the top guard immediately after com-
pleting the sanding.

I CHECK YOUR UNDERSTANDING

O The portable electric saw is a power-driven
cutting tool used mainly for cross-cutting and
ripping boards.
O The portable electric sabre saw is a reciprocat-

ing, power driven cutting tool, used mainly for
cutting scrolls and patterns in wood, metal, plas-
tics and laminates, using the appropriate cutting
blade for each type of material.
O The portable electric planer is a power-driven
rotary cutting tool, used for planing wooden sur-
faces and edges smooth and true.
O The portable power drill is a motorised rotary
driven tool that is primarily used for drilling holes,
but which can take other attachments to enable it
to be used to perform operations such as sanding,
polishing and grinding.
O The power hand router is a power-driven
shaping tool used for cutting mouldings, grooves,
trenches, rebates, flutes, dovetails, beading, etc.
O The portable sander is a power-driven a

brading tool used for sanding surfaces of a

piece of cabinet work. The basic types are the
belt sander, the disc sander and the finishing
sander.
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REVISION EXENG,SES AND OUESTIONS

Explain how the depth of cut and the angle of
the blade can be adjusted to suit the job when
you are using the portable electric saw.
How can you distinguish between the
portable electric saw and the electric sabre
saw?
Name the two common types of the portable

electric plane and state the main application
of each type.
Name any three standard attachments that are
supplied with the power drill and state the
function of each.
Explain how the power hand routers are
classified.
How can the capacity (size) of the power
hand router be determined?

5

6



African timbers
The tropical forest zones in West and Central
Africa abound with species of timber that have for
many years, been a major foreign exchange
earner for the countries in those regions. Ghana,
Nigeria, Cote d'Ivoire, Cameroon and Sierra Leone
are among the countries in the tropical forest
zones of West Africa. The timbers in the tropics
are predominantly pored wood (hardwood) of
many different species. A few of the common
ones are covered here.

Abura (Subaha) is a 'West and Central African
tree that grows to about 40 metres in height and 4
metres in girth. Its timber is light, pinkish brown
and of medium weight. It has a distinct growth
rings and moderately straight or interlocking
grains with a fairly even and fine texture. It is
resistant to acids, particularly sulphuric acid, but
is easily attacked by pin-hole beetles. It is used
for making plywood, doors, mouldings, turned
products and furniture.

Agba is a yellowish brown timber mostly found
in \7est African and Central Africa. It has straight,
even and fine grain. It is easily seasoned and easy
to work with. It is widely used for making cheap
furniture and can be easily stained to resemble
other timbers.

Danta is a West African tree that grows to
about 27 metres in height and 3 metres in girth.
Its timber is hard, tough and of medium weight,
with a fine and even texture, and the grain is
often interlocked. It seasons fairly well but has a

tendency to warp. It is resistant to fungus and
insect attack. It is easy to work with both hand
and machine tools; takes screws and glues well;
can easily be turned; gives a good finish and pol-
ishes well. It has numerous uses, including furni-

ture construction, flooring, rallway carriage and
vehicle bodies (especially mammy trucks), railway
boat sleepers, boat building, tool handles, [Iun
stocks and general construction work.

Ebony is one of the West Africa trees that does
not usually grow very high or huge, it is normally
about 12 metres in height and 90 cm in girth. It
looks pinkish when freshly sawn, but when dried,
looks grey or grey-brown. It is heavy, tough and
resilient (springy). It has a broad, Iight-coloured
sapwood and small, dense heartwood. It is very
durable but can be attacked by pin-hole borers. It
works well but, owing to its hardness, it has a

dulling effect on cutters. It finishes smoothly and
polishes very well. It is used for making handles
and hard-wearing tool bodies, pit props for mines
and for carving and turnery.

Makore is a 'West and Central African timber
with a pinkish brown to purplish colour and an
interlocking grain that calls for care in seasoning.
It is however a reliable timber when dry. It is pre-
dominantly used for the manufacture of veneers. It
is also used for good class furniture and panelling.

Mansonia is a medium size tree that grows to
about 30 metres in height and 3 metres in girth,
and is common in West Africa. It has a highly
coloured sapwood and light to dark-brown heart-
wood. It is strong and hard, with a fairly close-
grained, fine and even texture. It is resistant to
shock, loads, and decay, but the sapwood is
attacked by pin-hole borers. It works easily with
hand and machine tools and has less dulling
effect on cutting tools. It takes nails, screws and
glues well. \)7hen planing this wood, take care to
prevent the sawdust from getting into your throat
and nose, as it has an irritating effect. It is used
widely for high-class furniture, interior decoration
and piano cases. It is also used for dashboards of
motor cars, shop fittings, carving and turnery.
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Nyankorn is a \West African timber with a

varying red, and sornetimes purplish, colour. It
has a medium to coarse grain and quarter-sawn
boards are well figured. It i.s generally r-rsed for
furniturc and fittings.

Mahogany is a large tree that grows to about
58 metres in height and 6 metres in girth. It is
found in lWest and Central Africa. When freshly
converted (processed) it looks pinkish but it
becomes reddish when seasoned. The sapwood
is yellowish-brown. The grains are sometimes
straight but generally interlocked to produce a
striped figure on quarter-sawn boards (see Figure
9.6 on page 12J for different ways of sawing
logs). It has a medium to coarse, but even texture.
It seasons easily with less splitting or checking
but is liable to warp. It is easily attacked by
powder post beetles and pin-hole borers. It is
easy to work using hand or machine tools, and
has good holding power for nails, screws and
glues. It is r-rsed for veneering and high-class
pllnvood manufacture, furniture, panelling and
interior fittings.

Obeche, also called wawa in Ghana, is a large
\West ancl Central African tree that grows up to 55
metres in height and 5 metres in girth. Its timber
is soft and light and has a pale yellow or straw
colour. It has no clear distinction between the
sapwood and heartwood. It has typically straight-
grained and medium, but even, textltre. It is less
resistant to decay and liable to blue stain. It is
very susceptible to attack by borers. It works very
easily with all cutting tools and finishes well. It is
easy to nail and screw, but does not hold these
fasteners strongly. It is r-rsed for kitchen and utility
furniture, for making shelves, boxes and packing
cases, It is also widely used for the corestock of
plywood and for making formwork in building
construction.

Odum, also called iroko is a tree that grows
tall and large, reaching about 60 metres in height
and 7 or B metres in girth. It is hard, strong, very
durable, well figured and of medium weight. It is
yellowish when freshly converted, but becomes
fairly dark when exposed to sunlight. The texture
is medium to coarse, sometimes interlocking. It
seasons (dries) well under natural conditions or
in the kiln. It sometimes has the tendency of
developing hard calcareous deposits that can
cause damage to the edge of cutting tools. It is
widely used for constructional work and joinery
such as door and window frames, cabinet work,
interior fittings, staircases, flooring, boat building
and agricultural implements.

Ofram (afara) is a large tree that grows in
West Africa, up to abor"rt 48 metres in height and 4
metres in girth. Its sapwood and heartwood are
indistinguishable and generally of yellowish-
brown colour. It seasons well and is stable.
However, it is not resistant to decay and is liable
to attack by pin-hole borers and termites. The
sapwood is particularly liable to attack from
powder post beetle. It is easily worked using both
hand and machine tools and has little tendency
to blunt cutting tools. It is used for general inte-
rior joinery, light-duty flooring and the manufac-
ture of veneers and plynvoods.

Sapele is a large tree that grows up to about 60
metres in height and 5 metres in girth. It is pre-
dominant in West Africa and East Africa. It is
moderately hard and of medium weight. Ir has a

pale sapwood and a pinkish-red heartwood when
freshly converted but becomes red-brown when
seasoned. It has a double spiral grain that pro-
dtrces a very regular stripe or roe figure in
qLrafter-sawn stock that shows off as long parallel
Iight and dark streaks. The texture is usually fine
and even. A quarter-sawn stock seasons fairly
well and with less distortion than many woods
(l;ut plain sawn boards are liable to distortion and
split). A quarter-sawn stock can reasonably resist
insect attack but the sapwood is susceptible to
attack by powder post beetles. It works easily
with both hand and machine tools, takes nails,
screws and glues well. It is used very largely in
the form of veneer, in the production of furniture,
cabinet works, interior decoration, panelling,
shop fittings, boat building and fittings and
floorings.

African Walnut, mostly found in Vest and
Central Africa is a large, buttressed tree that grows
up to about 45 metres in height and 4 metres in
girth. It has a narrow light-brown sapwood clearly
distinguishable from the golden-brown (often
black-streaked) heartwood. It is moderately hard
and of medium weight. The grain and texture are
similar to those of mal-rogany (medium to coarse
blrt even). It is susceptible to pin-hole borer
attack and the sapwood can be infested easily by
powder post beetles. It is easy to work using
hand or machine tools and takes nails, screws,
glue and polish well. It is used for furniture, pan-
elling, decorative veneers, interior joinery, shop
fittings and gun .stocks.

The common timbers in South Africa include,
Cape boxwood, Cape beech, bloodwood,
muninga and stinkwood.

Most of the African countries export a great
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number of their primary species of logs of timber
to other countries, especially Europe, in order to
earn foreign exchange to import other essential
commodities. The export price of processed (con-
verted) timber is higher than the price of
unprocessed timber. In view of this, it is advanta-
geous for timber-exporting countries to deal more
in processed timber as this brings in more income
to meet their import demands.

It must not be forgotten that trees play an
important role in the environment and over-
exploitation of wood for manufacture or export
can cost society dearly, especially if the trees are
not replaced or replanted immediately they are
cut down. If this is not done, in the long run this
kind of resource will be depleted to the detriment
of mankind and society in general.

European timbers
The forest regions in Europe produce a variety of
species of pored and non-pored trees, used as
timber for export and local use. The most popular
ones are discussed here. Note carefully their
origins, characteristics and applications.

Pored wood (hardwood) timbers
Ash is a tough and durable timber obtained in
Northern Europe. It has a cream to pale brown
colour. It is noted for its good bending qualities
and is used for making high quality furniture,
hockey sticks and hammer handles, etc.

Beech is a close-grained timber, common
throughout Europe. It has a pale pink colour and
can bend easily. It is commonly used for making
furniture, mallet shafts and rolling-pins, and is
popular for wood turnery.

Boxwood is a very durable timber, with a yel-
lowish-white colour. It is obtained in Northern
Europe. It is hard, stiff and very tough, does not
splinter, has good resistance to wear, and is fairly
resistant to borers. It is commonly used for
making chisel handles, mallets, plane stocks,
flooring, weather boards and general construction.

Elm is obtained in Britain and is a tough and
durable timber, having a pale brown colour. It is
used for making coffins and for coach-building,
boat-building and also for some types of furniture.

Hickory is a tough, elastic, and durable timber
found in Northern Europe. Its qualities have made
it a suitable timber for manufacturing sports
goods such as tennis racket handles and skis.

Spanish mahogany is red-brownish in colour
with excellent working qualities. It comes from
Spain. It is extensively used for wood carving
because of the excellent working properties. It is

also r-rsed for furniture, veneers, wood turning
and ship br-rilding.

Oak is a strong, durable timber obtained in
Britain. It has a golden brown colour with a

highly figured grain. It is mainly used for furni-
ture, veneers, boat-building, wine casks, parqllet
and block flooring, decorative articles, panelling,
mouldings and ornamental fittings.

Sycamore is a strong, close-grained, creamy-
white timber found in Northern Er-rrope. It is

widely used in wood turnery, and also for wall
panelling, parquet flooring and veneering.

Non-pored wood (softwood)

Among the non-pored wood obtained in Er-rrope
are: larch, pitch-pine, yellow pine, redwood, Sitka
sprLlce, European spruce, and yew.

Larch is a very durable timber with reddish-
brown colour. It is commonly used to make pit-
props, gate-posts and fencing.

Pitch pine is a strong and durable timber with
l-righ resinous content and has a yellowish-brown
colour, with conspicuous dark-growth rings. It is
widely used for railway sleepers and heavy gate-
posts. It is also used for making stairways and
decorative panels.

Yellow pine is not as durable as the pitch-pine
and has a light colour but if fully matured, it is
yellowish. It works easily and does not warp or
twist readily. It is widely used by engineer's
pattern makers.

Redwood, sometimes called Scots pine or red
deal, is reddish-brown is colour and a durable
timber. It is used for flooring, rafters and for other
building construction works.

Sitka spruce is a pale straw colour and reason-
ably durable. It is used in the aircraft industry,
making ships' masts and in interior building work.

European Spruce also called white deal, is a
fairly durable timber with white colour. It is used
for coach building, making packing-cases and
construction work in the building industry.

Yew is a durable, an expensive timber in
limited supply. It is golden in colour and has
varying grain. It is used for constructing door-
frames, window sills, windows, cladding, and for
interior joinery, such as skirting, staircases, doors,
interior fittings, shop fittings and radio and TV
cabinets.
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Classification of timbel
Timber is a natural product of solid wood from a

tree which has been sawn to sizes suitable for
building and construction purposes. Timbers are
also used for making a variety of furniture in
homes and offices and for tool bodies, such as for
wooden planes and handles for chisels and saws.

A study of timber must begin with the living
tree (Figure 9.1) from which it is obtained. A
living tree basically has three main parts; the
roots, trunk (stem or bole) and the crown that
is composed of the branches and the leaves. The
roots, which are embedded in the soil, support
the entire tree. They also absorb water and

mineral salts from the soil, which are transmitted
through the sapwood of the trunk and branches
into the leaves. The trunk supports the crown
and it is from the trunk that the logs that are con-
verted to commercial sizes of timber are obtained.
The principal function of the leaves of the cfown
is to process the solution of water and mineral
salts into food for the tree.

The growth of the tree takes place at the tips
of the tree's branches, in its roots and around its
circumference (girth). It becomes taller and taller
as new buds produce growth at the tips of the
branches, and thicker as layers of wood
(cambium layers) are added to the perimeter of
the tree. New wood tissue is formed on the inside
and a new cover (bark) is formed on the outside.
The process continues as long as the tree lives.
This type of growth also accounts for expansion
of the tree's root system. Nfith the aid of the sun
and by means of a process known as photosyn-
thesis, the green pigment chlorophyll in the
leaves uses carbon dioxide from the atmosphere
while giving out oxygen. The carbon dioxide is
used to change the sap chemically into a more
refined sap which contains sugar and starches.
The refined sap, that is the food for the tree,
travels down the leaves and the branches through
the cambium layer to feed all parts of the tree.

The tree, besides providing logs for timbers, is
also a source of fuel; particularly in the develop-
ing countries where it is used for firewood and
making charcoal for cooking. The fruits provide
food for both human and animal consumption.
The trees also adorn the environment and provide
shade for both humans and animals.

Botanically, there are two classes of tree;
conifers and deciduous (Figure 9.2). The conifels,
that are botanically known as gynospefms, are
distinguished by their tall slender trunks, narrow
or needle-like leaves like those of the 'Christmas'
tree, and naked seeds in cones. They are called
evergreen trees because their leaves mostly
remain green throughout the year without shed-
ding. They grow mainly in cold climates such as
are found in northern Europe and Great Britain
but are not common in tropical countries where
the climate is warm. Commercially, timbers pro-
duced from these trees are called softwoods
though, physically, some are harder than the
hardwoods. Other examples of softwoods are the
pines, firs and spruces.

The deciduous trees can be as tall as the
conifers but they have a bigger girth (diameter).
The botanical name for this class of trees is theFigure 9.7 Parts of a living tree.
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Figure 9.2 Types of tree: (a)conifers (softwood), (b)deciduous (hardwood).

angiosperms. They have broad leaves that dry
up and fall during the dry season in tropical areas
such as African countries. In temperate areas like
Great Britain and other European countries the
shedding of the leaves occurs in the autumn
(from September to November). Some of them,
however, do retain their green leaves throughout
the year. Deciduous trees bear a great variety of
flowers and fruits containing seeds, often called
dicotyledon seeds. Timbers produced from this
class of trees are known commercially as hard-
woods. Some of them, such as wawa (obeche)
and balsa are actually softer than some softwoods.
Other examples of hardwoods are mahogany,
oak, danta and odum.

Fruit containrng seed

$trueture of a tree
The wood of a tree is made up of cells. The
structure is of a complex nature as can be seen in
cross, radial and tangential sections when
magnified (Figure 9.3). The pith (medulla), a
cylindrical, brown, soft and spongy tissue is
formed at the centre of the trunk and the
branches. This is formed by the young sapling
from which the tree grows. It is often dead and
cannot be used as timber. The heartwood
(duramen) is the mature part of the tree sur-
rounding the pith. The cells making up the heart-
wood have hardened and contain no sap. For this
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Figure 9.3 Structural parts of a tree.

reason, this part is less liable to attack by insects
and other pests, or decay, and hence it is referred
to as truewood. It is usually darker in colour and
pleasant in appearance. It is mostly used for
timber. The sapwood (alburnum) is the part that
surrounds the heartwood and it is formed by the
cambium layer. The cells of sapwood are alive
and they carry \ /ater and mineral salts Llp to the
branches and leaves to tLlrn into foocl. As the tree
grows, the sapwood matLlres to become heart-
wood. Until then, because of the starches con-
tainecl in the cells, it is frequently attacked by
insects. Tl-re cambium layer surrounds the
sapwood, and it matllres to ltecorne sapwood
over the previous year's growth. It also forms new
bark to replace the dead bark. This process of for-
mation of a new layer of wood on the insicle and
new bark on the outsicle continues as long as the
tree lives and brings about outward growth in the
girth of the trunk and branches. Bast (phloem) is
the part immediately under the bark of the tree
and it surrounds the cambium layer. The main
function of the bast is to convey food from the
leaves to all the other parts of the tree. The bark
(cortex) is made up of fibrous cells and is fed
from the bast. It forms the outermost part and
protects the growing tree, at the same time pre-
venting the excessive evaporation of moisture. As
the tree grows outwards, the bark splits and falls
off the tree, giving way to a new one from the
bast. Rays are bundles of thin-walled cells that
convey food from the bast to the inner part of the
tree and help to distribute the sap more evenly.
They vary in size in different trees, providing in

some of them a pleasing pattern in the cut timber.
Growth rings, also called annual rings are
cone-like layers of wood formed each growing
season. In the ternperate countries where there
are four seasons with entirely different climates,
there are two clistinct densities of the cells
(growth rings) in a year's growth (Figure 9.4a).
The 'early wood', that is formed in spring and
sllmmer when growth is rapid and vigorous has
wide, thin-walled cells and large cavities. The 'late
wood', formed in the autumn and winter when
the growth is slow and less vigorous, has narrow
cells with thick walls and small cavities. Trees
which grow in tropical areas, such as in West
African countries, have even growth all the year
round and the growth rings are less distinct.

The structural parts discussed so f ar are
common in both hardwood and softwood. Apart
from these, there are some strLlctures that are
peculiar to hardwoods and are not present in soft-
woods, and vice versa. The structlrre of hard-
woods (pored woods) is more complex than that
of softwoods. A hardwood is mainly composed of
pores, fibres, parenchyma <;r soft tissue, and rays
(Figr,rre 9.4b).

Pores (vessels) are hollow tubular cells which
extend vertically clown the trunk of the tree. The
size of the pores varies considerably. In some
woods the pores can be seen with the naked eye,
while in others they can <>nly be seen with a mag-
nifying glass. Sornetimes they are clifficult to dis-
tingr-rish even with the aid of a magnifying glass.
On the end grain or a cross-scction of wood,
these tubular cells are seen as small holes (pores).
They appear, however, on longitudinal surfaces as
fine vessel lines and for this reason they are also
known as vessels. The main function of the
pores is to convey water and mineral salts from
the roots to the leaves in the sapwood. \Woods

that have relatively large concentrated pores are
called ring-porous woods while those with
pores fairly uniformly scattered over the whole
growth ring are called diffrrse-porous woods.

Fibres are thick-walled cclls of small diameter.
They are elongated and tapered. They constitute
the bulk of the wood tissue surrounding the
pores. Their principal role is to provide strength
and mechanical supp<)rt to the growing tree. The
fibres and the pores, when put together, deter-
mine the texture of the wood.

Parenchyma (soft tissue) is found in small,
thin-walled cells which run vertically in the trr-rnk
of the tree. They are more or less rectangular in

Medullary rays

Pirh

Bark
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shape and are joined encl to end. They form
strancls or covering arollnd the pores and ;lre
seen as fine lines separating tl-re growth rings.
Tl-rey serve as the food storage of the tree.

Medullary rays are tl'rin-wallecl cells that run at
right angles to the pores ancl fibres that form the
growth rings. They are rectangular in shape ancl
sligl'rtly elongatecl. They vary in size accorcling t<r

the type of w<>od. They also, like the parenchyma,
serve as storage for fbocl.

The structnre of softwoods (non-pored woods)
(Figure 9.4c) is simpler than that of harclwoods. It
con.sists principally of two types of cells; tracheids
ancl rays. Softwoods are referred t() as non-pored
woocls because of the absence of pores in its
structLlre. They do not contain fibres either.

Tracheids are narrow, tubular cells, approx-
irnately 3 mm long, which run parallel to the
trunk ancl the branches of tl-re tree (longitr.rcli-
nally). They are arrangecl in rows separated at

Large spring wood pores

Small summer
wood pores

Fine rays

Small summer
wood pores

Tangential sectron
of softwood

Broad ravs Fine rays

Summer wood

Spring wood

Growth ring

Large spring wood pores

Growth ring

ib)

Cross section oI
softwood

{a)

Tracheids

Annual ring
(3 to 40 per
25 mm)

Resin duct

(c)

Figure 9.4 Structures of pored and non-pored wood: (a) ring-porous hardwood, (b) diffuse-porous
hardwood, (c) softwood.
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intervals by the rays. Tracheids perform two func-
tions: they convey water and mineral solutions
(salts) from the roots to the leaves in the sapwood
and provide strength and mechanical support to
the tree. The cells communicate with each other
through small holes called pits. \X/ater passes from
one cell (tracheid) to the next through the pits.

Rays in non-pored woods are thin-walled
cells. They form straight, narrow and radial bands.
They also consist of the cellular tissue called
parenchyma. Some of the rays in some softwoods
have small holes called resin ducts or canals.
These canals or ducts accommodate a waste
product known as resin. The resin is secreted by
cells immediately surrounding the canals.

Gonversion of timber
Timber is obtained when a mature tree is felled in
the forest and the trunk is cut into manageable
sections or logs. The logs are then conveyed by
heavy trucks or lorries to the sawmills, where the
bark is removed or peeled off. The logs are then
sawn by healy circular saws or band saws into
commercial sizes. This process is known as

timber conversion. Logs that are prepared
(barks peeled off) ready for conversion are
termed round timbers. There are three methods
of converting logs: live or through and through
sawing, back or tangential sawing and quarter
sawing (Figure 9.5). Conversion of timber should
be carried out economically with minimum
wastage. There are certain factors that influence
the choice of method of conversion. These are:

the class of timber required; the quality and size
of the log to be converted; market requirements;
and the effects of shrinkage and seasoning of
some timbers.

Live sawing (slab, or through and through
sawing) is a method of sawing a log into timbers
by making a series of parallel saw cuts through
the log without turning and re-turning it for re-
cutting. It is the simplest and most economical
method for light timbers and those which season
easily. The disadvantage is that the boards tend to
cup and distort badly during seasoning. This is
because all the boards have sapwood along both
edges which shrinks more than the heartwood
because of its higher moisture content. It is also
unsuitable for sawing logs which are knotty or
otherwise defective.

Back sawing is a process of sawing a log such
that the width of the boards is always tangential
to the growth rings; hence it is also called tan-
gential sawing. The log being sawn is turned
and re-turned to new positions for the sawing to
produce the tangential cut. Boards converted in
this way produce pleasant figure markings, par-
ticularly suitable for cabinet work. Boards con-
verted through this method have the advantage of
not splitting easily when nailing and they usually
season more rapidly. However, they shrink more
in width while seasoning.

Quarter sawing is a method of sawing logs
into boards in such a way that the boards have
their width in the general direction of the rays.
The logs are turned and re-turned to new posi-
tions frequently. Fully quarter-sawn boards have
distinct rays showing decorative medullar ray

Ouarter sawn board

Back sawn board
Ring frgure

Figure 9.5 Methods of conversion: (a) live sawing, (b) quarter sawing, (c)tangential (back) sawing.
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figures called silver grain or flowers. Quarter-
sawn boards shrink less in width while seasoning.
Because they have less shrinkage in their widths,
they are often used for making the stocks of
wooden planes.

Common, marketable sizes of timber
Round timbers, the unconverted timbers, are not
just sawn into any shape or size. There are rec-
ommended commercial shapes and sizes to which
they are converted or sawn (Figure 9.5). fhe fot-
lowing are the terms used to describe and identify
the various marketable sizes.

A baulk of timber is a piece of log that has
been roughly squared by sawing off part of the
sapwood in readiness for full conversion. A baulk
may have a cross-section of at least 115 mm by
100 mm. It can also be used in this form for
hear,y structural work.

A half timber is one-half of a baulk that has
been sawn along its length (longitudinally). A half
timber is mainly used for structural work, It may,
however, be re-sawn into other marketable sizes.

A flitch is the term given ro any baulk or half
timber that has been suitably squared ready to be
cut into veneers by slicing (knife-cutting) method.
Flitches are not less than 100 mm by 300 mm.

