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Woodturning Design Project

Interconnections
by Wes Jones

Hollowformwith Multiple Interconnected Cavities

around the outside and a sixth cavity in the center. The
piece was designed so that each cavity breaks into or
intersects with each of the cavities beside it. To make the
design more interesting, each of the five outside cavities
also breaks through to the outside edge or periphery of
the vessel. Careful planning and layout are required to
ensure these intersections are symmetrical and pleasing to
the eye.

MATERIAL
Dry wood was used for this project in order to avoid
having to re-turn the piece (or any of the cavities) after it
had dried and warped. Even though I used dry wood and
turned and sanded the vessel as I went, the workpiece still
had to be mounted and turned from nine different orien-
tations.

A 4" thick by 12" square piece of sugar maple (which is
sometimes called hard rock maple) was chosen for this

have wanted to make a hollowform vessel with multi-
ple interconnected cavities ever since I saw one by
Graeme Priddle about a year ago. The design of the

vessel shown here is my own concept and came to me
one night as I lay in bed before falling asleep. This idea of
multiple interconnected cavities lends itself to many inter-
esting design possibilities. In this article, I will describe how
this vessel is made and leave it to the reader to adapt
these techniques to his or her own design.

Caution: Because this is a multi-axis turning project,
care must be taken to deal with the out-of-balance
workpiece. This is an advanced project and it should only
be attempted by experienced woodturners who have
good tool control and hollowing skills.

DESIGN CHALLENGES
Looking at the schematic diagram (see Diagram A), you
can see that the vessel is designed with five cavities

I
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Wood: dry sugar maple (or other closed-grain hard-
wood) 4" thick x 12" square; two pieces scrap
wood 2" x 6" x 17"; 1/4" diameter dowel (for ball-
shaped sander)

Tools: lathe (a 20" swing is needed for this design);
large 4-jawed chuck (such as Oneway Stronghold
with No. 3 jaws); boring bar system or handheld
hollowing tools; assorted lathe chisels, including
parting tool; bandsaw/circle cutting jig (optional);
drill press with various drill bits and countersink;
Jacobs chuck and Forstner bits; caliper or
micrometer; protractor; 6" dividers and compass;
bevel square; variable-speed reversible portable
drill; flex-shaft tool, micro-motor, or Dremel-type
tool with a small straight burr; cushioned sanding
drum with holder; random orbit sander; Sanding
Glove*; pyrography power supply and burning
pens; Beall Buffing System (optional); foam-
covered vacuum plate (optional)

Sheet metal or wood screws (see article for sizes)
Assorted grits of abrasive paper
2" Velcro abrasive disks (various grits to 400 grit)
Velcro hook material and small sponge rubber ball
(for ball-shaped sander)

Yellow wood glue
Waterlox or finish of choice
Carnauba wax
Cardstock
Rubber bands
Pencil
Respirator mask (if using pyrography)

*Available from The Sanding Glove,
17252 Big Road, Bloxom, VA 23308;

phone: 800-995-9328;
website: www.thesandingglove.com.

Please refer to all manufacturers’ labels for proper
product usage.

SUPPLIES

Using a circle cutting jig, cut the
blank round on the bandsaw.

Fig. 1

This is the bottom of the workpiece
with the circular recess for the chuck
and 3/4" diameter short tenon.

Turn the upper surface
into a dome shape.

Fig. 2 Fig. 3

project. This material has close grain and cuts nicely
without excessive tearout. The kiln-dried block of wood
selected should have straight grain and no defects, such
as knots or checks.

INITIAL TRUE-UP
Using my homemade circle cutter, the blank was cut
round on the bandsaw (see Fig. 1). The round blank was
then set up between centers on the lathe with the upper
surface facing the headstock. Note that the wood is
oriented cross-grain or side-grain. The bottom surface was
trued-up and flattened. It must be flat or slightly concave
so that it can be mounted securely in subsequent steps. A
short 3/4" diameter tenon was formed on the bottom so
that it could be used later for registration. It will fit into a
drilled 3/4" diameter hole, so I measured the diameter of
the tenon carefully with calipers. Also at this time, a part-
ing tool was used to make a circular recess in the bottom
surface to allow the workpiece to be held in my large
chuck (see Fig. 2).