A plank is a board of timber having a size of
between 50 mm to 150 mm rhickness and a width
of at least 300 mm. Generally, it is used for sup-
porting loads on the wide faces, as in scaffolding.
It is also used on its edge for supporting deep
joists and ceiling hangers.

Deal is the term used for softwoods of width
between 250 mm and 280 mm, and thickness
ranging from 50 mm to 100 mm.

A batten is a piece of timber cut to a thickness
ranging from 50 mm to 100 mm and a width of
between 100 mm and 200 mm. Battens are mostly
cut from softwoods. They are used for holding
roofing and tiling and ceiling linings.

A board is the term given to a piece of timber
with a thickness less than 50 mm and a width of
100 mm or more. Boards are used in building con-
struction, for painted woodwork and joinery, for
flooring, for shelving and for furniture construction.

Scantling is a timber having a thickness
ranging from 50 mm to 100 mm and a width
varying from 50 mm to 115 mm. Scantlings are
mainly used for smaller beams and frames struc-
tures, such as rafters, studs and joists.

Strips (laths or fillets) are pieces of timber less
that 50 mm thick and less than 100 mm wide.

Batten

ilffi,,@#ffi,
Board Scantling Half timber Waney edge

Figure 9.6 Marketabletimbersizes: (a) round
timber, (b) baulk, (c) deal, (e) plank, (f) batten,
(g) board, (h) scantling, (i) half timber, (l)waney
edge

Strips are usually dressed (planed) and used to
cover joints in sheeting materials.

Square (quartering) timber, as the name
implies, is square in cross-section. The sizes range
from 25 mm to 150 mm square. The large squares
are often used for columns to support beams
while the small sections are used for furniture
work such as table and chair legs and turned
pieces.

Seasoning of timber
Seasoning is the process of drying-out the excess
moisture from a converted timber so that it can be

123

Bound timber Baulk

'ffi/,
Z

Deal Plank



124 'Woodwork technology

Building block weights Cover (man-made board)
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Figure 9.7 Methods of seasoning: (a) natural airseasoning, (b) kiln seasoning, (c) progressive kiln
seasoning.

worked (Figure 9.7 ). The purpose is to reduce the
moisture content (MC) of the timber to a stage at
which it becomes stable in the environment
where is to be used. The moisture content is quite
critical when considering how and where the
timber is to be used or the type of construction
work to be done.

As shrinkage is likely to occur during season-
ing, efforts must be made to control the rate and
degree of seasoning to prevent undue distortion
and splitting before the timber is actually put to

use. A well-seasoned timber should reduce to
minimum further shrinkage, checking and distor-
tion. Conditions are less favourable for decay,
mould stains and some kinds of insect attack
when a timber is properly seasoned. Seasoned
timber is lighter in weight and therefore more
economical to transport and easier to handle than
a green timber. Properly seasoned timber is
strong and can take paints, varnishes and glues
satisfactorily. There is a lower tendency for nails,
screws or bolts in seasoned timber to corrode

supports

Outlet
Air inlet

Fan -+ Direction of flow

Dry end
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when it is used in construction and preservatives
can penetrate more easily into the fibres.

The two main methods of seasoning are natural
seasoning and artificial seasoning.

Air seasoning is one of the natural methods
where the pieces of timber to be seasoned are
carefully stacked with stickers (wood strips)
between each layer and the air is allowed to cir-
culate freely tl-rrough the piles.

Kiln seasoning is the most widely used
artificial (accelerated) method for seasoning. It is
a faster method and the temperature and the
humidity conditions of the kiln (oven) can be
accurately controlled. The pieces of tirnber are
stacked in a similar way as for air-seasoning in a
controlled oven where the temperature and
hr,rmiclity are accurately controlled. When the
pieces of green timber are first placed in the kiln,
steam is used to keep the humidity high and afrer
a period of time, the temperature is raised while
the humidity is reduced. Fans are used to keep
the air in constant circulati<;n over the surfaces of
the wood. The two types of kiln are the com-
partment kiln, where the conditions at any
given time are the same throughout the kiln, and
progressive kilns, whcre the conditions at one
end of the kiln differ from those at the other end.

A kiln schedule is a carefully compiled set of
temperatures, humidities and timings to be fol-
lowed by the kiln operator. These will vary
depending on the size and type of wood, and its
initial moisture content. Improper seasoning,
either by air or kiln, can result in such seasoning
defects as splits, checks, warpage, loosened
knots, honeycomb, and the internal stresses called
case-hardening. Note that in the tropical regions,
like Ghana, most timbers are ar dried for all types
of construction. However, furniture industries
which export furniture parts to temperate coun-
tries have to kiln dry the timber because a lower

moisture content is required, due to the fact that
such parts will be used for assembling furniture
that will be used in heated rooms.

Determination of moisture content

Moisture content (MC) is a measure of tl-re
amount of water contained in a timber and is
expressed as a percentage of its oven-dry weight
(Figure 9.8). A well-seasoned timber has a low
percentage of moisture; that is, the lower the
percentage the drier the timber. When a living
tree is felled, more than half of its weight may be
moisture and a large part of this must be removed
before the timber can be put to effective use.

There are two main methods for calcr-rlating the
moisture content: the oven dry method and the
moisture meter method. To apply the oven dry
method, obtain a sample piece of timber and
weigh it; dry it in an oven to remove all the mois-
ture and weigh it again; subtract the dried weight
from the initial weight; divide the difference by
the oven dried weight and multiply by 100. This
will give you the percentage moisture content:

o/oMC

OR

_ initial weight - oven dried weight

oven dried weight
x 100

o/oMC =
amount of moisture x 100
oven dried weight

This method is more accurate than the moisture
meter method, but involves cutting specimens
and a delay for some hours before a result can be
obtained. \fith the moisture meter method a
portable instrument determines the moisture
content by measuring the electrical resistance of

(c)

Figure 9.8 Determination of moisture content: (a)weigh before drying, (b) dry the sample, (c)weigh
after drying, (d) determine MC with a meter.
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the timber. The reacling gives an immediate
answer that is sr,rfficiently accurate when in the
range of 7-25o/o.

A piece of timber is apt to lose and gain mois-
ture from the air around it until the moisture is
balanced with or in equilibrium with the air
around it. Vhen a timber is in this situation, its
moisture is said to be at equilibrium moisture
content. Since timber is subject to daily and sea-
sonal changes in the relative humidity of the air, it
is continually rnaking slight changes in its mois-
ture content and this effects changes in its dimen-
sions. This is evident during humid weather when
doors and drawers often tend to stick or bind -
and then work freely again during the dry part of
the year.

Surface quality of timber
The surface quality of timber depends on the
visible nature and arrangement of the wood ele-
ments such as fibres and vessels that are charac-
teristic of each species of timber. Some of the
natural grain features that are peculiar to certain
species of timber are valued for their decorative
figure markings, as for example those in sapele.
In some cases the grain clirection has a definite
weakening effect.

Grain refers to the direction of the fibres and
vessels (Figure 9.9) tnd varies according to the
position the board occttpies in the tree ancl the
method of conversion used for cr-rtting the log.
For example, in quarter-sawn boards, rays are
seen if they are distinct, and back-sawn boards
show distinct ring markings. The grain may be
straight, spiral, interlocked, diagonal or wavy.
Straight grain occurs when the fibres of adlacent
layers in the growth rings are parallel to the axis
to the timber. This is the natural growth of the
fibres and works smoothly in construction.
Intedocked grain occurs when the fibres of
adlacent layers in the growth rings are inclined at
different angles to the axis of the timber. Boards
cut from timber having interlocked grain show a

ribbon or stripe frgure, as in some mahogany.
Interlocked grain is difficult to plane and can split
easily. Wawy grain is undr-rlating or wa\ry arrange-
ment of the fibres; large waves produce a wavy
figure and small, irregular waves produce a curly
figure. Wavy grain is difficult to plane and work.
Diagonal grain occurs when the fibres are
arranged at a more or less constant angle to the
axis of the piece, as a result of sawing at an angle

(b)

Figure 9.9 Types of grain: (a) straight, (b) spiral,
(c) interlocked, (d) wavy, (e) diagonal, (f) cross
g rain.

to the back of the 1og. Cross grain occurs when
the fibres have a varying inclination to the edges
of the piece. Strength is reduced when a cross
grain piece is used.

Other surface qualities of timber are textLlre,
figure and color.rr. A good knowleclge of these can
be an advantage to the woodworker. Texture
refers to the relative size, quality and distribution
of the wood cells. The texture may be coarse or
fine and either rough, smooth or oily to the
touch. Fine-textured timber has small closely
spaced cells whilst coarse-textured timber has rel-
atively large well spaced cells. When the differ-
ence between early wood and late wood is slight,
the timber is even-textured whereas a timber with
marked contrast in the growth rings has an
uneven textllre. Figure is a term usually applied
to timbers that possess unusual or attractive
designs resulting from: the difference in growth
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between the earlynvood and latewood; variations
in the colour, grain and texture, due to the natural
arrangement of the cells; the method of conver-
sion; or irregularities in the tree, such as knots
and burls. Colour depends on the substances and
chemicals in the cells and walls.

Defects in timber
A defect in timber is any irregularity appearing in
or on the timber that may reduce its strength or
durability if used for construction work. lt may
occur in the timber during growth, felling or sea-
soning. Defects may be classified as natural or
artificial, depending upon their nature or form.
Natural defects are features in the growing tree,
such as grain irregularities, knots and shakes,
while artificial defects are features caused by
irnproper handling, conversion, seasoning or
inadequate protection or preservation of the
timber. Some defects are due to bush fires, para-
sites such as insects, fungi and strong winds.
Defects, particularly the artificial ones, can be
avoided by using correct methods for conversion
and seasoning, and by careful selection of the
timber in relation to its use.

Working (movement) of wood refers to an
alternate swelling and shrinking that occurs in
seasoned timber because of seasonal changes due
to a humidity fluctuation. The working can cause
defects such as checking and splitting when con-
ditions become severe. Polishing or painting may
minimise working of the piece. Proper construc-
tion methods should make allowance for the
movement of the timber.

Natural defects

The following are some of the common natural
defects. Knots (Figure 9.70) are the remains of
tree branches that are cut through during the con-
version process. They can weaken the strength of
timber due to its short or cross grains surrounding
them. It is difficult to plane knotty portions of the
timber. Knots may cause warping and checking
during seasoning. There are three forms. A live
knot has its growth rings firmly intergrown with
the surrounding growth rings, making it quite
strong but difficult to work with. A dead knot
(loose knot) may be decayed or loose and even-
tually falls out of place because its growth rings
are not intergrown with the surrounding timber
and greatly weakening the piece of timber. A

Figure 9.10 fypes of defect in timber: (a) knots,
(b) heart shake, (c) star shake, (d) ring or cup
shake, (e) check, (f) collapse, (g) bowing,
(h) cupping, (i) spring, (j) twist.

(b)

(d)

(f)

Tangential cut

S\
s\.ii
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splay knot is olrtainecl when a branch of the
timber is sawn lengthwise and it is r-rsually elon-
gated in shape.

Shakes are partial or complete splits between
adjoining layers of the timber. They rnay be
caused by the relief of growing stresses in tl-re
tree, ()r may be a restrlt of the tree falling heavily
on the ground during felling. Heart shakes
(Figure 9.10b) are splits occurring frorn tl-re pith of
a log along the path of the rays, and are caused
by leaving the timber in log form for too long
before conversion. A heart shake in the form of a
star are often referred to as staf shake (Figr,rre

9.10c). Radial shakes are splits extending fronl
the oulside of the log inward along the path of
the rays. Ring or cup shakes (Figure 9.10c1) are
the result of separation of the wood fibres around
adjoining growth rings, where the cell density
varies. Tl-rey are czrused hy strong wincls straining
the tree while it is growing or by the shock sus-
tained l>y the tree when it is felled. They can
extend for some clistance longitr-rclinally througl-r
the timber. During conversion much of the log
can be wasted because of cr-rp shakes.

Artificial defects

Defect.s that occur clr-rring seasoning may be
termed as artificial defects.

Case-hardening is a defect that occurs dr-rring
kiln seasoning where the exterior surface (case)
of the timlrer clries out and becomes hardened
before tl-re interior (inside) is clried. This phenorl-
enon causes a conclition of stress. The inner fibres
becc>me separated as they try to resist the shrink-
age of the dried surface fibres. Vhen eventr-rally
the inner fibres are allowed to dry, the shrinkage
is resisted by the dry outer fibres. As a result of
the timber shrinking in this manner, the tearing of
the internal fibres forms short splits or honey-
comb checks.

A check is a separation of the wood along the
grain, r-rsually in the direction of the rays. They
are generally the result of shrinkage stresses set
up by the rapid drying of the surface due to effect
of the hot sun or wind on freshly sawn surfaces
or during seasoning. Checks reduce the shear
strength of the timber. The forms of check are:
end check, a split at the encl of a log; heart
check, a split extending from the pith outward;
internal check, a split occurring in the interior of
a timber; ray check, a split that occurs along the
rays; sufface check, a split occurring mainly on
the surface of the timber; and through check, a

split extending from one surface to the 2rnother
surfhce, passing thror-rgh the timber (Figure 9.10e).

Collapse is a flattening of the cells dr,rring
drying, showing uneven shrinkage on the surf'ace
of the timl>er (Figure 9.10D. The moistr-rre removed
frorn the cells has not been replaced by air.

Warping is any variation of a piece of timber
from a flat surface that ()ccurs as a result of
uneven shrinkage, often caused by grain irregular-
ities and incorrect stacking dr-rring seasoning.
Forms of warping include bowing, cupping,
spring, and twisting. Bowing (Figure 9.10g) is a

crlrvatLlre akrng the wicle surrface in the direction
of the length of a board ancl it is caursed by
spacing the stickers too furr apart during season-
ing, causing the tirnber to sag under its own
weight. Cupping (Figr,rre 9.10h) is a concave clrr-
vature acr()ss the face of a board car-rsed by
shrinkage and bad stacking while seasoning. It is
more pronlinent in lrack-sawn boards. The curva-
ture is usually away frorn the heart. Spring
(Figure 9.10i) is distc>rtion or cLrrvatLrre along the
edge of a board and usr-rally, it cloes not affect the
face. TWisting (Figr-rre 9.10j) is anr>ther seasoning
fault and is c;rused by spiral clistortion of the
board along its length. It may be a result <tf the
board being weighed clown, thereby allou,ing it
to clistort in length. Timber used in this conclition-
may cause the whole job to be distortecl.

Deterioration of timber

Fungal decay

Defects may be causecl by deterioration or
destnrction of the timber. The commonest defect
of this natlrre is decay. It is the decomposition of
a timber caused by fungi that feed on the cell
walls and tl-re cell content. The two main forms of
decay are dry rot and wet rot. The dry rot
fungus usnally attacks timber that is baclly venti-
lated, as is sometimes the case in the structure of
a br,rilding or shed. It is the more darnaging of the
two fungi, able to penetrate porolls materials sLlch
as brick and plaster walls to reach the timber. The
chararcteristics of dry rot are that the affected
timber becomes dry and light and eventr-rally
crurnbles. To prevent dry rot, use only the best
quality wood, keep it well ventilated and coat the
timber with a suitable preservative. Wet rot is :r

decay that occurs in living trees and old dead
logs. The fungus, yellowish in colour, neecls water
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tc> thrive and cannot attack a timber of less thzrn
20%o moisture content. \Wooden strllctLlres such as

outcloor gates, doors and windows are sllsceptible
t() wet rot. To pr()tect the tirnber, treat it with a

sLtitable preseruative.

!nsect attacks

Some insects zlre pests that attack ancl destroy
timber altogether ()r caLrse defects in it, rech-tcing
its vallre. The two groLlps of insects which caLlse
the greatest amoLlnt of darnage to timber are
beetles and termites. Beetles infest the tirntrer by
laying eggs in openings in the timber. The eggs
hatch into worms or larvzre tl-rat bore into the
timber or r,vood, creating tr-rnnels behind them.
A larva may exist in that form for a year or

Powder Post
beetle

Longhorn
beetle

more depending upon the availability of starch for
food. It tl-ren develops into a matllre beetle and
bores its way out of the timber, leaving holes
in tl-re timber or wood. rlTood boring beetles
(Figure c).77t) rvhich are destructive wood pests
include the powder post (L-ycttrs bntnneus), the
furnitr-rre beetle (Anobium punctatum), the pin-
hole borer (Ambrosict beetld, the longhorn beetle
(H.ylotrupes ba.lulus), ancl the death-watch beetle
( Xes t o b i tr, m ru.fct u i I I os u m) .

The powder post beetle attacks seasoned
harclwood. Its colour is between reddish-brown
and black. It has a length of about 2 rntn. The
f-emale lays wl"ritish eggs in large pores in the wood
where larvae can feed on the starch in the
sapwood. Untreated sapwood can be attackecl or
re-inf-ested at zlny time. It is the larvae that bore
into the wood ancl clo the claurage. They produce
fine powcler, hence their name. Softwoods are not
attacked by this beetle because its large eggs
cannot n()t enter into the pores r>f the titnber.
Liquicl insecticide can be lorced into the fligl-rt
holes with a syringe t() penetrate the infestecl
woocl. Avoid trsing Llntreated sapwoocl in con-
strLlcti()n work.

The firrniture beetle, dark brown to almost
black in colour, attacks both the sapwood and
truewood clf seasoned tirnber, particularly olcl
furniture, wall panelling etc. It is the larvae that
destroy the timber. They excavate along the
grain, honeycombing the wood and weakening
its structure. The r-rndersides of clrawers and
table tops that are not polisl-red often or coated
with preservatives are the most vulnerable to
attack. The dust or frass from the bored holes
feels gritty when rubbed between the fingers.
Use a liquid insecticide and force it into the
holes.

The pin-hole borer exists in all the tropical
regions and only a few timbers are immune to its
attack. Pin-hole borers attack the sapwood and
truewood of freshly felled logs and unseasoned
timbers, especially those of pored woods. The
attack ceases when the timber starts to dry. Pin-
hole borers make galleries less than 3 mm in
diameter. The tunnels are usually fairly straight
and across the grain. Efficient logging operations,
immediate removal of the barks of the logs, qr-rick
conversion of the logs and effective seasoning
may prevent pin-hole infestation. chemical treat-
ment may be used.

The longhorn beetle mainly attacks sickly
trees and timbers that have been left lying in the
forest. It is distinctive in appearance with tw<,r

Worker

Adult
(b)

Figure 9. 7 7 lnsects pests (a) Wood
(b)termites.
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shiny spots on the top of its head and white hairs
on the wing covers. The larvae live in the bark
and sapwood. It bores large, oval-shaped tunnels,
producing coarse fragments and small pellets of
wood.

The death-watch beetle is dark greyish brown
and about 6 mm to 8 mm long. It has a broad flat
head. It infests old timbers and beams of soft-
wood or hardwood. The larvae bore very large
holes into the timber. The dust from the hole nor-
mally contains pellets.

Termites (Figure 9.11b) attack both the
sapwood and truewood of most timbers. They
attack converted timbers that are in contact with
the ground. Even a timber that is separated from
the ground (soil) may be attacked if the termites
are able to build communication tubes from the
soil to the wood. To prevent termite attack, use
termite-resisting wood such as odum (iroko) for
the structure; impregnate the timbers with suitable
preservatives; and for treating infested timber, use
arsenic trioxide powder.

Arsenic trioxide is extremely poiso-
notts, so use it with great care. W'ear a

mask and avoid contact with the powder.

Other pests

Marine borers are not insects but marine organ-
isms (molluscs and crustaceans) that attack
timbers that are used in salt water, such as the sea
water. The common marine borers are the
Tered.o naaahs (ship worm) that is a mollusc
and the limoria lignorum that is of the cfus-
tacean type. The Teredo navalis causes rapid and
considerable damage to underwater structures
such as wharf and briclge piles, ships, boats, and
other wooden water craft. To prevent attack, the
part of the structure that will be submerged in the
water must be covered with copper or muntz
metal or else encased in concrete.

Wood preservation
\X/ood preservation means treating it with solu-
tions that makes it poisonous to fungi and insects,
such as beetles and termites, so as to prolong the
serviceable life of the timber. In general, existing

wood preservatives may be divided into two
groups: oil-based and water-based. Creosote oil
is a substance derived from the distillation of coal
tar and penetrates well into the cells of the
timber. Itls a permanent preservative. However, it
is also dirty and cannot be used where appear-
ance is important. It tends to stain the timber and
so, when applied to a surface, makes it difficult to
paint or polish over that surface. It is flammable
when freshly applied and has an unpleasant
odour. Therefore it is more suitable for external
than internal work. Pentachlorphenol in
mineral oil, called penta for short is a chemical
dissolved in light or heavy mineral oil. It is more
permanent than the creosote. It is suitable for
general application on external joinery and
wooden structures. Other oil-based preservatives
in use are copper naphthenate and zinc
napththenate, both of which are either dissolved
in light oil for brushing, spraying ancl dipping, or
dissolved in heavy oil for pressure treatment.
They have good penetration btrt are highly toxic,
and they have a strong odour.

Water-based preservatives are chemicals dis-
solved in water. They are clean and odourless.
Some are permanent but others may leach out of
the woocl when in contact with water. They are
lrsed on seasoned timbers and any piece treated
with them must be re-dried after treatment.

Methods for applying preservatives

There are many methods by which preservatives
can be applied, the commonest including the
pressure method, hot and cold method, cold
dipping, brushing and spraying.

The pressure method requires that the timber
is placed in a metal cylinder and the preservative
forced into the timber under pressllre. This
method permits control over the amount of
preservative absorbed. It is applicable to most
timbers and the sapwood of all timbers.

In the hot and cold treatment the timber is
placed in a tank of heated preservative and left
until it cools. This method is suitable for perme-
able timbers and the sapwood of all timbers.

\(iith cold dipping the timber is immersed in
cold preservative for a period of time. The longer
the period of immersion the more effective the
treatment, particularly with tar-oil. It is mostly
used for permeable timbers and the sapwood of
alltimbers.

Brushing and spraying are normally used
where deep penetration is not required.
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I CHECK YOUR UNDERSTANDING

O The timbers that are obtained from the tropical
forests are mainly pored wood whilst the temper-
ate zones contain non-pored as well,
O Pored woods, also known as hardwoods, are
obtained from deciduous trees, botanically
classified as angiosperm. These are identified by
their broad leaves that are shed once every year.
O Non-pored wood (softwood) is obtained from
a class of trees known as conifers (gym-
nosperms). They have narrow or needle-like
leaves that remain green throughout the year
without shedding.
O The main parts of a tree trunk are the bark
(cortex), bast (phloem), cambium layer, sapwood
and heartwood.
O A timber is obtained from a trunk of a fully
matured tree that is cut into manageable sizes
called logs and then conveyed to the sawmills
where they are converted into commercial sizes
such as planks, boards and scantling.
O After a log has been converted into commer-
cial sizes, the pieces are seasoned to dry-out the
excess moisture.
O Any irregularity appearing in or on a timber

that may affect its strength and suitabiliry when
used for construction work, is regarded as a

defect.
O 'Wood preservation involves treating wood
with solutions to prevent fungi and insects attack
and to prolong its serviceable life.

REVISION EXERCISES AND AUESTIONS

Explain why certain trees in the temperate
forest areas are called evergreen trees. How
are these trees different from those obtained
in the tropical forest areas?
Name three essential parts of a living tree and
state the function of each part.
By what methods can a log be converted into
commercial sizes?
Name the methods by which excess moisture
can be removed from a sawn pieces of timber
and state reasons for removing the excess
moisture.
\7hat do you understand by the term 'wood
preservative'?
Name the commonly used preservatives and
show how they can be applied.

4

6
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lntroduction
A solid board (timber) has many limitations and
disadvantages in its use for constructional and
cabinet work. It is limited in width ancl as such a
number of pieces have to be joined together
before it can be used for a job requiring a wide
surface. It is also subject to twisting, warping,
expansion and shrinking. For these reasons, alter-
native rnaterials have been developed to overcome
these deficiencies. There are now man-made or
manufactured boards, such as plywood, lamin-
board and composite boards.

Veneers

A veneer is a thin sheet of wood obtained from a
1og of timber by rotary peeling, slicing or fine
sawing. Traditionally, veneers were used for dec-
orative pllrposes, but nowadays, they are widely
used in the manufacture of pll.wood and for sur-
facing various types of composite boards. Before
the veneer is cut, the log or flitch is steamed or
dipped into hot water to reduce to a minimum
any tearing or breaking of the fibres. In rotary
cutting (Figure 10.1a) the log is rotated against a
large, vertically held knife that peels off a con-
tinuous thin sheet of veneer from it. In the
slicing method, the log or flitch does not rotate
but instead it moves forward and backwards hori-
zontally (or vertically) against a horizonrally (ver-
tically) frxed knife. By this, a thin slice of veneer
is produced. (Figure 10.1b,c) It is also possible to
saw off a thin layer of veneer.