TURN AND SAND UPPER SURFACE
The piece was reversed and mounted in the chuck so that
the upper surface could be more easily turned into a
dome shape. The tailstock was moved into position and
used to prevent vibration and give additional support to
the blank as it was being shaped (see Fig. 3). Then the
edge or periphery was trued-up and blended with the
dome. The entire upper surface and edge were power-
sanded at this point, before any cavities were cut. I sanded
through the grits to 400 grit, finishing with a random orbit
sander to remove any swirl marks (see Fig. 4).

LAYOUT
Dividers were used to “walk” around the periphery (out-
side diameter) of the blank. After a little trial-and-error
adjustment of the dividers, I could walk the dividers exactly
five times around and return to the starting position. This
gave me five points, equidistant around the periphery of
the blank (see Fig. 5). Note that the distance between the
five points is not one-fifth of the circumference, because
the dividers measure a straight line chord and do not
follow the periphery. Radial lines were then drawn from
the center to each of these five equidistant points to
divide the piece into five pie-shaped segments. I used a
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Power-sand the upper surface
and outer edge to 400 grit.

Fig. 4

Lay out the five segments
with dividers.

Use a plywood platform in the banjo
to draw pencil lines from the center to
the five marks on the outer edge.

Fig. 5 Fig. 6

Use a compass to find the center of
the first outer cavity equidistant from
the segment lines and located on
the circular line drawn previously.

Fig. 7

Use a protractor on the center of the
first outer cavity to determine the

angle at which it should be hollowed.

Two pieces of 2" x 6" x 17" pine are
glued together with yellow glue to
make a thick mounting bolster.

Fig. 8 Fig. 9

plywood platform in the tool rest with the height set so that
a pencil laying on the platform would draw exactly at the
center of rotation (see Fig. 6).

A cavity wil l be hollowed in each of these five
segments. A circular pencil line with a radius of 3-3/4" from
the center of the workpiece was also drawn on the upper
surface. This circular line will pass through the centers of
the outer cavities and be used to lay out their proper
positions. The center of the first cavity was determined on
the circular line by measuring equidistant with a compass
from the segment lines (see Fig. 7).

ANGLE BOLSTER
As I was laying out the design, I decided that the interior
labyrinth space would be more visually pleasing if the five
outside cavities were made at a slight angle to the center-
line of the vessel (see Diagram B). To hollow these cavities
at an angle, I used an angular wooden bolster to tilt the
workpiece and hold it off-center while it was being
hollowed. After some experimentation with a protractor
(see Fig. 8), I determined that my angle bolster should be
made at an angle of 15°.

CONSTRUCT THE BOLSTER
The bolster was made with two pieces of scrap wood (2" x

6" x 17" pine) glued together with yellow glue to get
sufficient thickness (see Fig. 9). A bevel square was used to
draw the 15° angle on the edge of the bolster and then
the glued-up bolster was cut at 15° on the bandsaw (see
Fig. 10). A centerline was drawn down the face of the
bolster from one end to the other. Using the scrap 15°
piece of wood (cut off from the bolster) under it to hold
the face of the bolster level, a 3/4" diameter hole was
drilled in the center of the face of the bolster located 6"
from the thin end (see Fig. 11). The 3/4" diameter tenon
previously turned on the blank fits into this drilled hole.

The blank was placed on the bolster with the tenon in
the hole, and I traced the outside edge of the blank
where it lays on the face of the bolster. There were now
two curved lines on the bolster. The bolster was then
moved to the bandsaw to cut the curved line located on
the thin edge, so that the end of the bolster would be flush
with the blank. Caution: Do not cut the curved line located
in the middle of the bolster. The centerline of the bolster
was now extended down across the thin curved end of
the bolster.

ATTACH TO THE BOLSTER
The workpiece must be securely attached to the bolster
with screws. Because the blank is going to be rotating off-
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A bevel square is used to lay
out the 15° angle on the edge
of the angle bolster, which is
then cut on the bandsaw.

Fig. 10

A 3/4" diameter hole is drilled on
the centerline, 6" from the thin edge,
using the scrap 15° piece of wood
to support the angle bolster level.

Using the scrap 15° piece of
wood again, clearance holes for
the screws are drilled 1/2" inside
the two curved lines on the bolster.

Fig. 11 Fig. 12

Turning the bolster over, the
screw holes are countersunk
without propping up the bolster.

Fig. 13

The screws protrude 5/8" through
the angle bolster to properly
hold it to the workpiece.

The segment line across from the first
outer cavity is lined up with the center-
line on the edge of the angle bolster.

Fig. 14

Fig. 15

center, centrifugal force will throw the piece off the lathe if
it is not well secured. I used ten No. 12 wood screws to
attach the workpiece to the bolster. Either wood screws or
sheet metal screws can be used; do not use drywall
screws, however, because they are brittle and break easily. I
laid out clearance holes in the bolster for these screws 1/2"
inside the curved lines on the bolster, so that they would
hold the blank 1/2" from its periphery. The 15° cutoff piece
was used again under the bolster to drill the clearance
holes perpendicular to the face of the bolster (see Fig. 12).
It’s important to drill the holes perpendicular to the face of
the bolster, so that the screws will enter straight into the
blank for maximum holding power.

Since I used flathead screws, I also countersunk the
holes in the angle bolster from the back side without using
the 15° cutoff piece to prop up the bolster (see Fig. 13).
The length of the screws was chosen so that they would
go through the bolster and penetrate the workpiece by
5/8". The protrusion of the screws through the bolster
should be checked to be sure they will penetrate into the
blank properly (see Fig. 14). If necessary, protrusion of the
screws can be adjusted by deepening the depth of the
countersinking in the back side of the bolster. I wanted to
be able to turn the screw holes away when the bottom of
the vessel was turned at the end of the project, so I chose

to go with a large number of screws and a fairly shallow
penetration into the blank.

With the blank on the bolster, I rotated it so that the
pencil mark on the edge of the blank across from the first
cavity center lined up with the centerline mark on the
bolster (see Fig. 15). Ten pilot holes were drilled for the
screws through the holes in the bolster and into the blank. I
found it easier to mark these holes and then drill them with
a hand drill. They can also be drilled on the drill press (see
Fig. 16). The bolster was screwed to the blank (see Fig. 17).

ATTACH FACEPLATE
A heavy-duty, 8" diameter faceplate was used to attach
the bolster and workpiece to the lathe—if I had owned a
6" faceplate, I could have used that. Because of the
weight and out-of-balance issues, I decided that using a
large faceplate would be safer than using a chuck. With
the faceplate on the lathe spindle, I held the bolster and
the attached workpiece against it, brought up the
tailstock, and put the live center point on the first cavity
center (which was marked in the layout section). The
tailstock was tightened to hold everything in place while I
traced the outline of the faceplate on the back side of
the angle bolster (see Fig. 18). Then the assembly was
taken off the lathe and laid facedown on the workbench.



The faceplate was positioned using the two curved lines
just drawn on the bolster and then rotated to get the most
screw holes positioned on the bolster (see Fig. 19). The
faceplate was attached to the bolster with six 1/4" x 1-1/2"
sheet metal screws (see Fig. 20). If I had used a 6" diameter
faceplate, I would have used more screws.

COUNTERBALANCEWEIGHTS
Because the workpiece and bolster rotate off-center, the
completed assembly is out of balance. Even though
I have a heavy lathe that is bolted to a concrete floor, this
project could not be turned slowly enough to keep
vibration down to an acceptable level; therefore, I made
the bolster longer than necessary so that I could attach
counterbalance weights to it. This actually sounds more
difficult than it turned out to be—with the lathe off, I just
added weights to the thick end of the bolster until the
assembly was statically balanced.