The choice of timber for producing veneers is
dependent upon the type of veneer required,
which in turn depends upon the use to which the

132

ufactured

Figure 70. 7 Methods of cutting veneer: (a) rotary
cutting, (b) vertical slicing, (c) horizontal slicing.

veneer will be pLlt. There are core veneers used
for making corestocks for multi-pl).wood. These
are usually rotary cut from cheap, light, straight
grained timber that do not possess decorative
figure markings. Another type of veneer is the
cross-band (counter) veneer that is also cut
from straight grained, good gluing timbers. The

boards
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Figure 10.2 Grounds or cores for veneering: (a) solid wood (quarter sawn), (b) built-up core (solid core-
stock), (c) veneers glued together (plywood).

cross-band veneers are used for gluing across the
both faces of core of a plywood, laminboard,
blockboard, and sometimes particle board to
strengthen the core and reduce shrinking ancl
warping. They are always laid with their grains
running at 90o to the grains of the core. Back
veneers are unfigured veneers gh-red to the back
face of plywood, laminboards, or particle boards
to balance the stresses that may be set up when
the face veneers are appliecl. They rnay be cut by
the rotary methocl or sliced. The face veneefs are
cut from purposely selected logs or flitches that
possess interesting grain markings, texture and
colour. These art- the veneers used for the
exposed (face) surfaces of manr-rfactttred boards.

Veneering is the art of beautifying the sr-rrface
appearance of a piece of furniture by laying a

thin sheet of handsomely figured veneer, over fur-
niture made from unfigured or cheaper timber.
The cheaper timber (wood) on which the veneer
is laid is referred to as the ground (Figure 10.2).
A ground may be a solid timber, plylvood, lam-
inated board or blockboard. Solid timber has a

tendency to distort, warping or curling when glue
is applied to it. This happens particularly when
only one surface is glued. To eliminate this defect,
it is advisable to veneer botb surfaces when
dealing with a solid ground. The other materials,
ply,wood, blockboard and laminboard, are free
from warping or curling and one surface only
may be veneered.

The tools required to carry ollt veneering oper-
ations include most of the common woodwork
hand tools and some special ones:

O The straight edge (Figure 70.3a) is a straight
flat piece of wood used for marking out. It is also
used as a cutting guide when cutting pieces of
veneer.

€ Veneer knives (Figure 10.3b) are penknives
made from goocl qr-rality steel or old hacksaw
blades. They are r-rsr,rally ground and sharpenecl
on one side only zrnd used for cr,rtting thin
veneers.
€ The veneer saw (Figtrre 10.3c) is a sarv with a

curved eclgecl blacle ancl small teeth with()Llt .set
(see page 0000 f<>r details of saw setting). The
blacle is made from an olcl saw l>lacle, screwed to
a wooden handle with little projection. It is used
mainly for cr.rtting thick veneers. It should lte
guided by a straight edge to give a straight cr-tt.

O The veneer cramp (Figure 10.3d) consists of
two straight-edges with their insides slightly
roundecl. They are held together by two bolts and
wing nuts, one at each encl. It is used for holding
a number oi veneers together, first for cutting,
and then for planing or shooting.
@ The bench plane (general woodwork bench
plane) is used for preparing the ground or the
core joining the veneers. It is also used for clean-
ing up the edges of a flnished veneered panel.

wooden body similar in shape to the wooden
smoothing plane. The cutting iron (blade), is
inserted vertically, and has grooves on its face
which produce a series of fine points on the
surface of the ground. The plane is used diago-
nally, first in one direction and then in the other.
This takes out irregularities and gives a key (that
is, a good roughened surface) for the glue.

I The veneer hammer (Figure 10.30 is made
of wood and has a head and a handle. A rounded
brass strip is inserted into the head, projecting
slightly and is used to press down the veneer. The
veneer hammer is used to flatten the veneer and
force out air bubbles and surplus glue, particll-
larly when the veneer has been laid with hot
glue.

/// /
'//,,
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Figure 70.3 Veneering tools: (a) straight edge, (b) veneer knives, (c) veneer saw, (d) veneer cramp,
(e)toothing plane, (f)veneering hammer, (g) flat iron, (h) cutting gauge, (i)taping stick, (j) gummed tape.

O The flat iron (Figure 10.8) is a heavy piece of
flat cast iron that is heated and used for melting
the glue (particularly animal glue). It is also used
to flatten the veneer just before the veneer
hammer is applied to squeeze out the excess glue.
In order to prevent the veneer from cuding away
from the ground, the surface is dampened (wet)
with warm water before the iron is applied.
O The cutting gauge (Figure 10.3h) is used for
cutting narrow strips of veneer, especially those
used for veneering the edges of panels. \Thenever
decorative cross-bandings are required around
panels, the cutting gauge is used for cutting the

surplus veneer. The gauge should be set to the
width of the cross-band and the cutting must be
done before the glue sets. This will enable the
surplus veneer to be removed easily.
O The taping stick (Figure 10.3i) is a flat stick
with a rounded end, used to press the tape into
place when joining veneers edge to edge.
O Gummed tape (Figure 10.3j) is a strip of self-
adhesive paper that is stuck over edge joints in
veneer to stop the M opening up while the glue
dries.
O The cabinet scraper (see page 28) is a strip
of metal used to level and smooth the veneer sur-
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faces after the glue has dried or set. It is necessary
to use the scraper when the veneer has wild
grains such as crotch, butt, burl and ribbon figure.
O The chisel (normal woodwork chisel) is used
to cut thin veneers and to remove waste strips of
veneer.

hacksaw blade to roughen the surface (Figure
10.4b). The plane should be used diagonally
(to the grain) to take out all irregularities.
Wet the veneer slightly on both faces with
clean, hot water. If the veneer is warm, it pre-
vents the glue from cooling too quickly.
Apply the glue to the surface, making sure the
entire area is properly covered.
Put the veneer in place. Press it down using
your bare hands.
Use the veneer hammer to squeeze out the
surplus glue (Figure 70.4c), Start from the
centre and work towards the edge in a zigzag
manner. Maintain a steady pressure throughout.
If the glue becomes cold, before it is time to
squeeze out the surplus glue, wet the surface
of the veneer with clean, hot water and pass a

hot iron over the entire surface. This will melt
the cold glue and allow it to be squeezed out
(Figure 10.4d).
Use a cloth, wet with hot water, to remove the
surplus glue from the edges. Take care not to
allow the water to flow under the veneer as

this will cause it to lift off the ground.
Trim off the overlap with a sharp penknife. This
must be done when the glue has dried or set.

Methods of veneering

The two common methods for veneering are the
hammer method and the caul method.

The hammer method (Figure 10.4) is the
more suitable when using animal glue. The glue
should be freshly prepared and of a proper con-
sistency. The veneering should take place in a
warm atmosphere.

The procedure is as follows:

1. Cut the veneer to size, making room for an
overlap of about 10 mm all round
(Figure 70.4a).

2. Prepare the surface to be veneered. It must be
perfectly smooth and have no large knots or
blemishes. Use the toothing plane or a

5.

7.

o

Figure 10.4 Hammer veneering: (a) cutting veneer, (b) preparing the ground, (c) squeezing out surplus
glue, (d) Melting chilled glue.

3.

ffi
Straight edge as a guide
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10. If there is any blister on the sllrface clue t<r

trapped air below the veneer, Lrse a penknife
to slit it open. Insert a small arnoLlnt of gh,rc
ancl then press the veneer clown into place
once more.

The caul method follows almost the same pro-
ceclure as that of the hammer meth()cl. The c>nly
clifference lies in the manner in which the veneer
is helcl in place while the glue sets. A car:l is a flat
sheet of material sr-rch as blockboard, nsecl to
hold the layers r>f veneer while the glue sets. The
rrethod is rnostly used when the surface is large
<>r is to be covered with a pattern macle r-rp of
several different piece of veneer. It is also very
convenient for veneering curved sr.rrfaces. In this
case, shaped cauls of the .same radir-rs as the
surfzrce being veneered are used.

The procedurc for applying the car-rl is as follows
(Figr-rre 10.5):

1. Placc the veneer in position on the grouncl,
cover the surface veneer w'ith e piece of paper
to prevent the vencer frorn adhering to the
caul.

2. Place heatecl cauls, one ()n the piece of pzrpcr
on the sr-rrface ol the veneer and another
r,rncler the grouncl.

Note, it is only when animal glue is ursecl

that tl-re caul must be heated. Other kincls
of glr-re, such as casein glr-re or any of the
synthetic glues, that are used cold, do not
chill and therefore do not need to be
warmed up by the heated car-rl. Use cold
cauls when these types of glue are used.

3. Place battens across the car-rl at short intervals
and clamp therr clorvn (Figure 10.5a). Tl-re
battens or bearers should be slightly convex in
shape so as to exert pressure from the centre
to force out the excess glue (Figr-rre 10.5b).
Note the orcler in which the battens are
clamped (Figure 10.5c).

Matching panels are those in wl-rich strrfaces
zrre laicl side by side or encl to end with selectecl
veneers which nratch each other in grain and
figure to form attractive designs.

Tl-re procech.rre is as follows:

1. Prepare the surface of the grouncl to be
veneered.

Caul

G round

Caul

(c)

Figure 10.5 Caul veneering: (a) clamp the
battens, (b) order of clamping battens, (c) force
out excees glue.

Bottom caul
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2.

3.

4.

5.

6

Mark the position of tl-re joint on the surface.
Cr-rt the veneers, allowing for overlaps at the
joint and at the edges of tl-re ground.
Apply the glr,re to the surface.
Lay the first veneer to overlap the marked
line.
Lay the second veneer to overlap the first one
at the rnarked line (meeting line of the twc>

pieces of veneer).
Plarce a straight edge over the veneer on the
centre line, (i.e., on the joint) to serwe as a

cutting guicle. Cr-rt thror-rgh both veneers using
a sharp penknife.
Rernove the top waste strip and then the
bottom waste strip, while the edge of the
second veneer is slightly raised.

Lay ng of first veneer

Cutting through both veneers

Figure 70.6 Matching and quarter panels:
(a) preparing matching panels, (b) quarter panels.

9. Press down both edges of the veneer and
hold them in position by strips of gummecl
tape until the glue sets. The car.rl methocl can
be used to press down the veneers.

10. Trim off the edges and plane to size.

A quarter panel (Figure 10.6) has for-rr pieces
of selected veneers carefully laid to form an
attrzlctive pattern, such as a diarnoncl. The pro-
cech-rre is sirnilar to that for preparing matcl-ring
panels.

Manufactured boards

Manufactured boards are purposely bLrilt up fronl
wood products. They have several advantages
over solid board: they can be obtained in large
sheets; they possess high uniform strength; they
are free from shrinkage, swelling and warping;
they can be safely nailecl or screwed near the
edge without splitting; tl-rey are economical in the
use of figr-rred timber; they can be worked ancl
cut to size easily; their smooth, n-rachine-finished
surfaces enable them to be easily veneered,
polished and painted. The lnost common manu-
factured boards are: pl)avood, blockboarcl, lamin-
board, particleboard and fibreboard.

Plywood

Plywood (Figure 10.7) consists of an odd number
of sheets of veneer glued together face-to-face
with the grains of adjacent pieces intersecting at
right angles. A ply.wood may be termed three-
ply when it is built-up of three layers or veneers;
namely the face ply, the core or inner ply and the
back ply. Normally, the face and back plies are
laid at right angles to the grain of th.e core. The
thicknesses of the three layers can be equal or the
core may be thicker than the outer layers. \7hen
the core is thicker the ply'wood is referred to as
stout heart three-ply. The term multi-ply is
applied to a ply.wood having a core of three or
more plies. An odd number of plies is used fbr
multi-ply ply.wood and the grain of each suc-
cessive layer is laid at right angles to the last in
order to provide a greater strength and stiffness in
all directions and also for dimensional stability.

The manufacture of ply'wood basically follows
these stages: cutting the veneers; drying the
veneers (Bo/o-7Oo/o li,lC); grading and preparing
the veneers; gluing the layers of veneer; pressing
the layers into close contact (by hydraulic

B.

Partrng knife

Four pieces Diamond
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3-equal ply construction

3-ply construction
{stout heart)

7-ply construction
(typical of Finnish birch)

5-ply construction
(typical of Douglas fir)

5-ply construction
(stout heart)

Laminated board or
laminboard
(core laminations not
exceeding 7 mm)

B lockboard
(Core blocks not exceeding
25 mm wide)

Finnish type of blockboard
(Core blocks not exceeding
15 mm wide)

Battenboard or lumber
core board
(Core blocks not exceeding
75 mm wide)

//
//, 7///// \\\\

// / / / /
/////,

N
\

Figure 70.7 Sections of plywoods and core boards.
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presses); reconditioning or re-drying to an equi-
librium moisture content (8-l5o/o); trimming and
finally sanding to the desired surface finish.

Pllnvoods are classified and graded according
to the of the adhesive used for bonding the
veneers and the quality of the veneers used.
The strength and stiffness depends upon the
density of the species of timber used for the
veneers and the quality of the adhesive used.
The higher the density the greater the strength
and stiffness. As a common saying has it, 'a
ply'wood is only as good as its glueline, it is
worthless if it de-laminates'. You must therefore,
always select the correct grade of ply-wood to suit
its intended use.

The three main grades of ply.wood are: marine
grade, exterior grade and interior grade.

Marine grade is made from specially selected
veneers of high class species of timber and has a
high strength, uniform texture and surface hard-
ness. It is bonded by either phenol-formaldelyde
(P.F.) or resorcinol formaldelyde (R.F.) adhesives
and highly resistant to weather, water, heat, most
chemicals and micro-organisms. As the name sug-
gests, it is suitable for boat building.

Exterior grade plpvood comes in two grades,
'A' and 'B'. Grade 'A' is bonded by phenol-
formaldehyde and resorcinol-formaldehyde adhe-
sives. It is waterproof and suitable for permanent

exterior applications. Grade 'B' is bonded by
melamine-formaldehyde (M.F.) and urea-formalde-
hyde adhesives. It is moisture resistant, cold
waterproof, and resistant to micro-organisms.

Interior grades can be moisture resistant or
non-moisture resistant. The moisture resistant
type is bonded by urea-formaldehyde, casein or
albumen adhesives. It can withstand three hours
in water at a room temperature, and can be a

selected grade (selected face veneers) or mer-
chantable grade (plain rotary-cut face veneers).
The non-moisture resistant type may be
bonded with animal glue, soya beans, casein and
blood albumen glues, and can be of a selected or
merchantable grade.

Ply,woods have a range of applications, includ-
ing construction of home and office furniture, toys,
sports equipment, drawer bottoms, door panels,
wall panelling and roof covering, floors, boats, air-
craft, boxes, radio ancl television cabinets.

In order to prevent plywoods from buckling,
they mr-rst be stacked lying flat on closely spaced
stickers with a weight placed on top of them.

Built-up cored boards

Besides plywood, there are other kinds of man-
made boards (Figure 10.8) whose cores are built
up with a number of narrow solid wooden strips,

Flakes horizontally pressed Flakes vertically pressed

Single layer Three layer Extruded

Figure 10.8 Manufactured boards: (a) multiply, (b) laminboard, (c) blockboard, (d) battenboard,
(e) composite, (f) particle boards.
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glued together to form the desired width. The
strips are laid such that the heart side of adjacent
strips face in opposite directions. The corestock
is cross-banded (covered) with a sheet of plain
veneer on both sides before the face veneers are
applied. The grain of the cross-band is always at
right angles to the grain of the corestock or strips.
The three main types of solid core manufactured
board are laminboard, blockboard and batten-
board. The difference between them depends
upon the widths of the strips constituting the
corestock. Larninboard has a corestock of strips
9-10 mm wide. It is widely used for high quality
furniture and joinery. The corestock of block-
board consists of strips lB-25 mm wide, while
the corestock of a battenboard is made up of
battens about 75 mm wide.

Particle boards

Particle boards are manufactured boards made
from a numher of wood waste prodllcts such as

chips, splinters, shavings, flakes, etc. They are
machine bonded together with a synthetic resin
adhesive under heat and pressure. Some of the
common nalnes of particle board are chipboard,
shaving board and flakeboard. Particle boards
rnay be classified according to the layer of the
structLlre. A single layer board is a type of parti-
cle board made from chips and resin bonded
together, pressed flat under heat and pressure to
form one hornogeneous (same consistency
throughor-rt) layer structure. It is generally used
for builcling construction. The three-layer parti-
cleboard consists ol three layers of sn-rall flakes
of wood, each resin bonded together and pressed
flat. The core layer is thicker and is sandwiched
by two finer layers, one on each side. Extruded
board has a single homogeneous layer that has
been forced through an opening formed by an
oil-he:rted metal plate corresponding in size to the
thickness and width of the board.

Fibreboards

Fibreboards are, as the name implies, manufac-
tured from fibres of wood. The fibres are re-
arranged to form grainless sheets ancl are bondecl
together by their own natural adhesive properties

or by the addition of other adhesives. The two
types offibreboard are hardboard and softboard
(also callecl insulated board). The hardboard has
its fibres compressed whilst with the insulated
board (softboard) the fibre are not compressed.

I CHECK YoUR UNDERSTANDING

O A veneer is a thin layer of timber produced by
rotary peeling, slicing or sawing.
O Veneers are grouped into four types: core
veneers, cross-band veneers, back veneers and
face veneers.
O The veneering process involves laying a thin
sheet of figured veneer over a piece of furniture
constructed from r-rnfigured and cheap timber,
giving it a more decorative appearance.
O The two widely used methods for veneering
are by the use of a hammer and a caul.
O Manufactured boards are man-made boards
including plywood, Iaminboard, blockboard,
particle board and fibreboard.
O Plywoods are classified and graded according
to the nature of the adhesive used for bonding
the veneers and the quality of the veneers usecl
for the manufacture.
O Tl-re materials used for edging include, solid
wood, flexible extrr:ded plastics, and metal.

REVISION EXERCISES AND OUESTIONS

State the advantzrges of manr"rfactr-rred boards
over solid boards for constructional end
cabinet work.
Give reasons why cross-band veneers are laid
with their grains at right angles to the grains
of the corestock.
Explain why blockboards and laminboarcls are
free frorn warping or curling. How can yor-t

differentiate a blockboard from a laminboard?
Name five veneering tools and state the appli-
cation of each.
How are particle boards classified? Name the
classes.
State the two types of fibreboard and explain
the main difference between them.
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Shaping processes

Most parts of furniture and rnany other wooden
items are shaped to improve r-rpon their aesthetic
appearance. There are many methods for sl-raping
wood (Figure 11.1), and those discussed here
include: shaping by wastage, (i.e., cutting shapes
from solid wood), shaping by lamination, shapinp;
by kerfing, shaping by bending and shaping by
moulding. Before you decide which method to
use, you must consider the type of timber to be
shaped, the strength required, the degree of cur-
vature and the type of finish required.

Shaping by wastage (Figure 11.1a) is the
rernoval of material from a given piece of wood or
timber to provide a a form or shape better suited
to the required design. Flat curves, such as those
used for shaped chair arms or table legs, can be
sawn out of solid, straight-grained wood. Some of
the tools used for shaping or removing the waste
are saws, such a bow or keyhole saw; chisels;
planes such as spoke-shaves, surform planes;
rasps; and files. Machines such as routers, circular
saws, band saws, jigsaws and planers, may be
used to speed up the production process as in
industry, where they are used for mass production.

This method of shaping is by far the quickest
but it has two major disadvantages: much material
is wasted and it often results in cross-grain
weakness, owing to the fact that the grain direc-
tion will not always follow the direction of the
cLlrve. It is therefore only suitable for components
in low stress situations or which will be sup-
ported by other structural members.

Shaping by lamination involves gluing a

number of thin strips of timber, their thicknesses
ranging from 0.5 mm to 5 mm in school (but up
to 50 mm in industry), into a desired shape. The

urface

process involves spreading glue over each piece
and bending the pieces simultaneously over or
around a bending former.

The following points shor-rld be taken into
accoLlnt when designing work for lamination:

O all curves should be regr-rlar and smooth;
O avoid sudden changes in direction;
O use thin laminae for small radii and thicker
ones for larger radii;
O any number of laminae may be r"rsed but
remember, if thick sections are required and thin
laminae are used, much more adhesive is
required and it hecomes cxpensive.

Examples of items that are made by this method
include: hockey sticks, archery bows and tennis
racquets. In the boat-building industry a variety of
parts are made by lamination and in the furniture
industry the technique is widely used to make
parts of chairs and other furniture where curva-
ture is required.

Lamination may take three forms:

O Laminated blocking (Figure 11.1b) where the
required shape is broken down into smaller seg-
ments so that the cross-grain weakness is reduced
to a minimum. \Waste is considerably reduced and
the strength of the shaped wood is further
enhanced.
O Laminating thin layers (Figure 11.1c), a

process that makes use of relatively thick lam-
inates sawn from solid wood, spread with glue
and put together by cramping them against a

prepared former.
O Laminating veneers (Figure 11.1d), the
method often used when forming shapes with
thin veneers. The veneer layers are spread with
glue and are pressed together by means of hand
cramps, a platen press using matched male and

coratio
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G:: :a
=a-Waste

Veneers inserted rn saw cuts

(s)
(h)

Figure 77.7 Methodsofshapingtimber: (a) shapingbywastage,(b) laminatedblocking,(c) laminating
thin layers, (d) laminating veneers, (e) infilling saw kerfs with laminates, (f) reinforced kerfing, (g) kerfed
bend and sub-frame, (h) trenched and infilled.
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female moulds, or by use of a vacuum bag,
vacuum press or dome press. With this process,
the grain of the laminates all lie in the direction of
the curve thereby providing a greater strength.
See shaping by moulding (pages 0000) for the
detailed descriptions of these processes.

Shaping by kerf bending (kerfing) consists
of making a number of parallel saw kerfs (cuts)
part-way through a piece of timber to relieve the
normal bending stresses. It is then bent over or
around a former without steaming. Though this
method reduces the strength of the yob, it may be
used quite satisfactorily for jobs that do not
require much strength. For example, curved
drawer fronts, curved small doors, rounded
corners of cabinet carcases, curved plinths and
edging for curved table tops may all be made by
kerf bending.

Sometimes, when a bend is required at the end
or ends of a length of a piece of work, saw kerfs
are made from the ends to just beyond the start of
the curve and then infilled with glued laminates
of the same timber and pressed to a shaped
former. This process may be referred to as saw
kerfing with infilling laminates. Other kinds of
kerf bending are: reinforced kerfing, kerfed
bend and sub-frame, and trenched and
infilled. See the illustrations in Figure 11.1e-h.

Shaping by bending is based on the fact that
wood in its natural state has elastic properties
enabling it to be bent. Many timbers, if subjected
to heat and moisture, become semi-plastic and
the shape of the cells will pernxanently change to
the form or shape of the bent. \7hen a piece qf
wood is bent, the cells on the inside of the curve
are compressed, while the cells on the outside are
stretched.

The usual method for bending solid wood is as

follows'

prepare a jig to hold the shape;
heat the timber in steam under pressure for a
period of time (approximately 45 minutes for a
piece of timber 25 mm thick);
remove from the steam and quickly cramp it in
the pattern required;
leave it to cool completely.

Bends made at a vety high moisture content
will need drying out and there is a risk of drying
defects. Though a low moisture content would
eliminate drying defects, there is the risk of
bending stress defects. Moisture content around
2Oo/o is recommended.

Another method of bending wood is by the use
of a tension strap. The strap effectively becomes
part of the piece being bent and will carry the
stress on the tension side of the bend thereby
shifting the neutral axis to or very near to the
strap and making most of the bending stresses
become compression strain.

This side tends
to stretch

Figure 11.2 Method of bending solid wood:
(a) applying steam under pressure, (b) bending
on a former, (c) using a strap,(d) types of failure.

1.

2.

4.

This side terrds
to shorten

Form

ffi[

Stretch constrained

Tension failure



144 *W<>r>clwork technology

The two clistinct merits of bendinp; solid woocl
to a curved shape are that less wood is wasted,
and it reorientates the longitudinal grain to the
axis of the curved tl-rereby avoiding cross-grain
weakness.

The major problem associated with bending
solid woocl is how to bencl it to the required cur-
vature without failure. The illustration in Figure
11.2 shows this fundamental problem. When a

simple beam is centrally loaded the resultant
bending tends to shorten the upper (concave)
surface and stretch the lower (convex) surface.
Under this situation, half of the wood fibres will
be in compression and the other half in
tension. The stresses developed are axial: com-
pression along the upper surface and tension
along the lower surface. Both stresses are
maximum at the surface, diminishing to zero at
the horizontal central axis - the neutral axis - of
the bear-r-r. Axial stresses along both the top ancl
bottom surfaces are maximurn at mid-span,
decreasing to zero at the end of the beam.

Therefore. in a 'free' beam uncler load the com-
pression and tension stresses are in eqr,rilibrium.
The stresses are called bending or fibre stresses.
When a beam is bent beyond its elastic limit, con-
siderrrhle deforrnalion ('en occur in conrpression
before eventr-rally resulting in compression failure,
but in tension it takes only a 1%r ekrngation tct
cause tension failure.

Sr,rccessful bending of wood therefore depends
up()n overcoming its comparatively low tensile
strength and taking advantage of, and if possible
enhancing, its superior compression strength. This
can be achieved in two ways as described: by
steaming the wood to improve its plasticity and
by the use <>f the tension strap to constrain the
elongation of the wood.

Shaping by moulding may be accomplisl-red
in three ways: the use of matched male and
fernale moulds, vacLlum forn-ring ancl dome
press.

When matched male and female moulds are
r-rsecl (Figr.rre 11.3a) pre-glued veneers are Iaid in

Vacuu

/

Figure 77.3 Methods of moulding: (a) matched moulds,
press.