The lathe drive belt was loosened so that the spindle
would rotate freely, and a 3" cast iron faceplate was
screwed onto the thick end of the bolster. Turning the
assembly by hand, it was noticeably more in balance.
With rubber bands, I attached a second 3" steel faceplate
to the other side of the thick end of the bolster, opposite
the first counterbalance weight (see Fig. 21). By sliding this

second weight around a little, I was able to determine
where it needed to be to put the assembly in balance.
Then I screwed the second 3” faceplate down. Caution:
Be sure to use enough screws when attaching these
counterbalance weights, so that there is no chance of
them flying loose.

HOLLOW FIRST OUTER CAVITY
The faceplate/bolster/blank assembly was mounted on
the lathe and the center of the first outer cavity was
drilled, using a large Forstner bit in a Jacobs chuck in the
tailstock (see Fig. 22). I used a 2" diameter bit, but the
diameter is not critical—you are just removing excess
material and making a place to begin hollowing in the
cavity. Then using my homemade boring bar rig, the first
cavity was hollowed. Caution: Be sure to stay clear of the
rotating assembly as you work.

As was mentioned earlier, I wanted the outside
cavities to break through to the outside of the vessel; so, I
kept widening the cavity until I had broken through the
periphery with an area about 1-1/2" wide (see Fig. 23). The
cavity was shaped so that the wall thickness under the
dome surface was very thin (more about that later). While
positioned on this cavity, I took the opportunity to sand it
by hand and also used 2" Velcro sanding disks in a power
drill (see Fig. 24).
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Pilot holes are drilled into
the blank with the bolster
lined up on the workpiece.

Fig. 16

The angle bolster is securely
screwed to the workpiece.

The outline of the faceplate is
drawn on the back side of the
angle bolster with the assembly
held in place by the tailstock.

Fig. 17 Fig. 18

The faceplate is rotated slightly
to position the maximum number
of mounting holes on the back
side of the angle bolster.

Fig. 19

The faceplate is screwed to
the back side of the bolster
with six 1/4" x 1-1/2"

hexhead sheet metal screws.

A 3" faceplate is screwed to one side of the
angle bolster. A second faceplate is held with
a rubber band on the other side and moved
around until the assembly is in balance.

Fig. 20 Fig. 21



RELOCATE ON THE BOLSTER
To make the next outer cavity, the workpiece was relocated
on the bolster. First, I had to remove the faceplate,
because it covered up some of the screws holding the
bolster to the blank. (Note: Next time, I will use a 6" face-
plate to avoid this problem.) The screws holding the bolster
to the blank were removed, and the blank was rotated on
the bolster so that another one of the segment lines on the
edge of the blank lined up with the centerline on the
bolster. I chose to hollow the next cavity across the
workpiece from the first to keep the assembly in balance
as much as possible. With the parts lined up, ten new pilot
holes were drilled for the screws and the bolster was
reattached to the blank. Then I reattached the faceplate
to the bolster in the original mounting holes.

HOLLOWREMAINING OUTER CAVITIES
The second outer cavity was drilled, hollowed, and sand-
ed in the same manner as the first. Care should be taken
to make the cavity the same shape as the first one. I
made a template out of cardstock to fit the first cavity
(see Fig. 25). The template can be folded in the middle,
placed in the cavity, and unfolded to see how well it
conforms to the cavity. A little trial and error and trimming
of the folded template with scissors will get it fitting pretty

well. This template is used to make the remaining outer
cavities the same shape as the first one. It is important that
all five cavities break out to the periphery by the same
amount and at the same distance from the bottom
surface. Remember to shape the outer cavities so that the
wall thickness under the dome surface is very thin. Follow
the previous steps to drill, hollow, and sand all five of the
outer cavities. As the workpiece gets lighter, you may
want to remove some of the counterbalance weights to
keep the assembly in balance.

SHAPE EDGES OF OUTER CAVITIES
The reason I wanted to make the cavity wall thickness
very thin under the dome surface was so that I could cut
through the dome surface and connect each of the cavity
openings to its breakout area on the periphery. This would
make the enlarged cavity openings look more organic. I
made another template (surface template) (see Fig. 26)
out of cardstock and traced the outline in pencil on the
surface from each cavity opening down to and including
the breakout on the periphery (see Fig. 27). These new
openings now looked more like a fat peanut shape. The
surface template allowed me to make the openings in all
five of the outer cavities the same shape.
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A large Forstner bit in a Jacobs
chuck is used to drill out the
center of the first outer cavity.

Fig. 22

The cavity is hollowed, widening
carefully until it breaks out to
the outside edge of the vessel.

The cavity is sanded using
various grit 2" Velcro sanding

disks in a power drill.

Fig. 23 Fig. 24

A cardstock template is
made to conform to the

shape of the first outer cavity.

Fig. 25

A surface template is made
from cardstock to connect
the cavity opening with the

breakout area on the periphery.

The surface template is
positioned and traced onto
the surface of the workpiece.

Fig. 26 Fig. 27



A small straight burr in a micro-motor tool was used to
cut the openings and connect the original cavity open-
ings with the breakout areas (see Fig. 28). A Dremel tool
(or flexible shaft machine, such as a Foredom) could also
be used to drive the cutting burr. The edges of the open-
ings were shaped and sanded with a small cushioned
drum sander (see Fig. 29). The finish-sanding of the cavity
opening edges was done by hand, using a Sanding Glove
(see Supplies) and various grits of abrasive paper (see Fig. 30).

HOLLOW THE CENTER CAVITY
I was now finished with the angle bolster and faceplate, so
they were removed. The workpiece was next mounted in
the chuck using the circular recess that was previously cut
in the bottom. The center cavity was predrilled the same
as the outer cavities were. I chose to drill the center cavity
a little deeper, being careful to leave adequate wood in
the bottom of the hollowform. The center cavity was then
hollowed (see Fig. 31), allowing the sides to break out into
the five surrounding outer cavities. Looking in from the
sides, I could see the shape of the cavity intersections (see
Fig. 32). The shape of the center cavity was adjusted so
that the intersections were symmetrical and pleasing to
the eye.

Note: I used various shapes and styles of cutters to hollow
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the cavities. Because the wood is mounted side-grain,
there will necessarily be some tearout as you cut from side-
grain to end-grain as the workpiece rotates. I experimented
with various small cutters and scrapers and with nano-
carbide cup cutters to get the best surface finish in each
cavity (see Figs. 33 and 34).

FINISH-SANDING THE CAVITIES
While the blank was held in the chuck, I did some finish-
sanding on each of the six cavities. A small cushioned
sanding drum was used to shape and round the edges
of the interconnection openings. Finish-sanding the
cavities takes a little time, but the effort will pay off when
the labyrinth of interconnected cavities gets a lot of scruti-
ny.

I also used homemade ball-shaped Velcro sanders in
the cavities. This type of sander can be made using a
small sponge rubber ball and gluing Velcro hook material
to it. Velcro-backed abrasive paper can be cut to wrap
around the spherical sanding arbor. Cut radial slits in the
Velcro abrasive paper and overlap the leaves, keeping in
mind which way the sanding ball will rotate. A 1/4" diameter
dowel was used in the ball to drive it with a power drill (see
Fig. 35). (Note: Another design for a ball-shaped sander is
shown in the Spring 2008 issue of Woodturning Design.)

A small straight burr is used to cut
through the surface of the workpiece
and to connect the original cavity
openings with the breakout areas.

Fig. 28

A small cushioned drum sander
is used to refine the shape of the
openings and sand the edges.

The edges of the cavity openings
are sanded with a Sanding Glove
and various grits of abrasive paper.

Fig. 29 Fig. 30

The center cavity is hollowed,
breaking out into each of
the five outer cavities.

Fig. 31

All the cavity edges and
intersections with adjoining cavities

are shaped and sanded.

A small nano-carbide cup cutter
mounted on a boring bar extension
was used to do much of the hollowing.