AtmosphereI/ m pump

\\ /

I ro,

Male mould

*{ I

-o-
I

I

-o-
T \VzA

-Q- remale moutd I +.:"1
Female mould I

Heater

Bubber sheet ,

Moulds are perforated
to vacuum

(b) shell press, (c) vacuum bag, (d) vacuum
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the female mould and the matching male mould
is then pressed home to form the shape. It mLlst
remain under pressure until the glue is cured
(clried). The pressure may be applied by using
hand cramps for small simple mouldings or a

screw or hydraulic platen press for larger work.
Vacuum forming requires only one mould,

usr-rally rnale. The methods used are the vacuum
bug or vacuLrm press (Figure 11.3b). In the
vacuum bag (Figure 11.3c), the veneers are posi-
tioned on the mould and enclosed in a sealed.
The air is then extractecl by a vacuum pllmp to
subject the contents to the prevailing atmosplteric
pressLlre. The vacuum is maintained until the glue
is cured. For the vacuum pfess, the single mould
rests upon the perforated bed of the press and a

rubber sheet attached to a frame is lowered and
sealed to the bed. The air is extracted and the
atmospheric pressure shapes the veneers to the
rnould. It is necessary to maintain the vacuttm
until the gh-re is cured. The cr.rring time can be
accelerated by heaters contained in a sliding
dome (Figure 11.3d).

The dome press method incorporates the
vacllum process within a pressurised and heated
chamber called an autoclave. The first part of the
process is the same as for vacttum forming, air
being extracted from a rubber bag to shape the
veneers to the mould. The dome of the autoclave
is then lowered and sealed to the bed of the
press. It is pressurised with compressed air and
steam, subjecting the assembled veneers to heat
and very high pressures. The heating process
causes the wood fibres to become more plastic
and, together with the increased pressure, enables
sharper mouldings to be produced.

Decorative processes

Surface decoration, as regards to furniture, refers
to the nature and the form of the outer appear-
ance that enhances its bear,rty to attract and
appeal to the eye. There are many ways of deco-
rating the surface and these include: using timber
with an attractive figure and grain to construct the
artefact; shaping the profiles; chamfering the
arisses; carving or incising the surface; veneering
the surface; and inlaying the surface.

Inlaying is one of the oldest practices of deco-
rating surfaces of cabinet or furniture by means of
planting thin strips of coloured material in the
surface. The strips are generally sold in lengths of
about 900 mm and about 1 mm to 5 mm in

width. Those with widths within the range of
5 mm to 18 mm are called bandings. The strips
are often in two or three colours in chequered or
sandwich arrangements (Figure 11.4). They are
very thin and the recesses made for them are

Edges neatly banded
Corners mitred to agree
with banding pattern

Stri ngi ng
pla nted

Recess cut to be

-planted 
with

/ strrnqrng

Recess cut
using chisel

Position
marked out

to surface level lnlay {plug)
left slightly
proud above
su rface

Figure 11.4 Forms of surface decoration:
(a) kinds of banding, (b) stringing, (c) inlaying,
(d) marquetry inset, (e) parquetry floor.
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usually shallow. These strips can be inlaid either
in solid or veneered surfaces. If used in a

veneered surface they can be included during the
veneering process but on a solid work a recess
must be cut specially for them.

Stringings are plain strips of wood of simple
colour which are square in section, the smallest
being 4.5 mm wide. The timbers commonly used
include ebony (black), boxwood (creamy white)
and rosewood (red brown). They are glued into
rebates cut along the edges of veneered work to
protect the corners or edges from breaking off.
The inlay (thin strips of coloured material) rnay
be made of plastic, pearl, metal, ivory, bone, or
wood.

Among the tools required to carry out the inlay-
ing process:

O are the cutting gauge, used fior cutting the
boundaries of a groove and a trench;
O the scratch stock, used to finish off or tcr

clear out the groove or trench; the scratch stock is
in the form of a try sqLlare and it con.sists of two
pieces of wood fastened together with screws.
The cutter is held in between the two pieces, as

shown in Figure 11.5. The vertical part serves as a

fence when being used. It can also be used for
finishing off mouldings when the appropriate
cLltter is insertecl.

Figure 7 7.5 Tools used in surface decoration:
(a) scratch stock, (b) cross-pein hammer, (c) knife,
(d) brush.

O the penknife, used for cutting off the strips
and handing;
O brushes, used to apply glue in the groove or
trench and on the back of the strip or banding;
O the cross-pein hammer, used for pressing
the strip or banding down into the groove or
trench;
O the smoothing plane, used for cleaning off;
O scrapers, used for cleaning off.

The procedure for inlaying includes the following
steps:

Prepare the surface to be inlaid.
Mark out the positions on the surface.
Set the cuttin5; gauge at the correct position
and cut the boundaries of the groove.
Set the cutter to the correct position in the
scratch stock and finish off the groove.
Apply glue to the strip or draw it through a
glue brush loaded with glue.
Press one end of the strip into the groove.
Press the remainder into place by drawing a

hammer along it.
8. Allow sr-rfficient setting time, say 24 hours, for

the g1r,re to dry.
9. Clean off with a finely set plane and scraper.

Vhen cleaning off inlay of intersecting
grooves, plane the one across the grain first to
avoid any splitting at the junction of the two
grooves.

Marquetry is a form of decoration wl-rereby
the entire surface reqr.rired to be decorated is
coverecl with coloured veneers arranged to form
an attractive design. The clesign may be in the
form of a geometrical figure or may be based on
pictorial motifs, such as fruit, buildings, figures,
fl<>wers or scenes. The procedure is similar to that
of veneering.

An inset consists of flat pictorial patterns made
from veneer of a variety of colourings, that are
planted into a recess or recesses made on the
surface of the work.

Ovedays are made up of shapes or designs cut
out of wood, metal or plastic and glued to the
surface of the work. They may be in the form of
carved, fretted (pierced) or split turninpl.

Vood carving is the oldest form of decoration
and has been practised since ancient times for
surface decoration. Carving as a craft requires a

great deal of skill in the use of cutting tools. The
two main form of carving used for the decoration
of woodwork are relief carving and incised
carving.

1.

2.

3.

4.

5.

6.
7.

f\x
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Relief carving consists of cutting away the
back ground of the pattern in order to make the
design itself appear raised above the surface. This
is of course a diffrcult form of carving for sharp
corners easily break off.

Incised canring consists of cutting a pattern or
design into the surface of the work-piece by
means of gauges and vee-tools so that the pattern
lies below the surface, Designs for this type of
carving are generally more simple than the type
of design found in relief carving, and for this
reason, it is the best type of carving to be intro-
duced in normal school work.

I cHECK Yor.rR uI{DERsTAI\IDrNG

O Parts of furniture and other wooden items are
shaped in order to improve their aesthetic value.
O Shaping wooden items may be accomplished
by wastage, bending, and kerf bending.

O Surface decoration is a means of enhancing
the appearance of a piece of furniture or cabinet
in order to make it more attractive and appealing
to the eye.
O Surfaces can be decorated by using well-
figured and attractive board for the construction,
chamfering the edges, or arisses, carving, veneer-
ing and inlaying.

REVISION EXEBCISES AND OUESNONS

L 'S7hat factors are worth considering when you
want to shape a piece of work?

2 Explain why a piece of timber shaped by
sawing is weaker than one shaped by
bending.
Briefly describe the process of inlaying.
Differentiate between the terms 'relief carving'
and 'incised carving'.
Distinguish between stringings and bandings.

3
4
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lntroduction
In modern design, the use of one type of material
for manr.rfacturing artefacts is giving way to com-
bination of several materials. This concept is
being practised in woodwork clesign as well.
Many non-wood materials such as ferrous and
non-ferrous rnetals, plastics, plastic laminates,
leather and glass are now prontinently r-rsed in the
woodwork industry. It is therefore essential that
you know something about these materials.

Metals
Metals can be grouped into two categories:
ferror,rs metals ancl non-f-errous metals.

Ferrous metals are those containing iron ancl
the most ir-nportant examples are steel :rnd cast
iron. Bc>th of thern are alloys (combinations) of
iron ancl carbon but cast ir<tn contains a greater
proportion of carbon than steel. The adclition of
certain elements such as chromium ancl tungsten
to steel improves its properties cc>nsiclerably. For
instance, when chromium is added, the steel
becomes resistant to corrosion and is called stain-
less steel, while tllngsten increases its hardness.
Roth steel and cast iron are used in woodwork
for the manufacture of machine components,
tools and stands for various furniture items.

Non-ferrous metals inch.rde ah:minium,
copper, zinc and brass.

Aluminium is a non-ferrous rnetal (contains nc>

iron). It is silvery white in colour, and is light,
soft, malleable, ductile and a good electrical con-
ductor. It can be rollecl into thin foil, drawn intcr
wire, spun into containers, bent into boxes, cast
easily and polished to a high finish. It is widely
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used for making cooking utensils, electrical work,
and small fittings for woodwork.

Copper is a non-ferrous metal of salmon pink
colour when polished. It is very malleable ancl
ductile, and a good conductor of heat and elec-
tricity. It can be forged, rolled, drawn into tubes,
and wires, cast ()r beaten into bowls. It is rnainly
usecl for rnaking soldering bits, bowls, boxes,
electrical and wireless parts, wires, rivets and
wr>odwork fittings.

Zinc is a bltrish-white non-ferrous metal that is
wiclely used for coating or galvanising steel fbr
making roofing sheets ancl woodwork fittings that
need protection from the weather, such as hinges,
locks, stays ancl nails.

Brass is an alloy of copper and zinc. Mixed in
different proportions tl-rey poroduce different
kincls of brass. It is yelkrw in coiour and sl-rines
when polishecl. It is harcl, resists corrosion arnd
easy to work on. It is r.rsed for plaqures, ()rna-
ments, water taps and wr>odwork fittings such as
cloor and drawer locks, l'ringes ancl stays.

Geramics

Ceramics are very harcl substances that are nor-
mally used when materials that can withstand
high temperatllre are required - for example,
machine clltters.

Plastics
Plastics are n()n-metal materials that are fast
superseding rnetal and wood in the manufactnre
of many household and other r,rtility articles or
items. The two main classes of plastics are ther-
r-r-roplastics ancl thermosets.

ood ma'
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The thermoplastic materials are distin-
guished by their hardness and rigidity after being
shapecl or formecl into articles and their ability tcr

become soft again when heat is applied. They can
thus be re-shapecl into another form. Among the
kincls o[ thermoplastics are:

O cellulose nitrate celluloid, used for making
articles such as mallet heads, knife handles,
pumps, spectacle frames and set-squares;
O cellulose acetate, used for transparent wrap-
pings, lampshades, containers, safety-glass inter-
layers, welding goggles, and machine guards;
O polyvinyl-chloride (P.V.C.), usecl for a
variety of articles such as garden hoses, the insu-
lation of electric cables, factory dr-rcting, radio and
television components, protective clothing ancl car
battery cases;
O acrylonitrite butadiene styrene (A.B.S.),
usecl for rlaking tool handles, instrnment covers,
pipes and pipe fittings;
O polythene, a tollgh, flexible, resistant to acid
ancl alkalis and sr,ritable for good insulators.

Thermosetting materials are those that
undergo a permanent change cluring the process
of being shaped or formed. Once shaped, they
cannot be softened for re-shaping into another
form. There are several kinds:

O Silicone is water repellent, withstands
extremes of hot and cold, is inert to most chem-
icals and maintains its strength at high tempera-
tures. It is used for making high-temperature
electrical insulators, additives to oils and waxes,
rubbers, bushes, gaskets, and valve diaphragms.
O Epoxy resins are excellent adhesives used for
many purposes, have high strength, good resist-
ance to moisture and chemicals, good electrical
conductor. They are used as a base for adhesives,
as sealing of electrical parts and as glass fibre
laminates.
O Bakelite is a strong and rigid material, a good
insulator, and has good heat and chemical re-
sistance. It is used wiclely for electrical plugs,
switches and radio cabinets.
O Ureaformalde is a hard, rigid material that
absorbs water and is resistant to petrol, oil and
grease. It is often used for electrical plugs,
sockets, switches and lamp holders.
O Polyester resin is strong, hard and tough, a
good electrical insulator, and resistant to dilute
acids and alkalis. It is r-rsed for making glass
fibres, aircraft parts and building partitions.

Plastic laminates

Plastic laminates, also callecl formicas :ire
made from base materials such as cellulose,
cotton, nylon, or fibreglass. This base material is
covered with a resin lrinder and subjectecl to heat
and presslrre to form a hard, strong panel. There
are clifferent brands in a variety of patterns and
cokrr.rrs. They are tougl-r, lightweight, ancl strong
but rather brittle. They resist most abrasive wear,
denting, crzrcking, heat, alcohol, water and fruit
acids. They can be sawn, drillecl, routecl ancl
planecl. Plastic l:rminates are wiclely used for over-
laying tops of restaLrrant and kitchen counters and
tables, coffee-table tops and bar tops. Due to their
insulating pr()perties, they are often r-rsed in elec-
trical work.

Care shoulcl be taken when you are bonding
plastic laminates. The gror-rnd (work) sl-roulcl be
flat and strong. It is also necessary that the strrface
of the grouncl is free from warping or moisture.
The prepzrration of the surface of the ground is
similar to that when veneering and the steps
follow a similar orcler. The work sl-rould Lre

clarnpecl or have a weight pLtt on it while the gllre
sets. In most cases, contact or impact adhesives
are used when surfacing with plastic laminates.
Spread an even layer on both the grouncl or base
and the back of the laminate. Allow ten to twenty
minutes for botl"r surfaces to trecome dry ancl
tack-free. Press the laminate into position. If you
are not using a contact glue then the work must
be clamped or pressed down by putting a weight
on it while the glue sets.

Fibreglass

Fibreglass is a short name for a material that is
more properly called glass fibre reinforced
polyester fesin, or GRP. Polyester resin is a
syrupy liquid that turns solid when a catalyst
(hardener) is added. To speed up the process of
hardening (curing), an accelerator is also added.
With carefr,rl measuring of the quantities of hard-
ener and accelerator, the curing time can be con-
trolled accurately. Once the curing time has been
decided, it is important to remember not to mix
more resin than can be used in the time available.
The glass fibre is introduced into the material to
provide strength and tor-rghness. Fibreglass can be
in a number of forms:
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O chopped strand, a short glass fibre that are
randomly fixed with a resin-soluble binder into a
thin sheet. It is the most commonly used form of
fibre.
O cloth type, a woven form of flbres that pos-
sesses greater strength than the chopped strand
mat. It needs very thorough laminating as the
layers will de-laminate if great care is not taken.
O ribbon type, used for edging and local re-
inforcing,
O tissue type, a finer form of chopped strand
mat used as a finishing layer to cover the irregular
appearance of the mat.

The most common way to use fibreglass is by
Iaminating into a mould. The mould is normally
made of wood and is a female form of the
finished piece. It should be prepared to a high
degree of finish as the resin will show up any
imperfections.

The procedure is as follows:

1. Prepare the mould thoroughly and apply a

parting agent to stop the material from sticking
to the mould.

2. Apply the first layer of resin (this is called the
gel coat and may include a pigment if a

coloured moulding is required).
3. Allow the gel coat to harden and then apply

the next layer of resin. It is in this that the
glass fibres are laid.

4. Stipple the fibres witl-r a brush or roll with a

laminating roller to ensure that they are thor-
oughly wetted with the resin and all the air is
excluded. This process of resin and fibre
application is repeated until the required thick-
ness of moulding is obtained.

5. 'When the final layer is cured remove the com-
pleted moulding from the mould.

Glaes

Glass is produced by mixing together soda ash,
limestone, sand and a quantity of cullet (recycled
glass). Other materials, such as metal oxides, can
also be added to colour the glass. The mixture is
then melted in a furnace at a temperature of
1500oC. The molten glass is then drained into a

drawing tower, where it is drawn up into sheets
between rollers and gradually cooled. It can also
be moulded into containers. The moulding of

glass is normally done using a blow moulding
process. If a patterned glass is required then the
molten glass is rolled between patterned rollers.
Clear sheets of glass can also be made by floating
the molten glass on a bath of molten tin. This
process produces a much flatter sheet than the
drawing process.

Glass can be cut using a diamond cutter to
score the surface, thereby producing a weak line
through which it snaps leaving a very clean edge.
Where the sharp edge of the glass will be
exposed and could cause injury to the user then it
must ground smooth. Glass is used for glazed
doors and windows, louvre blades, picture
frames, sliding doors of cabinets and showcases.

Leather
Leather is generally obtained from animal skins.
To produce leather, the hair or wool is removed.
The skin is then treated. Different treatments and
different animals produce different types of
leather. Goat skin makes a very supple leather.
Leather from pig skin is very hard-wearing. A
horse-skin leather is the thickest and strongest.

Leather can be cut using a craft knife. The
direction of cut is not subject to grain direction as
leather has no grain and so it is easily cut in all
directions. Pieces of leather are joined together by
stitching, either by machine or by hand. \X/hen
hand stitching, it is advisable to prepare the mater-
ial with small, evenly spaced holes, the holes
being produced by an awl. S7hen larger holes are
needed for joining by thonging, a revolving hole
punch should be used. This punch has a series
of different size punches suitable for the various
sizes of the thong being used. If it becomes nec-
essary to strengthen the punched holes in the
leather then brass eyelets can be placed into the
holes before applying the thongs. The surface of
a leather can be decorated by using punches to
produce a regular pattern, or special leather tools
may be use to emboss the surface. Another
method is to use a hot tool to slightly burn the
surface of the leather, producing darker lines.

In woodwork, leather is mostly used as cov€r-
ing material for upholstery work such as lounge
seats, chair seats/tops and backs, padded table
tops, etc. It is also used for making other items
such as bags, belts and shoes.
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Fahrics

Fabrics are materials macle from yarns either by
weaving, knitting or bonding. The yarns are often
made from natural and man-made fibres spun
together into threads. The natural fibres are of
two types: those made from parts of plants and
those that are made from hairs of animals. The
common fabrics, made from natural plant fibres
are cotton, and linen.

Most cotton fabrics, made from the boll of
cotton plants are strong, hard-wearing, smooth,
easy to wash, resistant to alkalis and therefore
can withstand bleaching and strong detergents
in laundering. They take dyes and finishes
well. They are widely used for household
articles, clothing, dresses, cushion covers and
handkerchiefs.

Linen fabrics, made from the stalks of flax
plants are very smooth. They are stronger and
have better appearance than cotton fabrics. They
are good conductors of heat and are very
absorbent. They are used for the same purposes as
cotton.

Wool and silk are the most widely used fabrics
made from natural animal fibres. Wool is made
from the wool shorn from the coats of sheep,
goats, and rabbits. Woollen fabrics are more
expensive than those of cotton and linen. They
give comfort and warmth and therefore suitable
for winter underclothing and warm outer wear for
people of all ages. They are also used for house-
hold articles and furnishings, including upholstery.

Silk is made from the secretion of silk worms
that hardens into a fine thread winding round the
worm to form a case or cocoon. Silk fabrics have
a beautiful soft, glossy surface and drape into
folds. They are expensive, very strong and elastic,
excellent conductors of heat, wash and wear well
and absorb perspiration readily. Silk is an ideal
fabric for dresses for special occasions due to its
lovely appearance.

The man-made flbres are of two kinds:
regenerated cellulose fibres, where the liquid
used for spinning is obtained from plant soLrrces,
and synthetic fibres where the substances are
made entirely from mineral sources.

The regenerated cellulose fibres are used for
making viscose fabrics, acetate fabrics and triac-
etate fabrics.

Viscose fabrics are made from viscose fibre
yarns chiefly obtained from wood pulp. The
fibres are produced with a lustrous or a matt

surface and have fair absorbency. The attractive
appearance and texture combined with their low
cost, make them popr,rlar fabrics for all types of
clothing, linings, braids, ribbons, house linen and
furnishings.

Acetate fabrics are made from acetate yarns to
obtained from cotton linters or wood pulp treated
with chemicals to form cellulose acetate. They are
absorbent and fairly non-static but melt if they
come into contact with hot objects. They are used
for making satins, jersey, taffeta, linings, and soft
furnishings.

Triacetate fibres are strong and softens at a

high temperatlrre than acetate fibres. They have a

low absorbency and dry quickly. Triacetate fabrics
are used for rnaking items such as dresses cur-
tains, trousers and skirts

Synthetic frbres are of various type:
polymide fi.bres, are used for making nylon,
celon, Brinylon, Enkalon and Ultron fabrics; poly-
ester fibres, used for making such fabrics such
as terylene, Dacron, Trevira, Crimplene and
Lirelle; acrylic fabrics, used for such fabrics as
orlon, acrilan, Courtelle and Dralon;

Elastofibres, made from polymers based
on polyurethane and polyisoprene. Elastomer
yarns are used for Lycra, spanzelle and vyrene
fabrics.

I CHECK YoUR UNDERSTAI\IDING

O The two types of metal are ferrous metals,
that contain iron, and non-ferrous metals, that do
not.
(D Ferrous metals are basically composed of iron
and carbon and the most widely used ferrous
metals are steel and cast iron.
O When steel is alloyed with chromium a stain-
Iess steel is obtained, whereas an alloy of steel
and tungsten produces a hard and heat-resistant
steel called tungsten steel.
O Examples of non-ferrous metals are alu-
minium, copper, zinc and brass.
O Plastics are broadly classified into thermoplas-
tics, those that can be shaped and reshaped when
subjected to heat and thermosets, those that are
permanently shaped when first made.
O The kinds of thermoplastics are cellulose
nitrate celluloid, cellulose acetate, polyvinyl-
chloride, acrylonitrite buladiene styrene (A.B.S.)
and polythene.
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tD Thermosets include silicone, epoxy resins,
bakelite, ureaformalde and polyester.
O The base materials for manufacturing plastic
laminates (formica) may be cellulose, cotton,
nylon or fibreglass.
O Glass is produced by mixing together soda
ash, limestone, sand and cullet.
O Leather is generally obtained from skins of
animals such as goats, pigs and horses.
O Fabrics are materials obtained from yarns
either by weaving, knitting or bonding.
O Yarns are obtainable from either natural fibres
or artificial (man-made) fibres.
O The sources of natural fibres are plants or
animals.
O Man-made fibres are of two kinds: regenerated
cellulose fibres and synthetic fibres.

REVISION EXERCISES AND OUESTIONS

Name two classes of metal and give two
examples of each.
Name the two types of plastic materials,
giving two examples of each type and stating
the uses of each example.
Name three different types of glass fibre.
Explain briefly how glass is made.
From what is leather obtained? Describe how
the face of leather can be decorated.
Name two fabrics that are made from natural
plants and list the characteristics of each one.
State two fabrics that are obtained from
animal sources and describe the characteris-
tics of each one.

2

3
4
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The term wood finishing applies to the applica-
tion of selected materials such as stains, fillers,
varnishes, lacquers, paints, enamels and waxes to
a wooden surface. The application of these mater-
ials prevents the tendency of the wood to absorb
moisture, fumes and oils that may cause shrink-
age, swelling, checking, warping and discolor-rr-
ing. It also prevents fungal and insect attacks. In
effect, finishes provide a protective coating that
helps to stabilise the conclition of timber at the
time of its finishing and also serve as preserva-
tives. Some finishes are fire and chemical resist-
ant. The ultimate reason for applying finishes by
an artist or a woodworker is to create desirable
effects, enhancing the natural beauty of the
timber or hiding its blemishes.

The surface to be polished requires a thorough
preparation including levelling, smoothing and
cleaning.

Prepare the surface as follows:

1. Smooth the surface using a well sharpened
smoothing plane.

2. rl7here possible raise the grain by applying
water to the surface.

3. Where there are blemishes that are not too
deep, scrape the surface with a hand scraper
until all such defects are removed.

4. Remove any grease and oil by sponging with a
Iacquer thinner or benzene.

5. Remove any traces of glue from the surface by
either scraping or sanding.

6. Stains that are not removed by sanding may be
bleached with oxalic acid or commercial
bleaches.

Remember that oxalic acid and
bleaches are toxic. AII such chem-

icals must be handled and applied with
great care. Wear goggles, rubber gloves
and an apron at all times when bleaching.

Fill nail holes, checks or open joints with
patching material such as plastic wood, glue
mixed with sawdust, stick shellac or putty. The
colour of the patching material must match the
finished colour of the wood to be polished.
Glass-paper the surface thoroughly using
rough, medium and smooth grades respect-
ively. Use a glass-paper block for flat surfaces
and large curves where it may be possible.
Glass-paper along the grain of the wood to
avoid scratches.
Remove any dust from the surface and from
the pores of the wood by brushing thoroughly.

Applying bleaches

Bleaches are toxic oxidising agents that break
down the binding substance between cell walls
(lignin) on the surface of wood to make it
become white. They may be mixed in different
proportions to lighten the colour tone of the
wood to be treated. They may be used to reduce
the contrast between sapwood and heartwood
and also to remove dark stains or blemishes. A
bleach may be applied by brushing, swabbing, or
dipping in on the affected portion.

Wear goggles, rubber gloves and an
apron whenever you use bleaches.

7.

8.

o

153



154 \Toodwork technology

Applying paints

Paints are basically composed of pigments, vehi-
cles, thinners and dryers. The pigments provide
the opaque and colour characteristics of the paint.
The vehicles provide the suspension fluid for the
pigment and also act to bind the pigment to the
surface being painted. The thinners regulate the
viscosity (flow) and penetration of the paint. The
dryers increase the drying speed of the paint. In
general, paints are used for the purpose of deco-
rating, preserving and protecting the work (wood
or metal). They may be applied by brush or
spray.

The two main classes of paint are the oil-based
paints (with oil as the vehicle) and the latex
paints (a mixture of water and resin acting as

vehicle).
Oil paints provide an opaque, coloured finish

ranging from flat to glossy. They are water resist-
ant and provide greater protection against mois-
ture entering the wood.

Latex paints provide tough, durable finish
and have very good colour retention. They are
resistant to water and alkali, odourless, fast
drying, mildew resistant and poor adhesion to
smooth surfaces. Latex paints are of two types:
polyvinyl acetate and acrylic. They are both
pigmenrbinding and fi lm-forming.

Applying stains
The two types of stains are oil stain and water
stain. Oil stain is a transparent colouring agent,
made with colour ground in raw linseed oil, a

solvent or a japan drier. The solvents used include
linseed oil, benzene, mineral spirits and turpen-
tine. Oil stain is the easier to apply. It is slow
drying, preserves the wood and brings out the
beauty of the wood without raising the grain, pro-
ducing uniformity of tone or colour.

Follow the following procedure when you want
to apply oil stain:

1. Clean the surface to be stained, keep it
smooth, dry and free of oil, wax and glue.

2. Select a brush with moderately soft bristles.
3. Dip the brush into the stain and brush it onto

the surface. If it is a vertical surface, start from
the bottom and work upward to prevent the
stain from running down.

4. Allow the stain to set for about 20 minutes and
then wipe of the excess stain, using a soft, lint-
free, absorbent material. Wipe in the direction
of the grain.

5. Allow the stain sufficient time (about 18 hours)
to dry out thoroughly before you apply any
other finishes.

6. Oil stains may also be applied by spraying or
dipping.

\Wear safety glasses and gloves when
applying stain.

Water stain is a transparent dye consisting
mainly of aniline or coal-at powder dissolved in
water. It is a fast-drying colour agent with very
good penetrating qualities. It may raise the grain
of a surface that has not been sponged, sized and
sanded before application. It too is used to bring
out the beauty of wood grain, to secure more
uniform tone or colour. It is also used in order to
harmonise with other finishes for the purpose of
matching contrast or imitation. The procedure for
applying water stain is similar to that for oil stain
except that extra care should be taken to prepare
the surface in order to avoid the grains from
raising when the stain is applied.

Applying paste wood filler
The oil-based paste wood frllers consist of
Iinseed oil, silex, japan drier and turpentine.
Colour may be added to give different shades.
Synthetic-resin based filler is also available and
is both quick-drying and hard to rub off the
surface. (The oil-based filler is easy to rub off due
to its lubricating qualities.) Both types of filler are
used to fill the pores of open-grained woods, pro-
ducing a smooth surface for the application of the
finishes such as shellac, varnish or lacquer.

Follow this procedure when applying the paste
wood filler:

1. Prepare a smooth surface.
2. Clean the surface with a stiff brush, atack rag

or a vacuum cleaner.
3. Thin the paste filler with turpentine if it is too

thick.
4. Apply the paste filler by brushing evenly along

or across the grain.
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7.

when the filler begins to set (it becomes dull-
looking), rub it with a piece of soft cloth
across the grain to prevent the filler from
being lifted out of the wood pores.
Rub again with a clean, soft cloth to remove
all excess oil and filler.
Clean out all corners with a pointed hard
wood stick.

Applying *hellac
Shellac is made from a natural yellow-brown
resin that is secreted by the lac insect mostly
found in parts of India and Thailand. The resin is
purified and then made into flakes. To make the
shellac, the flakes are dissolved in methylated
spirits to obtain a clear and transparent polish.
Colours may be added if required. It provides a
good preparation for polished surfaces as it forms
a thin seal on the surface, so preventing subse-
quent applications from soaking in. It adheres
well to the wood and it is quickly and easily
applied. It can be applied with a good quality
brush (squirrel or camel hair), but is more com-
monly applied using a 'rubber' made from a piece
of lint free rag. A piece of cotton wool is placed
in the centre of a 300 mm square piece of the rag
and the four corners of the rag are brought into
the centre. The new corners are now brought up
to form the rubber. This is dipped into the shellac
and applied to the work. Care should be taken to
ensure that the shellac is applied in a thin, even
coat, for if applied in excess, the grain of the
wood will be raised. The first coat should be care-
fully rubbed down before subsequent coats are
applied.

Varnish is a transparent gum finishing material.
The four types of varnish are oil varnish,
polyurethane varnish, acrylic varnish and spirit
varnish.

Oil varnishes are obtained by dissolving fossil
gums or resins in oil, turpentine or mineral spirits,
and dryers. An oil varnish that has high percentage
of oil, classified as long-oil varnish, is highly
resistant to water and alcohol and forms a fairly
elastic film. Short-oil varnish (with a low oil
content) rubs well but is quite brittle. Medium-oil
varnish (medium oil content), such as floor

varnish, is an all-purpose varnish. It is reasonably
tough and elastic. It is used as a finish on furniture,
floors, woodwork, boats and musical instruments,
and as an insulator for electrical conductors.

Polyurethane varnish is a synthetic varnish
obtained from polymers and resins thinned with
mineral spirits. It is moisture curing and is oil free.
It is very tough, hard, flexible, resistant to chip-
ping, abrasion, solvents, detergents, alcohol, acids
and water. It is used on furniture, woodwork,
boats and floors.

Acrylic varnish is colourless and is composed
of acrylic-resin glycols, mineral spirits and water.
It is clear, dries in two hours, has little odour and
good resistance to abrasion. It is used as a primer
and a finish (except on floors).

All the types of varnish may be applied by
brushing. Use a well-made, clean, chisel-type
brush with fine bristles. The surface to be varnish
must be made clean and dry. The varnish must be
first applied in the direction of the grain, rhen
across the grain and finally along the grain once
more.

Applying,,lssquei.
Lacquer is a synthetic transparent or opaque gum
finishing material and is composed of nitro-
cellulose (derived from cotton treated with nitric
and sulphuric acids); a solvent such as acetone
that dissolves nitro-cellulose, varnish resin; a

diluent (a diluting agent) that dissolves rhe
varnish resins (toluene or benzene), plasticizers
or softeners (derivatives of phosphoric and plit-
tralic acids) that produce a more elastic finish.
Lacquer provides a hard, celluloid-like finish that
dries very quickly and is durable, moisture and,
alcohol resistant.

It is used as a finish on furniture, hardware,
jewellery, automobiles, sports equipment, toys
etc. It is best applied by spraying, but it may also
be applied by brushing, dipping or padding. The
surface to be lacquered should be clean, smooth,
dry and devoid of oil and wax. The surface
may first be undercoated with shellac or lacquer
sealer.

Never apply lacquer over a surface that is
painted, enamelled, paste filled, oil stained
or oil finished as it may peel off or lift off.
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4.

5.
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Follow this procedure when you use the spray
gun method:

1. Thin the lacquer to be used with a recom-
mended thinner (lacquer thinner), use a pro-
portion of two-parts lacquer to three parts
thinner.

2. Adjust the nozzle of the spray gun until the
desired spray is obtained.

3. Press and hold the trigger of the spray gun
until the nozzle is 72-75 mm above the surface
and applied the spray along the whole length
of the surface with a slow , sweeping motion.
Each stroke should overlap the last sufficiently
to blend in with the previous coat.

For safety, wear a mask and gloves. It
is essential to work in a well-ventilated

room or spray booth.

Follow this procedure when you use a brush:

Select a good-quality brush with soft bristles.
Thin the lacquer in the correct proportion: i.e.
one part lacquer to two parts thinner.
Apply the lacquer gently along the grain,
working quickly as it dries fast.
Use a minimal amount to prevent lapping or
lifting previous coats.
Clean the brush soon after use. Use thinner
first and then water and soap.

I CHECK YoUR I.]NDERSIA]\DING

O The term'wood finishing' refers to the applica-
tions of various materials such glass paper, fillers,
stains, varnishes and lacquer to a wooden surface

1.

2.

in order to enhance its natural beauty and to pre-
serve or protect the surface.
O A bleach is a toxic oxidising agent used for
breaking down the binding substance between
cell walls on a surface of wood in order to reduce
the contrast between dark and light spots (heart-
wood and softwood).
O Paint is composed of a pigment, a vehicle, a

thinner and a drier and is of two types; oil paint
and latex paint.
O A stain is a colouring agent applied to the
surface of a piece to harmonise with other
finishes for the purpose of matching contrast or
imitation.
O A varnish is a transparent gum finishing mater-
ial used for coating the surface of a piece of
furniture or a cabinet to beautify its aesthetic fea-
tures and to protect the surface.
O A lacquer is a synthetic transparent or opaque
gum finishing material that is composed of nitro-
cellulose, a solvent, a varnish resin and a softener
(plasticizer).

REVISION EXERCISES AND OUESTIONS

Briefly describe how you may prepare a

wooden surface for application of finishes.
What are the constituents of paints? State the
two main types of paint and show the differ-
ence belwcen them.
Explain why yor,r wor-rld wish to apply wood
filler to a piece of furniture you are making.
\7hat are the qualities of polyurethane
varnish?
Explain why lacquer should not be applied
over a surface that has been stained or
painted.

3.
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lntroduction
Upholstery is the process of stuffing and cover-
ing chairs and other forms of furniture with
various materials to make them comfortable to sit
on and pleasing to the eye. There is much more
to upholstery than can be covered in this chapter
and so only the basics are considered

In upholstery large numbers of expensive tools
are not required: you only need: a hammer,
needles and pins, a ripping chisel, a webbing
stretcher, scissors, a tape measure and a staple
gun (Figure 14.1).

The introduction of new and improved mater-
ials for upholstery work has drastically simplified
the process of upholstering and reduced the time
it takes. Some of the new materials are latex and
plastic foams. They are resilient and durable
when covered and protected from light. Synthetic
foams, another improvement, are cheaper but less
resilient and slower to regain their shape when

rY

depressed. Heavy density foams are generally
used for chair seats while the light ones are suit-
able for the backs of chairs.

Note well: It is absolutely essential
that synthetic foams used in uphol-

stery are fire retardazr. Fumes given off by
burning foams are l.etbal.

Upholstery materials may be grouped as
follows: webbing materials, padding materials,
covering materials and tacking materials.

Webbing ffifitsrialt
Webbing materials are those used for forming
the base of the upholstery.

O Jute webbing is a strong, closely woven strip
of jute about 75 mm-100 mm wide. It is used to
form a base for coil sprirrgs and stuffing materials.
O Steel webbing is a steel strip, 20 mm wide,
that is perforated for nails or corrugated with
small loops by which coil springs may be
attached.
O Plastic webbing is a plastic strip used to
support cushion or to form finished seating
surface, particularly in modern furniture.
O Rubber rtrebbing is a rubber strip used for the
same purpose.
O Budap is a coarse canvas strip ntade from jute
or hemp and used for covering springs, for
webbing or for forming rolled edges.
O Denim is a twilled cotton fabric, sttong and
wear resistant that is used for making seat sur-
faces to support cushions.

.,'i':.S-u,i1itfitlli;ri*fi.iii

Figure 74. t Upholstery tools.

lri
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O Coil springs made from steel rod, are used
for seats, backs and cr.rshions. Those in continu-
or-rs rolls or pre-cllt lengths, known as sinuous
springs, do not require webbing or other bases.
They are fixed with special clips.
O Canes andrafha are common, easily obtained
and cheap in most African countries such as
Ghana and Nigeria where they are widely used as
webbing materials. In some cases, platforms that
are woven with raffia or cane need no padding or
covering.

Padding

Padding or stuffrng materials (Figure 74.2) are
those used for covering springs to form soft,
smooth contours. Rubberised hair and Spanish
moss are the most widely used padding stuffing
materials. Latex foam (foam rubber) and plastic
foam are also padding or stuffing materials. They
have the advantage of being waterproof, durable
and available in different thicknesses and degrees
of softness. A layer of cotton batting (cloth sheet)
is used between the stLrffing material and the final
cover.

Coverings
Covering materials are those used for covering
the padded or stuffed materials to provide pleasant
and attractive finish. The covering materials include,
fabrics of various kinds, porous or non-porous
woven leathers or plastics. \X/hen using a non-
porous cover for a solid platform, air holes should
be made in the platform. Muslin, made of cotton is
used for covering stuffing materials. Cambric is a

light, dusrproof cotton cloth, used for enclosing the
underside of upholstered furniture.

Tacking materiale
j

Tacking materials are mainly nails avallable in a
range of types, and designs. There are the blue
cut tacks, also called upholster tacks, webbing
tacks, with barbs on the shank to provide greater
holding power, and decorative or fancy tacks,
used where their heads can form a decorative
feature, the improved tacks having a bigger
head.

" l',Flatformc

A platform (Figure 14.3) is the structure that sup-
ports the base, padding or stuffing materials and
the covering materials. It may be fixed to a

wooden or steel frame. The timber or wood for
constructing the platform should have the ability
to be easily tacked and to hold the tack nails
firmly. A hardwood of soft texture that can
provide enough strength to hold the tack nails is
recommended. The joints must be sturdy and
should be strengthened with screws, dowels, glue
blocks, etc. All edges and corners that are likely
to come in contact with the upholstery material
must be chamfered or rounded.

Figure 14.2 Padding materials. Figure 74.3 Platforms.



Loose seats and backs, are made separately
and do not form an integral part of the furniture
frame or chair frame. They can be removed for
cleaning or re-upholstering. They are commonly
used for dining table chairs, dressing chairs or
stools etc.

Procedure for upholstering a loose seat using
foam padding (Figure 74.4):

1. Prepare the pllnvood base. Bevel the edges to
fit the rebate in the chair frame. To ensure that
the base fits as required, fit the seat frame with
the covering fabric in position.

2. Cut the foam 6 mm wider than the plywood
base on all sides (Figure 74.4a).

J. Prepare the foam before you fix it to the base.
Cut the sides of the trenches with a hand-held
hacksaw blade and chisel out the waste to
equal depth.

4. Treat the foam edges to form a durable edge.

159

Fix the foam to the plywood base (Figure
14.4b).
Fix the fabric cover onto the prepared base.
The front edge should be tacked on first
(Figure 74.4c). \fork on a sheet or clean
newspaper to prevent damage to the fabric.
(Check that the newsprint will not rub off
onto the fabric.)
Tack along the back edge. The fabric must be
tensioned evenly over the foam to the reduce
the thickness of the seat to about 25 mm at
the centre.
Tack the sides down, maintaining an even
tension throughout.
'When working around a corner, pull the fabric
gently and just tack it lightly, but do not drive
the tacks all the way home (Figure 14.4d).
Remove excess material at ioinery by pulling
and cutting with scissors (Figure 74.4e). Cut
the material depending on the fold.

Basic upholstery

7.

Figure 14.4 Upholstering a loose seat: (a) cut the foam, (b) fix the foam to the base, (c)tack front fabric
first, (d) work round a corner, (e)trim excess material.

9.

10.

t
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11. Fold down and tack, pull over the first tack as
shown.

12. Fold down the other side and tack.
13. Finish off the underside of the chair seat care-

fully. A linen cover should be fixed only on
fine work.

framework to provide soft and smooth contours.
The materials used include rubberised hair,
Spanish moss, latex and plastic foams.
O Platforms for upholstery should be constructed
with materials that have the strength to take and
hold tack nails firmly.

I CHECK YOIIR UI\DERSTANDING

O upholstery is the process of stuffing and cov-
ering pieces of furniture to make them comfort-
able and pleasing to the eye.
O rurrebbing is the process of forming a frame-
work to support the springs and stuffing mater-
ials. The materials used for webbing include jute,
steel, plastic, and rubber.
O radding is the means of covering or stuffing a

REVISION EXERCISES AND OUESTIONS

'What are the characteristics of latex foam,
plastic foam, and synthetic foam?
Name five materials that are often used for
webbing.
Explain the term'padding' and state any three
materials that can be used for padding.
State the types of tack nails used for upholstery.

3

4

[*,. ,ri;ri,,,,;:;i{,1id.1.&i,. t .,rr'r,.
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Desig

!ntroduction
The principal activities of clesigning and making
items draw on your knowledge and skills and
develop responsible attitudes of both a personal
and co-operative natllre. You may be required to
make individual responses to problems which can
be specific or general. Vhen finding solutions to
any problem you will have to make decisions
whilst bearing in mind the constraints of time,
resources, properties of materials, your own craft
skills and other pertinent factors. Aesthetic, tech-
nological and functional principles form the basis
of the thinking. The activities through which the
basic knowledge, skills, and aptitudes are acquired
may be grouped into three broad sections:
designing, making and evaluating. Designing
involves activities such as: investigation,
clarification and specification of the task; devel-
oping and communicating the design ideas and
modelling. Making consists of activities such as:

planning and organising resources; making prod-
ucts using various materials. Evaluating involves
testing and modifying products.

The design and making process follows the
stages illustrated in Figure 15.1.

;::: :: _;:j

g and

In order to help the student to get a better
understanding of what is entailed in this process,
a brief explanation is given as to the nature of the
activities at each stage.

Stage 1 : lnvestigation,
clarification and specification

of the task
This stage of the design process consists of the
following activities:

Situation
The first consideration at this stage is the situation
in which the problem to be solved exists. This
situation may be our home, our environment,
such as schools, hospitals, public parks, the rural
area, industry and others. It could be about
how we spend our leisure, such as games and
sports. Yet again it may be about other people
such as elderly people, children, the sick or the
handicapped.

Design brief

The student is required to develop the right
approach to exploring and investigating these situ-
ations in order to identify existing problems that
need solving. Helshe then has to make a written
statement of the problem which has been
identified, describing concisely the nature of the
problem. This written statement is known as a

design brief. For example, it might be: design
and make a container that can be used for dis-
posal of rubbish in the home.Figure 15.1 The design and making process.

161
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Analysis

'rffoodwork technology

Having identified and stated the problem, further
work needs to be done in order to throw more
light on the precise nature of problem to enable a
best solution to be found. The process of doing
this is known as analysis. The analysis must be
made against factors such as:

1. The functions of the artefact or system - for
example, you will have to know who will use
it, where and how it will be used.

2. The appropriate and available materials to be
used for the construction - is it to be made
from wood, metal, plastic, concrete or some
other material?

3. The appropriate constructional methods likely
to be employed, taking into account the avail-
able facilities.

4. The appearance of the finished product - for
example, is it to be polished, painted or
plated?

5. The cost of construction - how will it affect
the selling price? Will it be cheap enough ro
meet the average pocket?

6. The total time to be spent on the work - the
more time it takes, the higher the cost of
labour.

The analysis may take the following form:
(A) Functions

1. Vhat will be the main functions of the
container?

2. Vhat is the size of the container?
3. How heavylstable should it be?
4. Does the container need to be strong or rigid?
5. How can it be made safely?
6. Does it need to be portable?
7. \fill it need a handle?
8. Vill it need a cover?

(B) Ergonomics

1. Vho will use the container - adults or
children?

2. Y/hat will be the average height of the persons
at sitting and standing positions?

3. Vhat will be the appropriate position of the
handle in relation with the user?

(C) Economics

1. How long will it take ro produce the
container?
How much will it cost to produce it?
How many will be sold?

(D) Material

1. tVhat marerial(s) will be suitable/available for
realisation?

2. What properties should the material(s) used
possess?

3. \fiil the material(s) need any special treatment?
4. rVhat type of finish will be required?

(E) Construction

1. Nfill the construction require any special
skill/equipment?

2. How can it be made sufficiently stable?
3. How can the stand be fixed to rhe body?
4. \Xrhat method will be used for fixing the

handle?
5. Vhat shape should the handle be?
6. How can the cover be fixed onto the body?

SPEC!FICATION

Having considered all these factors and having
decided what to do, a statement is then made
embodying the major conclusions regarding func-
tions, controls, limitations, etc. This statement is
referred to as a design specification. For
example, the container must be:

O able to hold reasonable amounr of rubbish
safely;
O very stable and rigid;
O easy to move about;
O easy to operate by foot (i.e., the lid);
O easy to construct with avallable materials;
O attractive and inexpensive.

Stage 2: Developing and
communicating the design

ideas

This is the second stage of the design process and
it takes the following forms:

Formulation of adeas

Various ideas conceived in the mind as possible
solutions of the problem are presented graphi-
cally in three-dimensional sketches. It is important
at this stage to generate more than one solution.

2.

3.
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Each must be an alternative solution of the
problem.

A critical examination is made of each of the
alternative solutions with regard to the
specifications and objectives. The one emerging
as the simplest but tbe best to meet the stated
requirements of the problem is then chosen for
further development into a frnal design or solu-
tion. Sometimes, it will be necessary to make
models or mock-ups to assist in the selection of
the best solution.

Development of the chosen solution

Further consideration is then given to the selected
solution which is developed into a final design.
The development includes making value judge-
ments on the shapes and sizes of the compo-
nents, the appropriate materials to be used in
constructing the parts, the appropriate methods of
loining the parts together, the available facilities
to be used for the construction, and the expertise
required for making the whole product or system.
\With these factors in mind, appropriate modi-
fications are made to the various parts of the
chosen solution. A full set of working drawings
(assembly diagrams, exploded diagrams and
detailed drawings) embodying all the modi-
fications is made and presented as a final design
of the solution to the problem.

stfr . fi:-,lulskln$,'the'final

The solution emerging as the final design must be
constructed or manufactured as a prototype,
preferably, full size and using the materials and
the constru ctional/ manufacturing methods specifi ed
on the working drawing of the design. The
making process consists of three stages: planning
and organising resources; making the product;
testing, modifying and evaluation.

Planning and organising resources

PLANNING

It is often helpful if the manufacturing activities
are planned carefully ahead of time. This will

ensure early completion and avoid unnecessary
delays. The planning may be facilitated if
questions such as these are asked and acted
upon.

1. What will be the appropriate order in which
to make the various parts?

2. Vhat are the main steps (procedures) involved
in the making of each component part?

3. \7ill any special template, jig, tools or equip-
ment be required to carry out any of the oper-
ations?

4. Vhat kinds of skills and knowledge will be
needed to perform each particular operation
successfully?

5. Do I have the competence and confidence to
work with a particular machine or equipment
allby myselP

6. For which aspect of the work will help or
demonstration be needed from the teacher?

ORGANISING RESOURCES

The next step is to organise the resources and the
following procedure may be used:

1. Obtain all the required materials and prepare
them in readiness. Bring the appropriate ones
to the workshop only when they will be
needed.

2. Get all tools and equipment ready and in good
condition and bring them to the workshop
when they are required.

3. Make arrangements ahead of time to secure
any special tools and equipment that need to
be borrowed.

4. Arrange the tools and the materials properly
on the working bench or area to ensure safe
working conditions.

5. All safety devices and guards on machines
must be put in place before work begins.

Making the product (manufacturing)
\With these advanced preparations and organisa-
tion, you can carry out the various operations
with confidence. Remember to refer to your oper-
ational sequence and as far as possible go by it;
call for help where you are in doubt about the
proper way of performing an operation or using a

tool, equipment or a machine; and observe all
safety regulations.
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Testing, Modifying and Evaluating the
Product

As an example we give a design
by a student. The situation is that
teaching hospital. They generally

The artefact or system which has been made must
be tested and evaluated to ascertain whether or
not it is able to function satisfactorily as stated in
the design brief and the specification. The testing
and the evaluation exercise must be carried out
by the student (designer) himself or herself. The
student should be encouraged to be fair in critic-
ising his or her own work. A written report has to
be prepared on the outcome of the testing and
evaluation. It must include proposals for modi-
fication or improvement. W'here possible, the
student should be encouraged to carry out the
proposed modification or alteration by himself/
herself.

Example

their personal effects, food and medicines lying
littered around their beds. This makes for untidy
and congested wards. The design brief is to
design and realise a suitable unit which can hold
their personal effects, food and medicines and be
close to their beds.

Several points are raised in the analysis. These
include:

1. How many sections should the unit have?
2. How easily can it be moved?
3. What materials can it be made oP
4. Are the materials readily avarlablel
5. What will be the size of the unit?
6. How long will it take to produce?
7. Vhat type of joints will be used?
8. \7i11 construction require any special skills?
9. \fill construction require any special tools and

equipment?

The design specification is shown in Figure
75.2. lnitial ideas are shown in Figure 75.3 and
the final idea is in Figure 15.4.

'W'oodwork technology
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Figure 75.2 Design specification for hospital bedside unit.
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Figure 75.3 lnitial ideas for hospital bedside unit.
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Figure 15.4 The final idea for a hospital bedside unit.
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Pictorial drawing
Pictorial drawing is a method of drawing a solid
object in such a way that three of its faces are
seen at the same time. This method produces a
'picture' view of the object. The common forms of
pictorial views are called isometric, oblique and
perspective. These forms are often used when
you are presenting initial design ideas or possible
solutions of design problems. The final assembly
of a design solution is also presented pictorially,
preferably in perspective.

Isometric drawing is a rype of pictorial
drawing in which the sides of the object lie on
three axes or lines, one of the lines is vertical and
the two others are inclined at 30" to the horizon-
tal. An advantage of this method is that is much
easier to visualise an object from this drawing
than it is to understand the orthographic project-
ions of the same object. See the illustration in
Figure 15.5a.

Figure 75.5 Pictorialviews: (a) isometric,
(b) oblique, (c) perspective.

Oblique proiection is another form of pictor-
ial drawing in which the object or a figure is
drawn such that one of its sides (front view) is
seen at right angle to your eyes and the adjacent
side (side/end view) is inclined at 45" ro rhe hori-
zontal line. In this situation, the front view, the
side view and the top view can be seen at the
same time. The two kinds of oblique projection
are the cavalier (inclined side given full dimen-
sions) and cabinet (inclined side given half
dimensions). The cavalier projection looks dis-
torted in appearance. See the illustration in Figure
15.5b.

Perspective drawing is a type of pictorial
drawing that has two of the adjacent sides of the
object presumed to be converging at opposite
points on a horizontal axis. The lines representing
the sides vanish to a chosen point or pole, while
the vertical lines representing the height, all run
parallel to one another. Perspective views can be
drawn in three positions: on the horizontal axis;
below the horizontal axis and above the horizon-
tal axis. See the illustration in Figure 75.5c.

Freehand sketching

A sketch is a drawing in which the proportions of
size are judged by the eyes and all lines are
drawn freehand; that is, without using any
drawing instruments. The result is not as good as
a scale drawing where you can use instruments.
An H.B. pencil is recommended for sketching. In
freehand sketching, you can use either pictorial
or orthographic projection. Even though the use
of instruments is not allowed, you are still
required to apply all the rules in drawing.

A freehand sketch can be produced far
quicker than scale drawing, and you can
sketch quickly on the spot, the only materi-
als you need are a pencil and paper. It also
enables you to clarlfy an explanation,
convey an instruction or express an idea
quickly: in designinganartefact for example,
the initial ideas are expressed in the form of
sketches. Most objects have outlines com-
posed of straight lines and circular arcs; if
you can sketch these accurately, you are
halfway towards producing good sketches.
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Orthographic proiection

The word 'graphic' means using visual symbols,
letter, Iines and diagrams to enable someone to
have a clear picture in the mind of an object
being described. Orthographic projection means
using symbols and diagrams to communicate
ideas visually in the form of two-dimensional dia-
grams. It is the medium to convey the shape, size,
material, finish, and so on of engineering or
building components. The two systems of ortho-
graphic projection are the l.st angle and 3rd
angle projections. They are used to present views
of engineering and building components. The
views are represented in two-dimensional form
(i.e., the length and breadth/height of the object
is shown). To explain the principles of the 1st and
3rd angle projections, we use the idea of project-
ion planes (Figure 75.6a).

The proiection planes used for orthographic
projection are the horizontal and vertical
planes. They intersect at right angles (i.e., at 90')
forming four quadrants or angles known as 1st,
Znd,3rd and 4th angles.

It is possible to project views of an object in
the 1st and 3rd quadrants (angles) because it is
always possible to see the views projected on to
the vertical plane and the horizontal plane when
the latter is folded down to provide a completely
flat surface (such as a sheet of drawing paper).
The principle of projecting in the 1st quadrant
(angle) is known as Lst angle projection and
the projection in the 3rd quadrant (angle) is
referred to as 3rd angle proiection.

The 2nd and 4th quadrants are not used for
projection because they close up when the hori-
zontal plane is folded down or up. In this case
it is not possible to see distinctly the views

Figure 15.6 Projection planes and boxes: (a) principal projection planes, (b)first angle projection box,
(c)third angle projection box.
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Figure 75.7 Sectional view.

projected on vertical plane and the horizontal
plane. They coincide with one another.

Principles of first angle proiection

\fith the first angle projection, the object is imag-
ined to be suspended inside an opaque box.
(Imagine this box sitting in the first angle, in
figure 15.6a, with its base parallel to the horizon-
tal plane and one of its sides parallel to the verti-
cal plane.) The front and the top of the box are
removed so that you can clearly see the front
view and the top view (plan) of the object
without obstruction. You can see in yor,rr mind
(imagine) the vertical plane behind the object and
the horizontal plane below it.

To obtain the front elevation (view), yoll must

stand directly in front of the box and view the
face of the oblect. It looks as if it has been drawn
on the vertical plane behind it.

The plan (top view) can be obtained when you
stand over the box and look down on the object.
It looks as if it has been drawn on the horizontal
plane below it.

To obtain the left end elevation, you must stand
on the left side of the box and view the left face
of the object at right angles on the right auxiliary
(additional) vertical plane behincl it. Similarly, to
obtain the right end elevation, you must stand on
the right side of the box and view the right face
of the object at right angles on the left auxiliary
vertical plane behind it. The practical way of
drauing these views is illustrated in the diagram
in Figure 15.7.

FRoNT ELEVIITIoN
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Third angle proiection

To obtain the 3rd angle projection, imagine the
obiect sr-rspencled in a transparent projection box
in the lrd angle of Figr-rre 75.6a. The planes now
come between your eyes ancl the object, that is,
the object is always l>ehind transparent screens or
planes and is viewed through them. Thc rclative
positions of the plan and the elevations of the
third angle are different from those of the first
angle.

To obtain the front elevation, stand in front of
the projection box and look at the front face of
the obfect at right angle through the front screen.
Since the view is taken through the screen, the
image is presentecl (drawn) on the same screen.

To obtain the plan, stancl over the box and
view the top face of the object at right angle
through the top screen ancl draw t>n that screen.

To get the left end elevation or view, you mLlst
view the left face of the object through the left
auxiliary vertical screen to obtain the left end ele-
vation. In the same way, the right end elevation is
viewed through the right auxiliary vertical screen
and presented on that screen.

\X/hat yor"r see frorn the front you draw on the
front; what you see from the left, you clraw on
the left side of the front elevation; what you see
from the rigl-rt you draw on the right side of the
front elevation ancl what you see from above you
draw on the top of the front elevation. See the
illustrations of the Jrd angle prolection in Figure
15.6c.

See Figures 15.8 and 15.9 for an explodecl view
and an orthographic pro,ection of the unit
clesigned for the hospital p2rtients as part of the
student project clescribed on page 164.

DxTDtoDIII) Irt D rtr

Figure 75.8 Exploded view of a hospital bedside cabinet.
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Figure 75.9 Orthographic projection for a hospital bedside cabinet.

Sectioning

In technical drawing, sometimes there is a need
to show how an object will appear when it is cut
in a way that exposes some hidden features. For
a example, both the front and end elevations of
an upright hollow cylindrical object (pipe), will
only give a rectangular shape and the thickness
of its walls will not be shown. On the other hand,
if the pipe is sawn through using a hacksaw, the
end elevation will change. The hollow portion in
the pipe will now be visible and the thickness of
the walls where it has been cut through is shown
'sectioned', using hatching lines (parallel lines
drawn at an angle of 45" to the horizontal). The
plane used to indicate the part or parts where it is
imagined to be cut is known as a cutting plane
and its position can be shown on the original
diagram by a straight line. See the line marked
)O( in the illustrations in Figure 75.7. The section

line is normally drawn thicker than the lines
depicting the object itself in the drawing (the
object lines).

Working drawing

A working drawing may consist of various draw-
ings prepared by a designer to illustrate and
explain details of the component parts of an arte-
fact or a system he or she has designed. The
details may include: types of materials and
fittings; shapes and sizes of materials; estimates
for quantity and cost materials and fittings; and
instructions for construction or manufacture.

The drawings must conform to universally
accepted standards and codes that can be under-
stood and interpreted by all the people who will
use them. British Standard Specification, BS 308
should be used. Generally, a working drawing
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172 'Wooclwork technology

consists of two parts: a detailecl working drawing
and assembly working drawing.

The detailed working drawing as the name
implies, is a drawing that shows the details of
every single component part of the artefact/
system. The primary purposes of the detailed
drawing are: to olrtline the shape of the object; to
provide a size description (it inclicates the climen-
sions of the object); to describe the type of mater-
ial(s) to be used for its manufacture; and to
provide any additional inforrnation required for
c()nstructi()n or manufacture.

An assembly drawing illustrates how the indi-
vidr-ral c()mponents fit together to rnake a com-
plete unit. It is drawn orthographically or
pictorially (including an 'exploded isometric' or
perspective view). The main functions are: to
provide description of the shape of the assembled
unit; to identify each comp()nent part of the unit;
to indicate the relatiue position of each compo-
nent part of tl-re unit; to sr-rpply a list ol the parts;
and to act as a s()Llrce of reference information.
See the illr-rstrations in Figr-rre 15.10.

Preparation of a cutting list
A cutting list is a summary of the materials
requirecl to make an artefact or a system. It is
cornpiled by taking the sizes of individual
members from the working drawing. Generally,
the individual members of the various units for
example, carcase, doors, drawers, etc. are
grouped together ancl listed in tabular form uncler
the following heading.s:
mernbers: the namc of tl-re mernber and/or the

corresponcling letter on the working clrawing;
quantity: the number of each rnember required;
length: the length of each rnember required,

stated in millimetres (allow an extra 3 mrn for
horns on stiles);

width: the width of each member reqLlirecl, state
finished sizes in millirnetres;

thickness: the tl-rickness of each rnember. stated
in millimetres, basecl on planed pieces;

material: type of material of each rrer-nber and
remarks regarcling quality, figr-rre, etc.
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Figure 15.11 Example of a cutting list.
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Figure 15.11 shows the cutting list for the
student project described on page 764.

Costing

Costing is a very important factor in any kind of
clesign work. An idea may be acceptable in every
other way but if it is too expensive to tnake or for
someone to buy, then the designer has failed in
his or her task. It is advisable to make sure that
the cost of materials will be acceptable before
making the final choice of solution. It may be
helpful to draw up a chart so that the cost of each
part of the artefact can be seen and a total
worked out. The main cost elements associated
with manufacture of proch,rcts are: cost of mater-
ials; labour costs; production costs; packing and
carriage; overhead expenses and profit.

TI-re cutting list, as well as the materials list,
should be r,rsed in calcr-rlating the cost (making
allowance fr>r waste in timber, plywood, etc.),
r,rsing the current prices of the items. Labour cost
will clepend on the approved rate for wages.
Production cost shor-rld take into account the
preparation of templates and jigs. Overhead
expenses, such as light and power, depreciation
of tools and machines, and rent and rates (appor-
tioned), should be considered.

It shor,rld be noted that costing and estimating
form a very important aspect in any manufactur-
ing enterprise. In a medium-scale furnitllre or
wood working industry, the control of costs
through expenditure budgets falls under three
main sub-headings: fixed costs, those such as

rent and rates, that are not normally affected
during the year by management decisions;
managed costs, those such as salaries, expenses
and product changes, that can be adjusted by
management decisions during the year; variable
costs, those such as materials, factored compo-
nents and packing, that vary with the level of
manufacturing activity.

In large-scale woodworking industry, the cost
of manufactured products are calculated under
the following headings: materials costs; labour
costs; overhead expenses; packing; carriage; sales
expenses; advertising, and net profit.

In a school or college situation, where the
items being produced are mainly class-work or
projects intended to teach skills, it may not be
necessary to consider all these elements when
costing a project work. The only essential element
to take into account is the material cost. If

someone wants to buy an item produced by a

stlldent, the labour cost (time spent on the job)
and the net profit shoulcl be added to the material
cost to obtain tl-re selling price. In a school or
college where there is a prodr-rction unit for
making items for the public, then all the elements
considered in the inclustry may be includecl.

Planning the construction of a
design

Having cleveloped the design and completed the
working clrawing, it is necessary to plan for its
construction. Tl-ris implies giving careful thought
to such items as the amoLlnt and type of materials
and fittings required, their cost, tools requirecl for
its construction, assembling and finishing. In
inclustry, fr-rrther planning is necessary to reduce
labour c()sts ancl co-orclinate hand and machine
techniques for construction, assembling, finishing,
packing and transport. If the clesign is to be
repeated several tirnes, for example, in the produc-
tion of chairs, tables and wardrobes, it may be
necessary to prepare a full size working drawing
on a sheet of ply'wood. This sheet is referred to as

the setting-out or working rod and can be
stored for future use.

Selection of materials

Selection of materials for the realisation of the
design can greatly affect its utility, appearance
and cost. The materials selected should suit the
purpose of the artefact, taking into consideration
size, strength, durability, acceptable in every other
way to meet the aspiration of customers. It is

therefore advisable to make sure that the cost of
materials will be acceptable before making the
final choice of solution. It may be helpful to draw
up a chart so that the cost of each part can be
seen and a total cost worked out.

9 o n flfggli o n_-plcg e s s s s___
A general procedure that can be followed for
most jobs is as follows.

Preparation of pieces

Preparation consists of sawing and planing the
pieces ready for setting out. A study of the design
(working drawing) will determine the amount of
preparation required for each member. Check
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sizes with the cutting list and drawing. The direct-
ion of grain and figure should be noted for
strength and appearance.

Setting out

1. Place identification marks on members and
joints, for example, letters or numbers.

2. Set out positions and shapes of joints. Mark
waste with crosses. Check sizes from scale
drawings or mark directly from the cutting rod
if one was prepared.

3. Mark the positions of grooves, rebates, screw
holes, etc.

4. Set out any shaped pieces and decorative fea-
tures.

5. Mark all squaring and gauging from the face
sides and face edges.

6. Place similar members, such as rails, stiles, legs
and drawer sides, together to mark lengths and
positions of joints.

7. Make sure of the grain direction for shaped
pieces, keeping short grain to a minimum.
Trace curved shapes from a template.

B. Arrange for wide boards, that are liable to cup,
to be set oLlt so that tops and shelves are
always heart side up.

9. Doors and drawers are prepared and set out to
fit the carcase, therefore finish the carcase
assembling before doors and drawers are
made.

Cutting out and shaping

1. Always cut on the waste side of the lines.
2. Cut waste from joints. Cut along the grain first

and saw the shoulders last.
3. Plane grooves and rebates and bore holes for

SCTEWS.

4. Cut shapes and decorative features, such as
chamfers and mouldings.

5. Curved shapes, tapered legs and turned
members are often difficult to hold, hence it is
usual to cut joints, bore holes for dowels, etc.,
before shaping.

6. Make sure identification marks are not cut off.

Assembling

The assembling of large jobs has to be carefully
planned and often consists of four stages.

1. Trial assembly of the members and joints
without glue to see that they fit together prop-
erly and that the whole job is square. Any
adjustment necessary is made at this stage.

2. Clean up all internal surfaces and edges
which cannot be planed after assembling.
Replace locating marks so that they can be
removed later.

3. Sub-assembly is required for such items as
chairs, tables, framed carcases, where it is nec-
essary to glue up one or two units of the job at
a time. For example, glue together the front
legs and back legs of a chair separately, allow-
ing them to dry and then complete the assem-
bly by gluing in the side rails. Clean up the
external faces and edges of the glued-up sub-
units.

4. Final assembly consists of assembling the
various units to complete the job. Many small
articles can be completely assembled after the
trial fitting and cleaning up. When assembling,
make sure all materials and tools are ready so
that the assembly can proceed without delay.
Cramps opened to the right size, mallet,
hammer, nails, screws, dowels, glue, wet and
dry rags, etc., should all be ready at hand.
Follow this procedure:
O apply glue to both surfaces of joints;
O check carcases and frames for squareness
with a diagonal measuring stick;
O sight in all directions for winding (if there is
arty, it r-nay be necessary to correct it by
moving cramps);
O flush off joints and edges and glue on
veneer edging or Iipping if required;
O wash off surplus glue immediately after
assembling.

Fitting doors and drawers

Doors and drawers are constructed and fitted after
the final assembly of the carcase. Fit any hard-
ware, such as door locks and drawer pulls.

Finishing
Prepare the sr.rrfaces and edges by fine sanding
and damping. \X/hen they are dry, sand them
again ready for polishing. The polishing can be
done either by spraying or brushing. Spraying,
however, provides better results.

I CHECK YoUR UNDERSTANDING

O Designing is the process of finding solutions to
human problems, making use of a range of com-
petencies such as creative thinking, written and
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graphic communication, research investigation,
analysis, synthesis and technical skills.
O The main activities of the design process
include: designing, making and evaluation.
O The broad stages in designing comprise:
(a) investigating, clarifying and specifying the

task or problem;
(b) developing and communicating the design

ideas or proposals;
(c) making the final design;
(d) testing, modifying and evaluating the product.
O The three main forms of pictorial drawing are:
isometric, oblique and perspective.
O Orthographic drawing is the process of using
symbols and diagrams to communicate ideas visu-
ally with the aim of conveying the shape, size,
material, finish etc. of an engineering or building
component.
O A working drawing basically consists of two
parts: a detailed working drawing and an assem-
bly working drawing.

REV,SION EXERCISES AND AUESTIONS

Explain the concept of designing.
Make a line diagram to illustrate the design
process. Explain briefly the activities of each
stage.
How would you communicate design ideas to
a client in terms of the proposed ideas and
the final idea?
What are the two main parts of a working
drawing?
Make a sketch of a bench hook to illustrate
the use of both 1st and 3rd angle projections.
Briefly describe the steps to be taken in
assembling (glue) a large piece of work such
as a bookcase.

L
)
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lntroduction
This chapter deals with certain basic information
aimed at l-relping students to be aware of a

number of ways tl-rey could possibly further their
study in other post-school training institr-rtions or
enter into an entrepreneurial role. Tl-re cliscnssion
on occLlpational information will be limitecl to
three areas: post-school training, types of business
enterprises ancl setting up a business.

Post-school training
Generally, entrance into institutions of further or
1'righer eclucation (r-rniversities/polytechnics) is
restricted and competitive; only those with or"rt-

standing results in the final school-leaving exami-
nation are considered. This leaves the majority of
candidates to look elsewhere to continue their
studies. Many countries operate a variety of train-
ing schernes to help those who may not be able
to cnter university and other institt"rtions of higher
education to acquire technical/vocational skills
and attitudes that would assist them in entering
into productive ernployment.

These schemes range from informal craft/voca-
tional apprenticeship training, to formal craft/
vocational training, leacling to the award of recog-
nised certificates, such as the City and Guilds
Certificate or the Royal Society of Arts Certificate
(RSA) or even the General Certificate of Edr"rcation
(GCE). Some of the courses existing in sornc
countries are: Youth Training Scheme (YTS);
Technical Vocational Education Initiative (TVEI);
Business and Technicial Education Cor-rncil
(BTEC); National Vocational Training InstitLlte
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(NVTI); Opportunity Industrialisation Centre
(orc).

The sponsorship of these training schemes is
undertaken by a number of organisations and
institutions from both the pr-rblic ancl the private
sectors and private individurals. Quite often,
governmental rninistries such as the Ministry of
Education, Ministry of Youtl'r and Social Welfare,
the Ministry of Industry and others (according tc>

governl-nent policy in the cor-rntry) may be
responsible for training. Governrnent policy on
post-school training differs fror-r-r coLlntry t()
colrntry and your teacher sl-rould know about the
particr-rlar schemes operlting in yor.rr o\\,n country
as well as the conclitions and requirerrents f<>r

adrnission into thern. Vhcre practicerble, pers()n-
nel from the various organisations ancl institutions
often visit schools to advise the stuclents, espe-
cially those in their final year, ()n their prospects
in tlrese lleas of trrr ining.

Types of enterprises
In every country, citizens need goocls ancl ser-
vices in order to survive. Inclividuals and organ-
isations or enterprises are involved in the
distribr"rtion of the goods and services reqr,rired.

The establishments or enterprises that are
involved in buying and selling and distributing
raw materials, manufactured goods and providing
services belong to one of two sectors: the public
sector or the private sector. Enterprises ancl
organisations that are controlled by government
are called public sector enterprises or organisa-
tions. These are established for the general
benefit of the citizens as a whole. Primarily, profit
is not the motivating factor. In some countries,
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postal services, the health service, the police and
the army are purblic sector instittrtions. Those
enterprises and organisations that are owned and
run by private individuals, whether srnall or large,
are regarded as being within the private sector ol
either industry or commerce. Generally, private
enterprises or businesses are run with the r-rltimate
aim of making profits for the owners.

Enterprises within the public and private sectors
are broadly classified into three groups: industrial
enterprises, trading enterprises and service enter-
prises. The enterprises within the indr-rstrial sector
are mainly c()ncernecl with the production of a

variety of raw materials and processing them into
saleable forms or goods for public consumption.
Organisations in the constrLtction sector are indus-
trial enterprises.

Trading enterprises are a range of enterprises
in tl-re business of burying and selling raw mater-
ials, components ancl varior,rs kincls of products
made by the indr-rstrial enterprises. The enterprises
engaged in this operation inch-rde: small one-
person shops; supermarkets; departrnental stores;
hypermarkets and wholesalers (middlen-ren).

Service enterprises are solely concerned witl't
providing some form of service to other enter-
prises or indivicluals. The main categories of
service enterprises are: warehousing; transport;
maintenance and repair; banking and finance;
insurance; accountancy; accommodation and
catering.

A small-scale enterprise (sole proprietor), as

the name implies, is an enterprise or business that
is usually relatively small and owned and
managed by one person. The range of activities
may include: trading - both wholesaling and
retailing; small-scale manufacturing; small-scale
fishing; small-scale farming; metalwork and
woodwork crafts; motor mechanics; electricians;
radio/tv engineering; painters and decorators;
estate agents; insurance agents; restaurants; guest
houses and chop bars. The day-to-day running of
a small-scale business is normally carried out by
the owner. Sometimes, they may engage a

manager to run the business on their behalf. It is
also a normal practice for family members to get
involved. Some owners employ non-family
workers as well.

Since few people are engaged in the operation
of such a business, and they are mainly relations,
it is easier for the manager or the owner to know
each worker personally and understand their abil-
ities and shortcomings. Control is therefore easy.
In times of illness or in the absence of a worker,

the owner/manager may perform tl-re work.
Business decisions are taken quickly as the owner
does not usually have to consult with anybody
else. Personal contact with customers or clients
and suppliers is easy. Any profit accruing from
the business is singly managed.

However, there may be n() one who can step
in when the owner is ill. Moreover, the sole-
proprietor may not have the time to carry out all
the necessary managerial functions. Raising
enor-rgh fr"rnds for starting the business or for
expansion later may be a rnajor problern. In
times of loss the sole-proprietor bears the whole
liability.

A partnership is a business in which two or
more people have agreed to set up and rlln an
enterprise together with the intent of making
profits. Qr-rite often, the partners pool together
skills, experience, knowledge, finance or assets or
a combination of ltny two or [IOre of the al>ove
factors. A partner who is not involved in the man-
agement is called a sleeping partner.

It is possible to share the workload and other
responsibilities among the partners. There may
always be somebody to do the work of a member
who is ill or absent for any other reas()n.
Consultation is necessary and decisions must be
taken collectively. In partnerships, there is a pos-
siblity of conflict, particularly when one partner is

not performing his/her work satisfactorily. Such
conflicts can have adverse effects on the opera-
tion of the business.

Setting up a business

This is a complex subject, but for purpose of our
discussion, we shall consider only three factors
which are relevant to the level of our treatment.

rllr11ing _
The first thing to do when an individual or a

group of persons wish to create an enterprise is

to decide the nature of the business and establish
its aims. Is the enterprise going to be involved in
manufacturing a product? If so, what? Is it to be
involved in trading? If so, which goods? 'Will it
provide seruices? If so, what kind of services? Out
of these analyses, the goals or the objectives and
aims of the enterprise will emerge more clearly.

The next considerations are: where will the
premises be? Is there accommodation ready for
use or land to build a store,/workshop for the
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business? \X/ho will form the labour force? Are the
necessary skills available among the workers? Are
there sufficient funds to start the business?

A written statement incorporating all these
objectives and considerations forms the policy of
the enterprise.

Forecasting

Another essential factor that should be taken into
account, once the policy has been drawn up, is to
consider the future, both immediate and long
term. In other words, the effects of future events
on the operation of the business have to be
assessed. For example, what will have to be done
if: the general economy of the country should
change; new political trends arise; the cost of raw
materials or goods rises; new competitors enter
the market?

Market research

It is unwise to enter into the production of goods
that are not in demand. Likewise, it will be unrea-
sonable to go into trading in commodities that do
not have any immediate or future demand. It is
therefore necessary to conduct a market survey to
find out the general demand for the items the
enterprise wishes to produce. The survey should
not be restricted to consumer demands; the
supply situation must also be assessed.

Final decision

Having prepared the objectives and the general
policy, considered the availability of starting
capital, made the necessary forecasts and con-
ducted a market survey, you are now in a posi-
tion to decide whether or not the proposal is
viable and worth pursuing.

I CHECK YoUR UNDERSTANDING

O Enterprises involved in the distribution of
goods and services required by the citizens of
every country comprise two sectors: the public
sector and the private sector.
O The public sector enterprises are those con-
trolled by the government. Their primary aim is to
render services to the citizens as a whole so profit
is not the motivation.
O Private sector enterprises are owned and run
by private individuals. Generally, their ultimate
aim is to make profit.
O Enterprises in both sectors are broadly
grouped into industrial, trading and service
enterprises.
O An enterprise or business owned by one
person is often termed a small-scale enterprise
and the owner is called a sole proprietor.
(D A partnership enterprise is owned by two or
more persons who have agreed to set it up and
run it together.
O The three essential processes to be considered
when setting up a business are: planning, fore-
casting and market research.

REVISION EXERCISES AND OUESTIONS

State the two types of enterprise and explain
the difference between them.
Explain the term 'sole proprietor'.
'srith what areas of business is a trading enter-
prise concerned?
State two advantages and disadvantages each
of a small-scale enterprise.
Vhat is a sleeping partner?

)
3



lntroduction
This chapter is intended to assist the student to
improve his or her competence in the design
process as well as his or her skills in the making
or manufacturing process. The skills to be
acquired in both the design and the making
processes can best be achieved if the student is

personally involved in these activities. The teacher
must therefore ensure that each student is given
equal opportunity to participate in all classwork
and project work. In order that the desired skills
and competencies are acquired, when carrying
out the projects the following procedure should
be used:

1. Analyse the given brief carefully. If possible
carry out further investigation or research to
have a clearer understanding of the problem
(project).
Make pictorial sketches (perspective or iso-
metric) of at least tbree alternative solutions.
Select the simplest solution that best satisfies
the specifications in the brief or project.
Develop it further by considering alternative
shapes, forms, materials, etc. of each compo-
nent part. Add evaluation notes to each
proposal. Indicate the chosen ones by ticking
them.
Make a pictorial assembly drawing, embody-
ing all the chosen parts as the final solution
or design.
Draw exploded views of the final solution
showing how each component part fits to or
relate with all the others.
Draw orthographic views (3rd angle) of the
final solution. Show the overall dimension on
each view.

7.

Prepare a detail drawing of all the component
parts. Add full dimensions to each component
part showing both the overall and detail
dimensions.
Prepare a material or cutting list, including the
estimated cost of each item.
lJ7rite out the procedures that you will adopt
to make or manufacture the artefact.

Examples of proiccts

Three examples are presented here from exercises
undertaken by students at the Advanced
Technical Teachers' College, Kumasi, Ghana.
Suggestions for further projects are given at the
end in the form of proiect briefs.

Example 1

This example shows how a towel drier was
designed by a student after identifying the
problem. The stages covered include:

1. Situation: the need to design and make the
drier has been identified (Figure 77.7).

2. Brief: what is to be designed and made has
been clearly stated (Figure 17.1).

3. Analysis: relevant questions have been posed
to find out more about the problem (Figure
77.2).

4. Research and investigations have then been
carried out.

5. Three initial ideas have then been proposed,
the last of which has been selected and devel-
oped to present a finlal solution (Figures
77 .3, 77 .4, 77 .5).

5. .qn exploded view shows how the compo-
nents relate to each other in assembly. There is

8.

o

10.

2.

3.

4.

5

6.
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an orthographic proiection enabling overall costings have been clone (Figures t7 .9,
dimensions to be added and a detailed 17.10).
drawing to show the parts (Figr,rres 17.6, 77.7, 8. Evaluation: the product meets the design
17.8). brief, which was quite sin-rple.

7. Planning in the form of a cutting list and

SITUATION

AKUA MANSAH'S,'BTAUTY

cA RE sA LooN I AT
NKEN KAAS U - AsHANT I,

HAS A PROBLEM OT
H AN CING AN D DRYTNG

WETTO\,VFLS AFTTR
USE SHE I 5

LO SINGT HFR CUSTOME
WHO COMPLAIN 07

\^/ET TowELS BE,NG USED
ON THEM.

BRIEF
DT3 IqN AN1D I.4AKE A

UN IT \,V{-IICH AKUA

MANgAH CAN U5E TO

HANG TOWELS IO DRY ON

ATTER USE

Figure 17.1 Example 1:situation and brief.
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IIr NAr SoturItlN

Figure 17.5 Example 1:final solution.
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BxIDt0DIII) Irt D rlr

Figure 17.6 Example 1: exploded view.
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Example 2

\0oodwork technology

This example shows how a seating unit with a
built-in notepad support for use in lectures was
designed. The stages covered include:

1. The brief and the design specification
(Figure 17.11,).

2. lnitial ideas: four possible designs are consid-
ered and the reasons for rejection or selection
given (Figure L7.1.2).

3. Development of selected idea: the best
design for each part of the chair is chosen,
with reasons (Figure 17.7r.

4. Final solution (Figure 17.74).

Working drawings are presented. The
exploded view shows how the parts relate to
each other. The orthographic prolection shows
the overall dimensions. The detailed drawing
is clear and thorough (Figures 77.75, 77.75,
17.1D.
Evaluation: the unit is tested and found to be
strong and easily operated, thus meeting the
design specification. The student gives consid-
eration to the aesthetic appearance of the unit
and proposes modifications: in future it should
be upholstered and the legs turned on a lathe.
A costing of these modifications should be
given (Figure 17.18).

5.

6.
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Example 3

'u7oodwork technology

This example shows how a container for drawing
instruments was designed for use in lectures. The
stages covered include:

1. The situation, brief and the design specification
(Figures 77.79, and 17.2O).

2. lnitial ideas: five possible designs are consid-
ered and the reasons for rejection or selection
are given (Figure 17.27).

3. Developfileot: the choice of fittings is shown
in Figure 77.27.

Final solution (Figure 77.22): note how the
proposed unit is portable but lacks a lid.
Cutting list and costings (Figure 77.2r.
Evaluation: (Figure 17.24): a thorough and crit-
ical evaluation is presented. Problems arising
from the available materials and the need for
special skills in making the dovetail joints are
noted. Proposals for modifying the design are
suggested, including attaching a lid and replac-
ing the dovetail joints with pin joinrs.

4.

5

5.
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STTIIATI0N /tND IIttIBII
S ITUATION

. 
DURING DESIGN AND

GMPH rC cdrvtMu N tcATL0N p ER|0DS, DRAWING
INSIRUMENIS ARE SCATIERED ON'THE
TIAtj BECAUSE THERE 15 NO PLACE
TO KEEP THEM.
rnrs cAu srs n LoT oF INCoNVTNIENC,

TO THE sTUDFNT.

BRIIF

DESIqN AND IV1AKE A

UNIT h/HICH CAN BE ATTACHED

IO THE TABLE TEMPORARILY

TO HOLD lHE DRAWINq

,NsTRUYIEI{TS.

Figure 17.19 Example 2: situation and brief.
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Prgiect 1 - Brief

Design and make a container for a set of cutlery
consisting of twelve knives, forks, spoons respect-
ively and two bread knives. It must have a
locking device.

Proiect 2 - Brief

A family of six is unable to have their meals
together due to the lack of a dining unit. Design
and make a dining unit capable of seating all the
members of the family at meal times.

Proiect 3 - Brief

A new waiting room has been built on to the
office of the headmaster of a senior secondary
school. Design and make a set of three single
lounge chairs for the new waiting room. Each
chair must be of the same design.

Proiect 4 - Brief

Design and make a dressing unit for
lady. The unit must be able to contain
metics, jewellery and other essential
items. It must have a mirror that can be
to different angles.

Project 5 - Brief

Design and make a unit to be
room to keep items required for
in your headmaster's bungalow.

Project 6 - Brief

Parents in the rural areas are often called upon
by the school authorities to provide tables and
chairs for their children in the nursery and
primary schools. Design and make a suitable table
and chair that can be used by a child from the
nursery school through to primary six, taking into
account the growth of the child within the period.

a young
her cos-
dressing
pdjusted

used in a dining
meals and drinks
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Chapter L
L To avoid unnecessary accidents and dangers.
2 Wear a well-fitting overall, overcoat or a close

fining apron tied at the back and strong upper
footwear with a thick sole. This is because
loose fitting clothing is likely to get car-rght in
revolving machine parts and a thick sole and
strong upper footwear will protect your feet
fiom injr-rry if an object falls on them.

3 Hold the sharp edge in your hand when you
are giving the tool to someone. Keep your
body, particularly the fingers away from the
clltting Odge, especially when yoLr are paring
witl-r a chisel. The rule is: keep both hands
behind the cutting edge and cut away from
the bocly.

4 Always ensLlre that the necessary guards are
in place and are well fittecl. Alu,ays stancl at a
safe distance away from the machine ancl
never in line with the revolving parts or work
iI yoLr lre ohsen ing an <lperation.

5 Press a clean piece of cloth or cotton wool on
the cr-rt to stop tl-re bleeding. Remove any
foreign bodies from the cut if you can do so
safely. 'S7ipe the cut gently with cotton wool
or a swab soaked in warm, soapy water.
Apply a plaster or bandage.
Report the incident to someone in authority.

6 If you are talking to solneone operating a
r-nachine, he or she is likely to lose concentra-
tion and the chance of an accident is increased.

Chapter 2
L 'G' cramp, for holding the work-piece to the

work-bench. Bench hook, for supporting
work-piece when sawing or chiselling. Bench
stop, for supportinEl a work-piece when
planing a piece of work on the bench. Sash
cramp, for holding parts being assembled
together, especially when gluing.

218

stions

2 Measuring tools, example: rule used for taking
and checking measurements.

Marking out tools, example: marking knife,
used for marking a cut line across shoulders
of joints.

Setting and testing tools, example: is a try-
square that is used for testing squareness of
surfaces or edges of a work-piece.

3 Sketch each tool and indicate the angle
formed between the stock and blade. The try-
square is used for checking an angle of 90o or
marking a line at 90" to a chosen eclge <>r

surface, while a mitre sqLlare is used for
marking and checking an angle of 15".

4 The pin of a marking galrge is like a neeclle
while that of a cutting gauge is gror-rnd and
sharpened flat like a knife. Hence the n-rarking
gaLrge is for marking a line with the grain and
the cutting gauge is for cutting a line across
the grain of a piece of wood.

5 (.a) Sketch the tool and label the following
parts: striking f'ace, for driving home nails;
claw end, for removing nails; handle for
holding the tool.
b) The advantage of the claw hammer over
the \Warrington hammer is that it is used for
both driving in and removing; nails. Very
useful when working on a site project.

6 Impelling tools are those used for forcing
materials into a piece of wood. Example: a
screwdriver used for screwing screws into a
work-piece; a narl punch, used in conjunction
with a hammer for driving a nail head below
the surface of a work; a brace for driving a
drill bit into a piece of wood when making a
hole.

Chapter J
L Bench planes, for planing flat surfaces; cllrve

cutting planes, for producing or planing

stoqu
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curved surfaces and edges; special purpose
planes, for carrying out special operations
such as rebating, grooving etc.; multi-purpose
planes, for carrying out diverse special opera-
tions including tonguing and grooving,
moulding, matching, beading etc.

2 Escapement - the opening in the stock into
which the cutting iron is fixed and through
which the shavings escape.
mouth - the cutting edge of the cutting iron is
set at the mouth;
wedge - holds the cutting iron in position in
the escapement;
cap iron - attached to the blade and breaks
the shavings and make them curl.
body - the main part holding all the other
parts;
button - for striking loose the cutting iron or
for setting.

3 The wooden compass plane has a fixed
curved sole while the sole of the metal type is
adjustable.

4 The fillister plane has a fence, a depth gauge
and a spur, but the rebate plane has none of
these.

5 Sketch the tool in an exploded form; label the
essential parts: the blade and cutting edge; the
tang that fits into the handle; the handle that
receives the tang and is used for holding the
blade; the ferrule, fitted to the handle to
prevent it splining.

6 The rip saw has chisel-like teeth with the front
edge being at 90o to the horizontal line of the
teeth. It is used for sawing along the grain of
a thick board.

7 Triangular file, for shaping sharp corners and
grooves, and for shaping worn out saw teeth.
Round file, for smoothing concave curves and
enlarging holes. Half round file, for smoothing
concave edges and enlarging holes.

8 The particles of abrasive materials imbedded
in the piece can dull the cutting edge of the
cutting iron.

Chiapter 4
1 For efficiency and good quality work.
2 Silicon carbide and aluminium oxide held

together by a bonding agent known as a matrix.
3 Set the tool rest close to the wheel.

Switch on the machine. Hold the cutting tool
at the correct angle on the tool rest against
the revolving wheel. Move the cutting edge
across the wheel. Dip the cutting edge into a
bowl of coolant from time to time.

4 Ensure that the tool rest is set correctly and all
guards are in place. W'ear a pair of goggles
and a pair of gloves.

5 Store the oilstone in a box to protect it. Keep
the surface of the oilstone clean and oiled.

Chapter 5
L A dressed board is a board that has had all

faces and edges planed.
2 Face markings serve as reference or datum

from which measurements and gauging are
taken to ensure accuracy and squareness.

3 Mark a cut line across the work-piece before
you rebate.

4 Common mortise and tenon, used for frame
construction where the pieces meet at a dis-
tance away from the end; haunched mortise
and tenon, used where the pieces meet at the
end; double mortise and tenon, for wide stiles
or frames; long and short shouldered mortise
and tenon, used for rebated panels.

5 Rubbed or butt joint; tongued and groove
joint, tongue joint; rebated joint; dowelled
joint and self-screw joint. The general term for
these joints is widening joints.

6 Top: plain mitre joint, rebated and mitred
joint, and secret dovetail joint. Bottom: lapped
dovetail joint, housing and shouldered joint.
Shelves and partitions: pinning, stopped
housing joints, through housing joint.

Chapter 6
L Roofing nail has dome-shaped head and

either round or square twisted shank. It is

used for roofing.
Flat head nail, may have either round shank
or a square twisted shank. It is used for
packing case and box construction.
Diamond head nail, has a round shank and a

diamond shaped head. It is used for nailing
flooring boards, lining boards, and for
packing case and box construction.
Panel pin has a thin shank and an inverted
cone-shaped head. It is used for fixing
plpvood to frames, cabinet backs, moulding
etc.

2 State the weight required, length, gauge,
type, metal and type of finish.

3 A screw has a stronger holding power than a

nail because the thread on the shank cuts
and buries itself into the fibres of the wood.

4 The diameter of the pilot hole should be the
same as the core diameter so that the thread
of the screw cuts into the fibres of the wood.
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5 Protein adhesives, example: casein glue
Llsed for manufacturing ply.wood, larninated
boards ancl caul veneering.
Synthetic resin adhesives, example: urea
formaldehyde resin glue, used for caul or
cold press veneering, ply.wood and particle
board manufacture.
Contact glue, used for bonding together two
or more dissimilar (different) materials such
as formica, leather, glass, wood, fabric etc.

6 Straight lock, used for doors and drawers
where it is screwed flat on the inside face.
Cr-rt lock, fitted into a recess in the inside
face of a do<tr or a drawer.
Mortise lock, used for large and thicker
doors, where it is fitted into a mortise in the
stile.

7 The spring action catch locks and opens
by sirnply pushing and pr-rlling the door or
lid.
The non-spring acti()n type can lock by
pushing but it reqr.rires a button or knob to
turn the locking device (latch) before it
opens.

8 Bolts may be used for pairs of doors or
window for l-rolding one of the pair in posi-
tion to enable the other pair to be locked.

9 Handles that have long strip with a wide
opening to accommodate the hand.
Knobs, having rouncl or circular shapes.
Pulls, having l-rook or a recess firr the fingers.

L0 Stay is used for sllpporting lids or tops when
opened. A set of castors is fitted to the legs
and bases of furniture for ease of movement.

Chapter 7
1 The saw guard prevents the piece being sawn

from kicking back at the operator.
2 Set the fence to the required distance; set the

saw to the reqr"rired depth of cut; switch on
the motor; holcl the work against the fence
and push it forward against the revolving
blade to cut off the rebate. Adjust the fence tcr

take off the whole width of the rebate.
3 A narrow blade is able to negotiate sharp on

smaller curyes where as a larger blade is used
cut larger cllrves.

4 Mortising, shaping or cutting of mouldings,
routing and .sanding.

5 Always keep yor-rr hands away from the
cutter; always ensure that the spindle nut is
tight; avoid shaping a piece of short length;
ensure that all attachments and guards are in
place and firmly secured.

Face turning, spindle turning, cup chuck
turning, boring.
Spindle sander, used for sanding concave
curves or the edge of the work-piece.
Disk sander for sanding straight edges and
convex curves on the edge of the work-piece.
Belt sanders, used for sanding flat surfaces.

Chapter 8
L The motor housing controls the depth of cut

and the angle of the blade.
2 By the shape of the body and the shape of

the blade.
The regular plane, used for planing longer
surfaces; the block plane, used for planing
shorter surfaces.
Friction clutch, used for clriving home screws.
Flexible unit, used for drilling in restricted
areas and at an angle. Drill stand, for support-
ing the body of the electric drill.
Power hand routers are classified according to
the power of the motor and the diameter of
the cutter shaft.
The capacity to determined by the depth ancl
diameter of tl're shaping tool to be r:sed.

Chapter !
L They are called evergreen because their

leaves remain green through or:t the year.
They have tall, slender trunks ancl narrow
leaves..
Crown, consisting of the leaves that process
the solr-rtion of mineral salt and water into
food for the tree. Trunk, tl-rat supports the
crown and from which logs are obtained.
Roots sLlpport the entire tree and also draw
water and mineral salt from the soil.
A log may be converted into commercial sizes
by through sawing, tangential sawing and
quarter sawing.
Natural and artificial seasoning to produce a
stable workable timber for working.
Wood preservation is the treatment of wood
with chernical solutions to prevent fungus and
insect attack.
Tar-oi1, water-based and organic solvent
preservatives. Preservatives may be applied by
brushing, spraying, hot and cold dipping.

Chapter 10
L They can be obtained in larger sheets, have

uniform strength, are free from sl-rrinkage and
warping, can be easily worked and cut to
size.
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2 This is to prevent warping and ensure
uniform strength.

3 Because the manner by which the strips
forming the core are laid (heart side of con-
secutive strips face in opposite directions)
counteracts warping or curling.
The strips used for forming the core of block-
board are wider than those of laminboard.

4 Toothing plane, for roughing the surface of
ground to provide key for the glue; veneer
hammer, for pressing down the veneer in
order to force out air bubbles and surplus
glue; flat iron, for rnelting the glr-re (animal
gh-re) and squeezing out the surplus; cutting
gauge, for cutting narrow strips of veneer;
taping stick, for pressing a tape into place
when joining veneer edge to edge.

5 Particle boards are classified according to the
manner of ,which the structure (core) is com-
posed. The classes are single layer, three-layer
and extruded layer.

6 Hardboard and softboard. The clifference
between them is that the fibres of a hardboard
are compressed whilst those of the softboard
are not.

Chapter 11

1. Type of timber to be shaped; direction of the
grain; strength required; amount of curvature
required; and type of finish intended.

2 A piece of wood shaped by sawing may have
short grain fibres that tend to break off
whereas the one produced by bending has its
grains following the shape, thereby providing
strength.

I Prepare the surface to be inlaid. Mark out the
portion to be inlaid on the surface. Cut out
the groove or recess. Apply glue to the strip,
press it into the recess carefully and draw a

hammer along it. When set, clean off with a

scraper or a finely by set plane.
4 In relief carving the background of the pattern

is cut away to raise the pattern above the
surface whereas incised carving has the
pattern cut into the surface, i.e. lying below
the surface.

5 Stringings are plain strips of wood of simple
(one) colour whereas bandings are multi-
coloured thin strips of various patterns.

Claaptet 12
L Ferrous metals; cast iron and steel. Non-

ferrous metals; zinc and copper.

Thermoplastics, example cellulose nitrate cel-
luloid and P.V.C. (polyvinyl-chloride).
Thermosets, example bakelite used for electri-
cal plugs, switches and radio cabinet.s; epoxy
resins, used as a base for adhesives.
Cloth type, ribbon type ancl tissue type.
Glass is made by rnixing together s<>da ash,
limestone, sand and cr:llet heating the
mixture in a fr.rrnace at a temperature of
1500'C. It is then drainecl and drawn into
sheet.s.
A leather is obtained from animal skins. The
surface of a leather can be decorated by using
punches or embossed tools.
Linen: strong, good conductor, absorbent.
Cotton: takes dyes well, resists bleaching and
detergents.
'Wool: warmth and comfort. Silk: elastic, fine
appeararice, good conductor of heat.

Chapter L3

Dress the surface (smooth plane); fill all nail
holes and open joints; sand the surface with
glasspaper, working from ror-rgh to smooth;
dust off the surface.
Paint is made up of a pigment, a vehicle, a

thinner and a drier. Oil paints and latex
paints. Oil paints have oil as the vehicle
whereas latex paints have a mixture of water
and resin as the vehicle.
Wood filler may be applied where the timber
used for the furniture has pores or open-grain,
in order to produce a smooth surface.
Polyurethane varnish is very tough, hard,
flexible, resistant to chipping, abrasion, sol-
vents and water.
When lacquer is applied over stained or
painted surface it may peel or lift off.

Chapter 14
1. Latex and plastic foams have good resilience

and are durable. Synthetic foams are cheaper
and less resilient, slow to regain their shape
when compressed.
Jute, plastic, burlap, rafi.a, cane.
Padding is the process of covering springs
with stuffing materials to form a soft, smooth
surface. Examples of padding materials are
rubberised hair, rubber foam, and plastic
foam.
Upholster's tack, webbing tacks, and decora-
tive tacks.

3
4

)
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2 r-SITUATION -+- BRIEF-+-INVESTIGATION---+t
l-urorroroN --<- MAKTNG ---<- soLUTIoN-l

Chapter 15
L Designing is the process of finding a solution

to an identified problem in a given situation
through written and graphic communication.

Through graphic communication: pictorial
projection, sketches and detailed drawing.
The detailed drawing. The main component
parts of an artifact or device are extracted and
drawn in orthographic projection showing all
the essential details that may be required for
the manufacture of the artefact or system. The
assembly drawing is where the views drawn
show all the component parts are fitted
together and give an overall pictures of the
artefact". A sectional view may also be drawn.
Assemble all parts without glue to try their
fitness. Clean up all internal surfaces and
edges. Apply glue to parts to be fitted
together. Assemble and cramp until the glue
SCtS.

Chapter L6
1 Public sector enterprise and private sector

enterprise. A public sector enterprise is owned
and controlled by the Government for the
purpose of serving the needs of the citizens
while a private sector enterprise is owned and
managed by a private individual or a number
of individuals for sole aim of making profit.

2 Sole-proprietor is an individual who owns and
runs a business or enterprise all by himself or
herself.

J Trading enterprises are mostly concerned with
the buying and selling of goods of various
kinds.

4 Advantages: business decisions are taken
quickly; any profit accruing from the business
is singly managed. Disadvantages: raising of
business capital becomes a burden; in times of
loss the sole-owner bears the whole liability.

5 A sleeping partner is a member of a partner-
ship enterprise who is not physically involved
in the management of the enterprise.



Key words and definitions

Accelerator A substance that causes a chemical reaction
to take place more quickly.

Accident An event that occurs unexpectedly and causes
injury or damage.

Angiosperm A botanical name for a deciduous tree
(often called a hardwood).

Artefact An article made by man.

Bleeding Emitting of blood from a cut etc.
Burr Ragged edge produced at the edges of cutting

tools when sharpening.

Carcase A framework of a cupboard or sideboard
without the frttings such as doors, drawers etc.

Catalyst A substance that speeds up a chemical reaction
(without itself changing).

Chamfer A level cut at 45o on the edge of a piece of
timber.

Chlorophyll The green substance in the leaves of a

tfee
Clearance hole A drilled hole slightly larger than the

shank of a screw or bolt.
Clog Become blocked with something.
Compresslon A state of an obiect subjected to two or

more parallel forces pressing upon it from opposite
ends.

Consistency A degree of thickness of a liquid, espe-
cially glue.

Corrvert To saw a log into commercial sizes.
Cross-cuttlng Sawing a piece of timber across the

grain.

Detergent A substance that removes dirt from the
surface of a material.

Dicotyledon A plant that has a seed out of which grow
two leaves at the embryo stage.

Dlluent A substance that makes a liquid or colour
thinner or weaker.

Dressing A process of smoothing off the surface of a

piece of work prior to glasspapering.

Enterprise A business venture.
Escapement An opening in the stock gf'a plane into

which the cutting iron is fitted.
Evergreen A coniferous tree which keeps its leaves

throughout the whole year

Fernrle A brass ring fitted at the end of tool handles to
prevent splitting.

Galvanised Coated with zinc to prevent rusting, e.g.
galvanised plate.

Green timber Freshly sawn timber containing moisture.
Gymnosperm A botanical name for a coniferous tree

called softwood.

Impel To force an obiect into another
Iniury Physical harm to the body.

Kerf The grove made by a saw cllt.
Klcking back A tendency of a piece of timber to be

forced back towards the operator when sawing with the
circular saw.

Lustrous Having a soft, smooth or shining surface.

Matrix A substance used for bonding together abrasive
particles of a grinding wheel.

Matt A surface that is not shiny or glossy but dull.

Paring The process of removing a waste from a piece
of wood with a chisel by hand pushing.

Parenchyma A soft tissue of small, thin-walled cells
that run vertically in the trunk of a pored tree.

Pho.tosynthesls The process by which green plants
conveft carbon dioxide and water into food and give of
oxygen by the effect of sunlight.

Pllot hole An initial hole drilled in a piece of work to
guide a screw or a nail.

Ratchet A mechanism that enables a device to be
turned in one direction only E.g. the ratchet brace.

Ripping Sawing a piece of timber along the grain.

Secrete To produce a substance or liquid as a waste
material or to use in a body.

Shavings Thin layers of wood fibres that are produced
when a piece of timber is planed.

Shrinkage The effect of changes in the weather on a

piece of wood causing it to be come smaller.
Simultaneously Occurring at the same time.
Sleeping Partner A member of a business partnership

who is not involved in the management of the business.
Species A class of plants or animals within a genus.
Spllnter To break off into small, thin, sharp pieces.
Spur A sharp prolecting pin of a marking Sauge or

mortise gauge.
Stagger To arrange objects (e.g. nails, pins, screen) so

that they are not in a line.

223
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Stared fotnt A foint lacking sufficient glue to hold fast Trench A recess cut across rhe grain of a piece of
the pieces. wood.

Swab Apieceof cottonwoolusedforcleaningwounds. Trtmming Cuttingawayexcessmaterialtomake aneat,
smooth-finish.

Tenslon A state of an object subjected to two or more
parallel forces pulling it apart. Varped Becoming twisted or bent.

Trachetds Narrow, tubular cells that run parallel to
the trunk and branches of a non-pored tree.
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appearance 162
constructional methods

162,7734
costs 152

functions 162
materials 162
testing \64
see also design process

ash 177

assembly
hnal I /4
guidelines 774
sub 774
trial 174

assembly drawing 171,
772,779

attachments
carving 1 11

fbr drilling machine 91
grinding 109, 111

mortising 94
potishing 109
for portable hand router

111

for power drill 109-10
for radial arm saw 8G7
routing 95
sanding 95,109
shaping 94

auger bits 12, 73

back-flap hinges 79
back sawing 122,726
back veneers 133
backed saws 25
bakelite 149
ball catch 77
balsa wood 719
band saw 84, 85,86

fixing new blade 86
safety 86,87

bandings 145
barefaced tenon 49
barefaced mortise and tenon

joint 62
bark 118,120
barrel bolt 78
bast 720
batten 123

battenboard 740
baulk 123

beech 777

beetles 729-30
belt sander 105-6,112
hench grinding machine 32

bench holdfast 5,6
bench hook 5,6

benclr plane 14-77, 733,
134

bench shop, safery 7-2
bench stop 54
bench vice 4,5
bending wood 1434
bevel, sliding 7,9
bevel-edged fi rmer chisel

23,24,47
bevelling 42

r:ircular saw 84
radial arm saw U8

bits
aLrger 12,73
centre 12,73
countersink 12,73
Forstner 12.13
Jennings pattern 12,13
sharpening 35, 171'

bleaches 153
block plane 17

electric 108

blockboard 140
blood albumin glues 74
bloodwood 175
board 123

dressed 40
ends concealed 65
manufactured 13740

bolts 78
boring 100-1
bow saw 2G7
bowing 128
box lock 76
boxwood 177

brace, carpenter's tO, 11

bradawl 12,73
brass 148
bridled joints 60,62
British Standard Specifrcation

(BS 308) 170
bullet head nail 69
bullnose plane 20

burlap 157

lrusiness, setting Lrp 177-8
business forecasts 778
Business and Technician

Education Council 776
butt cl-risel 21

butt hinges 79
butt ioint 50,57, 52

cabinet scraper 28, 734-5
callipers, inside/outside 6,

7,8
cambium layer 11i1, 120
cambric 158

canes 158
Cape beech 116

Cape boxwood 776
carborundum 32, 34,35
carcase 223

construction 524
fastening 69
framed 62, 63
joints for 63. 64, 65
solid 62,64

carpenter's brace 10, 11

carvlng l4o-/
carving attachment 111

case-hardening 128
casein glue 74

cast iron 1,48

castors 78, 79
catalyst 74,149,223
catches 77-8
caul veneering 1,36

cellulose acetate 149

cellulose nitrate celluloid
749

centre bits 12, 13

ceramics 148
chain mortiser 96
chamfering 223

circular saw 84
through/stopPed 42

225
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checks 128
chip breaker 96
chipboard 140
chisels

cutting 102-3
grinding 32-3
paring 23,24
safety 2

scraping 7Ol-2
chisels, rypes

bevel-edged firrner 23,
24,47

butt 24
firmer 23-4
flat square nose 107-2
mortise 23,24
round nose 102
spear point 702
turning 702-3

chlorophyll 178,223
chucks 100
circr.rlar plane 19
circular saw 82, 83

bevelling 84
chamf'ering 84
cross-cutting 84
grooving 84
mitring 84
rebating 84
ripping 82, 83,84
trenching 81

City ancl Guilds Certificate
176

clamps
corner 5,6
veneer 133, 1 34

claw hammer 10
clotl-res, saf'ety 1

coach screw 72
coil springs 158
collapse 128
c<rlour, timber 727
comb joint i1
combination planes 22
combination square 7,9
common dovetail joint 51,

54, 55
common mortise and tenon

joint 62
common tenon 49
compass plane 18, 19
cornpass saw 26,27
compound clr>uble tenon

52
conifer trees 178, 119
construction of artefact 162,

1734
contact glues 75
coping saw 25-6,17
copper 148
copper naphthenate 130
core veneers 132
cored boards, br-rilt-up

13940
corner bridled joint 62

Index

corner clamp 5, 6
corner halving joint 59,60
c<rrner joints 51, 5-1

mitred 60,62
corrlllaated box fastener 77
c()stings 173, 191, 2O7, 215
cotton 151

countersink bits, rose,/snail
12,13

countersunkscrew 13,72
coverings for upholstery

158
cramps,G', 5,6

mitre 5,6
sash 5,6
stw 5,6

creosote 130
cross-band veneers 732
cross-cut saw 24, 25
cross-clrtting 3940, 223

circular saw 84
radial arnt san, 86. 87-8

cross grain 126
weakness 141

cross halving joint 60
cr<;ss-pein hammer lO, 116
crLrstaceans 1-10

cr,rp chuck 100
crrp chuck turning 100
ctrp shake 127,728
cupping 122,728
cut locks 76
cLrtting b()ard 5,6
cutting gauge 8.9, 734. 146
cutting list 172, 190, 215
cLrtting otrt guidelines 174
cutting plane 17O
cutting t()ols 102-3

dado joint 51

danta timber 115, 119
deal 123
death-watch beetle 130
deciduous trees 118-19
decorative processes

145{r
clef'ects,artificial 1.28
oenlm t)/
de.sign brief 16I,761

drawing instrurnent
container 2O9

seating Unit 193
towel drier 1BO

design ideas 162-3, 165
drawing instrument

container 211- 1-l
seating Lrnit 194-202
towel drier 182-6

design process 161
analysis 162, 164, 179,

1U1
evaluarion 161, l8O, 792,

207,208, 216
investigation 161-2

mzrnulacturing 163
planning 163

designspecification 164,
193.210

diagonal grain 126
diamond head nail (t9

dicotyleclons 119,223
dimension saw 82
disc sander 104,172
distorting 122
dome press 143.145
doors, fitting 174
double tenon 62
dovetail cutting, router

771-72
dovetail joints 51, 54, 55,

60
rappeo )), )o, \/
secrer 55, 17

dovetail saws 25
dovetail template 111
dovetailed housing -t{
dovetailerl tee lralving joinr

60
dowellecl joint 51 . 52, 50
dowelling 47
drarverc()nstruction 67
clrawers, fitting 174
drawing instrument container

208-16
tlrawings. pictorirl I(16--1,

179
clressecl board 40
drill

elcctric 109-10
l-rand-powerecl 11

drilling rnachine 93-5
mortisingattachment 94
()perations 91
parts 91
r()Lltel attachment 95
safety 95
sanding attachment 95
shaper attachment 94

dry rot 128
dtrramen 119

earl lock 78
ebony 115
el:rstofibres 151

electric cables 106-7
electric plane, portable

108_9
electric sabre saw, portable

108
electric saw, portable

107-8
elm 177
emery 32
enterprises 223

lndustrlat L / /
public/private sector

775-7
seryices 177
trading 177

environrnental c<>ncerns,
timber 111

epoxy resins 75.119
escutcheon pin 77
European spruce 117
evaluatingdesigns 167,

180, 192, 207,208, 216
evergreentrees 118,223

fabrics 151
face plate 100
face side 40
face turning 100, 1O3
face veneers 133
f'eathers 50, 51
ferrule 23,24,223
fibreboards 140
fibreglass 749-50
fibres, man-made 151
fibres, wood 720
figure in timber 12G7
files 28

safety 29
filler

pasre 154-5
synthetic resin-hased

754_1
fillets 123
fi llister planes, side/sash

20, 21
finislring 153,171
finishing sander 112-13
firmer cl'risel 231
firmer gouge 24
first aicl 1, 3
fittings fbr project 211-13
flakeboarcl 140
flat head nails, rouncl/square

shank 69
flat iron I34
flat sqr.rare nose (facing)

chisel 107-2
flint cloth 29
flint paper 29
flitch 723
flowers, grain 123
flush bolt 78
foam, synthetic 157
fonnica 119
Forstner bits 12, 13
rramlng l()rnts r /, )d

60-2
f fencn (::.tt('h / /
tret saw 26
fungal decay 128-9
furniture beetle 129

'G'cramp 5, 6
galvanised nails 69,223
galvanised steel 148
garnet paper 29
General Certificate of

Education 176
gimlet 12, 13
glass 150



glass fibre reinforced
polyester resin 749

glass paper 29,153
glues

animal 72,74
hlood alhumen 74
casein 74
contact 75
for ply.wood 139
vegetable protein 7+
for veneering 134,135,

136
gluing process 69
gouges 24
grain 126

raising 153
silver grain 723
for veneers L35

green timber 724=5,223
grinding 32-3
grinding attachment 109,

111
grinding machine 32
grindstones 31,32
grooving 434

circular saw 84
radial arm saw 8fl
router 111

growth rings 120
gymnospenns 118

hag tooth plane 27

half-round file 28
half timber 123

halving joints 59,60
hammer veneering 135

hammers 10, 133, 134, 146
hand router, portable

1,70-72
hand saws 24
hand scraper 28,153
hand sharpening 33-6
handles 78
hardener 74,149
hardware fittings 75-a0
hardwoods 117, ll9

structure 1,20

hatching lines 170
haunched mortise 49
haunched mortise and tenon

joint 62
haunched tenon 49
heart check 1.28

heart shakes 127,728
heartwood 779
hickory 717
hinges 78-9
holding and supporting tools

44
hole punch, revolving 150
hollow-chiselmortiser 954
honey-comb checks 728
honing 33
hook and band hinges 79
horizontal belt sander 105

horizontal slot boring
machine 97

housed and shouldered joint
57

housing 44,45,46

India oilstone .34,35
inlaying 1454

tools 146
insect attack 720,129-30
insect infestation treatment

130
inset 746
iroko rimber 116. 130
isometric drawing 166, 772

jack plane 75-16
jigsaw 91

capacity U9-90
care and maintenance 90
parts 90
plunger 89
rocker arm 89
vibrating 89

jointer 76-17
jointing of saws 36
joints

angle joints 51,53, 54,
55, 56,57

for carcase 63, 64, 65
framing 57, 58,60-2
widening 27, 50-1 , 52

jolt head nail 69
jute webbing 157

kerf 24
kerfing 142,143
keyhole saw 26,27
keys, veneer 51

kiln seasoning 725
knobs 78
knots 127-8

labour costs 773
lac insect 155
lacquer 155-6
laminatedblocking 741.,

142
laminates, plastic 149
lamination

thin layers 741, 142
veneers 741,, 142,143

laminboard 740
lapped dovetail ioint 55,

,o.r/
larch 777
latex foams 157,158
latex paints 154
lathe, wood turning 99-103

safety 103
laths 123
leather 150
limoria lignorum 130

linen l5I
link-plate lock 77

live sawing 122
locks 75-7

fitting 77
logs 722
long shouldered mortise and

tenon joint 62
long shouldered tenon 49
longhorn beetle 729-30
loose seat, upholstering

r5940
lost head nail 69

machine shop, safety 2

n-rachine tools 82
magnetic ( atch 11

mahogany 716,779
making process 761
makore timber 115

mallet 10
mansonia timber 115
manufactured boards

137-40
manufacturing 163
marine borers 130
market research 118
marking gauge U,9
marking knife 6, 7
marking out 39
marquetry 146
match planes 27,51
matching panels, for

veneering 136-7
materials selection 162

medulla I l9
medullary rays 727
melamine formaldehyde

resin 74-5
metals 1.48

mitre box 5,6, 42
mitre cramp 5, 6
mitre set 7,9
mitre square 7,9
mitred corner bridled joint

62
mitred corner halving joint

60
mitred joint 57,60
mitring 42,84
moisture content 724,

7254
moisture meter 1254
molluscs 130
mortise chisel 23,24
mortise gauge 8,9, 47
mortise joints, open 62
mortise lock 76
mortise and tenon loints

49, 61,62
mortiser 954
mortising 48, 49
mortisingattachment 94
mortising machine 954
moulding 771,144-5
moulding planes 27

multi-plane 22,23

227

muninga timber 776
muslin 158

nail punch 10, 11,77
nailing process 77
nails 69, 70

holding properties 77
purchasing 77
removing 77

National Vocational Training
lnstltute | /(J

nitrocellulose lacquer 155
nyankom timber 116

oak 177,779
obeche timber 776,719
obliqr,re projection,

cavalier/cabinet 166
odumtimber 176, 179, 130
off-hand grinding machine

32
offset bolt 78
ofram timber 716
oil-based paints 754
oil varnish 7r5
oilstone slips 34, 35
oilstones 33
open mortise joint 62
Opportr,rnity Industrialisation

(.entre I /6
orthographic projection

767-9,179
first angle 167, 168
third angle 167,769
for towel drier 179, 187,

188, 189
oval head screw 72
overhead expenses 173
overlays 146

P.V.A. glues 75
pad saw 26,27
padding 758,759
paints 154
panel gauge 8, 10
panel pin 69
panel saw 2+5
pantograph attachment 111
parenchyma 120, 122, 223
paring chisel 23,24
paring gouge 24
paring tools 23-4,223
particle boards 140
partnerships 177
pentachlorphenol 130
perspectivedrawing 1,66

phenol formaldehyde resin
75

phloem 120
photosynthesis 178,223
pilot hole 71,223
pin-hole borer 775, 776,

729
pines 777
pinning 44,47

Index
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pitch pine 117
pith 179
pits in timber 122
plain mitre joint 57
plane cutting irons

grincling 32-3
hand sharpening 33-{)

planes
bench 14-17,133, 134
block 17,108
circular 19

combination 22
c()mpass 18, 19
cutting 170
electric 108-9
fillister 20,21
match 21.51
rnoulding 2l
nrtrlti-plane 22, 23
multi-purpose 22-3
plough 20-1,43
rebate 1il
roughing 1+15
router 21

shotrlder 20
side rebate 19, 20
smo()thing 17. 146, 153
toothing 135
trying 16-17
universal 22,23, 43

planing machines 9O-3
planing process 16, 4O-7

knots 127
sawdust irritation 115

plank 123
planning

I()rDusrness l//-X
dcsign 163

plastic ioarns 157, 158
plastic webbing 1i7
plastics 748-9
platfbrn.rs 15U-60
plorrgh plane 20-1, 43
plywood 137,139

rr-roisttrre resistant 74, 739
polishingattachment 109
polyester fibrcs 151
polyester resin 149
polymerization 75
polyn'ride fibres 151
polythene 149
polyurethanevarnish 155
polywinyl acetate glues 75
polyvinyl-cl.rloride (I,.V.C.)

749
pores l2O
powcler post beetle 116,

129
power drill, portable

109-10
attachments 109
procedures for using i 10

power hand tools 2, 706-7
preservatives 130
prodr.rction costs 173

proiect examples 179
drawing instnrment

container 20U-16
seating Lrnit 192-207
towel drier 179-91

projections
oblique 766
orthographic 167-9

prong chr.rck 100
pr()tective clothing 2
protein adhesives 72,74
pulls 78
push button cupboard catch

77,78
push-stick 2

quarter panel, veneering
137

quarter sawing 122-3
grain 126
mahogany 116
sapele 116

quartering timber 723

radial arm saw
attachments 8(.-7
bevelling 8u
cross-cutring 86, il7-8
grr>oving Uu

ripping 88
safety BB-9
trenching ti8

radial shake 127,128
raffia 15u
raised head scrcw 72
rasps 28
rays 720,121,122
rebate plane 1B

rebated butt joint 57
rel>atecl joint 51

relrating 43,44,81, 111
recl deal 717
redwood 717
reshaping of saws 36
resin ducts 122
resorcinolfrrrmaldehyde 75
ring slrake 127,128
rip saw 24, 25.36
ripping 21,39,223

circular saw 82, 8.1, 84
radial arm saw Uil

roller mortise catch 77
roofing nails 69
rotary cutting. veneers 732
rougl-ring plane 14-15
round file 28
round head screw 72
round nose chisel 702
round timbers 122
router, portable hand

770-72
dr;vetailcutting 777-12
grooves 1 1 1

rnoulding 111

rebates 111

Index

trenching 111
router attachment 95
roLlter plane 27
Royal Sot'iety of Arts

Certificate 176
rubber webbing 157
rubberised hair 15u
rlrlc ct. /

sabre saw 108
safety

aonestves /4. /t
bancl saw 86. U7
in bench shop 7-2
bleaching 153
drilling machine 95
files 29
grinding 32-3
insect infestation treatment

130
lacquers 156
lathes 103
in machine shop 2

machine tools 82
paring 21
planer 93
p<;wer hand tools 106
radial arm saw Uil-9
synthetic foanr 1i7
in workshop 1

sanders,portable 112-13
sanding attachment 95, 109
sanding machines 103-5
sapele timber 1i6
sapwoocl 720
sash cramp 5, 6
saw cralnp 5. 6
saw file 28,36
sawdust irritation 115
sawing 39,40

back 722,726
live 122
qlrarter 122-3
tangential 722

saws, maintenance
jointing 36
rec<>nditioning 3ffi
reshaping 36
settinta -J7, 38
side dressing 37
topping 36

saws, types
backed 25
bow 26-7
c()mp:lss 26,27
coping 2i-6,47
cross-cut 24. 25
dimension 82
nest of 27-A
pad 26,27
panel 24-5
sabre 10u
tenon 25. 47
veneer 133, 1.14

scantling 123

Scots pine 177
scraper

cabinet 28.134-5
l'rancl 28, 1i3
for inlay 146
sharpening 35

scratch stock 146
screw chuck 100
screwdrivers 70. 1 1, 72

cabinet pattern 10
London pattern 10
Phillips pattern 10

screws 72, 7-3

scribing gouge 24
seasr>ning of tirnber 123-6

air 12i
kiln 125

seating unit proiect
192-207

secrer dovetail ioinr 55,57
sectioning 170
settingolrt 39, 773, 171
setting of saw 37, 38
setting r.rp in business

177-8
shakes 128
shaper (spindte mr>ulcler)

97-9
shaper attachment 94
shaping

lry bending 143-4
guidelines 174
kerf bending 142, 143
by lan.rination 111, 143
by n.roulcling 144-5
tools 141
by wastage 141

sharpening
Lrits 36, 111
saws 36
scrapers 35

slraving board 140
shellac 155
shelves, fixing 66
shooting boards 5,6,42
short shouldered mortise and

tenon ioint 62
short shouldered tenon 49
shoulder plane 20
shouldered h<;using 44
shrinkage of wood 64, 124,

127,223
side dressing of saw .)7, 38
side rebate plane 19, 20
silicon carbide 32, 33
silicone 119
sitk 1i1
silver grain 123
simple [rr-rtt joint 51
single dovetail ioint 51
sinuous springs 158
sitka spruce 117
situation, for design 161,

164, 180
sketching. t'reehend 166



table tops, fixing 63
tacks 158
tangential sawing 722
tape, gummed 735
taping stick 734
technical drawing 170
Technical Vocational

Education Initiative
t76

tee bridled joint 62
tee halving joint 60
tee hinges 79
templates 99
tenon 49,62
tenon saws 25,47
tenoners, dor.rble-/single-encl

97
tension strap 143
teredo navalis 130
te rmites 130
texture, tirnber 126

tlrerrnoplastics 149
thermosettingmaterials 749
througl-r dovetail joint 51,

54,55
throtrgh hor-rsing 44, 46
through m()rtise 49
through mortise ancl tenon

joint 62
till locks 76
timber

conversion 122-3
defects 127-8
deterioration 128-30
environmental issr,res 177

for fuel 18
preservation 130

seasoning 123-4
structure 179-22
surface quality 726-A
working of 727
for veneers 732-3

timber sizes 723

timbers
African 715-77
classified 118-19
European 117
pored/non-pored 717
structure 119-22

roar 74-15
tongued and grooved ioint

21,51, 52
tongued joints 50-1, 52

tongLles 50
tools

caring for 31
safe use 7,2
sharpening 31

toothing plane 135
topping of saws 36
towel clrier project 179-91
tracheicls 121,-2,224
training, p<-rst-school 176
tfee

crown 118
growrh 118
strlrcture 11c1-22

trunk 118
trench 21,224

housing 44,15
trenching 43

circular saw 84
radial arm saw 88
roLrter 1 1 1

triacetate fibres 757
triangular file 28

truevn'oocl 120
try-sqlrare 6,7 , tl-9
trying plane 16-17
turningcl-risels 102-3
turning g()uges 102-3
twin tenon 62
twisting of timber 128

r.rniversal plane 22,23, 43
upholstery 7r7

coverings 158

loose seat 159-60
padding 158
platforms 158-60
tacks 158
webbing 157-8

upholstery nails 69,71
urea forma]dehyde resin

/zt
urea formaldehyde 1.49

vacuum bag 743, 144
vacuum forming 144, 145
varnish 155
vegetable protein glues 74
veneer clamp 733, 134
veneer hammer 133, 134
veneer knives 133, 134
veneer pin 69
veneer saw 733, 134

229

veneers 133
caul method 136
flitch 123
glr.res 734, 135
hammer method 135-6
keys 51
laminating 741. 142, 143
rotary cutting 132
slicing 1.32

rools 133, 134, 135
veneers, types

back 133
core 732
cross-band 132-3
face 133
matcl-ring panel 136-7
quarter panel 137

vessels in wood 120
vices

bench 4,5
saw cramp 5,6

viscose fabrics 151

v,,arping of timbcr 128,224
Varrington hammer 10

washita oilstones 33
water stain 154
wawa timber 116, 119

webbingmaterials 157-B
wet rot l2B-9
whening 33
white deal 717
wiggle nail 71
wing compasses 6,7
wiring for plugs 106-7
wood: see timber
wood turning lathe 99-103,

101
parts 100
safety 103

wool 157
workbench 4
working drawings 170, 772,

173, 2O4, 205,206
working rod 39,173
working of wood 127

workshop 1

yellow pine ll7
yew 117
Youth Training Scheme 776

zinc 148
zinc naphthenate 130

lndex

skills, projects 779
slicing, veneers 132
sliding hevel 7,9
slipstones 34, 35
slot-screw joint 57, 52
smoothing plane 77, 146,

153
softwoods 717, 778, 127
sole proprietors 177
Spanish mahogany 117

Spanish moss 15il
spear point chisel 702
spindle moulder 97-9
spindle sander 7034
spindle tr.rrning 100, 103
splay knot 727-8
splayed eclge 42
spokeshaves 18,19
spring in tir.r.rber 728
spring action catch 77
springheads 69
springs, for upholstery 158

spruccs 1 l-
spLlr centre 100
square file 28
square head screw 72
square tirnber 123
stains 154
star shake 127,128
stays 78, 79
steady rest 100
steel 23,748
steel webbing 157
stinkwood 116
stopped housing 14
stopped mortise 49
straight edge 6,7,733,

134
straight locks 76
strap hinges 79
strike plate 77
stringings 146
strips 723

stub mortise and tenon joint
62

subaha tree 115
surface cupboard catch 77,

78
surform tools 29
swelling of wood 54, L27

sycamore 177
synthetic resin adhesives
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Mocmillcrn's Motivote series hos been o highly successful ond best-selling series for mony yeors.
li hos been creoted in recognitron of the need for procticol, cropropriote crnd up-to-doteiechnicol
cnd vocotiono coTe textbooks. Eoch textbook provides volucrble instr uciion for siudents ond
home-leorners undertoking ihe vcrrious technicol ond vocotionol courses ond progrommes in
secondory crnd lecl..nicol schools, colleges ond other institutions of educotion ond troining. The
series is corrsiructed oround fhe principle thot eoch iitle rnust be relevont to ihe reoder's needs
ond musl provide cr fully comprehensrve study ond understonding of the subiect oreo. Each title
in the series will be of use ond interest to students ond teochers olike, whether olreody proctising
their subject, or studyrng it for the first time. Teochers ond lecturers will find thot the iexts contoin
oll they need for presenting their subjects fully ond effectively.

Eoch text in the series hqs these key feotures:

A weoith of informoiion, providing both theory ond proctice of the subiect moteriol contoined
ir-r course ond syllobus requirements.

A rnodern loyout ond grcrded longuoge for rmproved reodobility ond understonding
Highlighled key concepls, rdecrs, solety poirrts ond oreos of knowledge

Numerous i]lustrotrons, exomples ond exercises

A cieor ond full introduction ond explonotion of eoch topic, setting up o strong understonding
of the sub ject onci ollowing quick progression of knowiedge
Errd of'clropier summories ollowing for selI ossessnrent ond revision, followed by exercises
or-rcl questions

'' 
Full crnswers io ihe questions, oiong with onswering hints

' A conrprehensive list of key *ords wiih concise definitions for revision

Eoch text in th s series hos been written by experis in iheir porticulor fie d with yeors of experience
in teoc[ring crncl presenting the subiect.

Woodwork Technology hos been written for students tokinq woodwor k courses in technicol
schools ond colleges. lt meets the needs of o brood ronge of syllobuses, plocing porticulor
enrphosis on prcrciicol procedures ond sofeiy in the workshop Students oddressing proiect work
will lind rt c portrculorly voiuob e guide, with exomples orrd completed proiects ond suggestions
for f ur ther proctice.

Titles in the MOTIVATE series
Bu lding Construction: Principles ond Proctices
Business Monogerrent Studies NEW EDITICN
Compuier Studies ond lnformotion Technology NEW EDITICN
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