Fig. 32 Fig. 33



Woodturning Design June 2011 � 59

TURN THE BOTTOM
The workpiece was reversed on the lathe, holding it
between centers. A foam-covered vacuum plate was
used on the lathe spindle to cushion the upper surface
and the workpiece clamped in place with the tailstock
and live center (see Fig. 36). The screw holes were turned
away on the bottom edge and the bottom was shaped,
removing the circular chuck recess, and the 3/4" diameter
tenon was shaped into a small cone. A gentle curve was
created from the outside edge down to the center of the
piece. A shallow concave depression was turned in the
center so that the piece would sit without rocking on the
table (see Fig. 37). The bottom surface was power-sanded
through 400 grit, finishing up with a random orbit sander to
remove any swirl marks. The workpiece was removed from
the lathe, the small cone cut off, and the center of the
bottom was sanded by hand.

SIGN THE BOTTOM
A pyrography pen was used to sign the bottom of the
piece with my name, serial number, wood species, and
title (see Fig. 38). I sign all my pieces this way; it is perma-
nent and looks professional. And if you sell your work
through galleries, the information helps the gallery identify
the piece and avoid mix-ups. The information is also useful

to the buyer to help him or her remember your name and
the type of wood used.

SURFACE DECORATION
The turning of the hollowform was completed; but before
applying the finish, I wanted to do some decoration on
the upper surface to make it even more interesting and
organic looking. I often incorporate some type of surface
decoration in my pieces, because it adds another dimen-
sion and helps to make them unique. Although these addi-
tional steps can be time consuming, I find the finished
product to be even more satisfying. And after all, isn’t that
why we turn? We have to feed our creative impulses.

I decided to cover the upper sur face with a
pyrographic (woodburned) stippled texture. The surface
decoration was done with the workpiece lying on a bath
towel on the lathe bed. By working on the lathe bed, the
smoke generated by the burning process could be easily
exhausted from my shop by the 20" window fan that is
mounted in the window behind my lathe. Caution:
Anytime a large area is going to be burned, ventilation is
necessary to exhaust the smoke. You should also wear a
good respirator mask, not a dust mask, to protect your
lungs.

A 1/2" diameter circular scraper
mounted on a boring bar

extension was used to smooth
the surface of the cavities.

Fig. 34

Several ball-shaped Velcro
sanders are constructed to sand
the outer and center cavities.

The blank is reversed on a
foam-covered vacuum plate
and held between centers to
turn away the screw holes.

Fig. 35 Fig. 36

The bottom is shaped and a
shallow depression made in the
center, so that the vessel will sit
properly without rocking.

Fig. 37

The vessel is signed with a
pyrography pen on the bottom
with my name, serial number,
wood species, and the title.

The boundaries of the area to be
burned are delineated and a small
area of the design is stippled.

Fig. 38 Fig. 39
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I laid out an area to be textured, flowing around and
staying about 1/4" from the rim of each of the six cavities.
This design was laid out by hand lightly in pencil. A pyro-
graphic stippling pen was used to delineate the bound-
aries of this freeform design. I chose not to make the
boundaries as hard lines with a scalpel burning pen,
because I wanted the transition from the textured area to
the untextured surface to look more organic, similar to a
starfish or other ocean creature. With the burning of the
boundary finished, all that had to be done was to stipple
the rest of the area. I stippled a small area of the design
(see Fig. 39) to get my rhythm and then began to stipple
the rest of the design (see Fig. 40). Over a period of three
days, the entire surface was stippled (see Fig. 41). Here is a
close-up of the stippling detail (see Fig. 42).

It is important not to rush the job when carving or
burning a large area or doing any
sort of extensive surface decoration.
Break up the task into manageable
segments and spread it over several
hours, or even days, if necessary.
Take frequent breaks—stand up,
walk around, and exercise your stiff
muscles. If you don’t, you may pay
the price the next day with muscle
spasms in your back or a crick in
your neck. Also, pay attention that
the surface decoration is uniform
from one area to another. If you
start in one place and work around
the vessel, when you come to the
starting point, the design may not
match your initial work. It’s better to
work a little on one side, then a little
on the opposite side, and then on
the left and a little on the right to
make the design homogeneous and
uniform.

FINISHING THE HOLLOWFORM
The hollowform was given three
coats of hand-rubbed urethane oil
(similar to Waterlox), allowing the
surface to dry completely for several

Here most of the
design has been burned.

Fig. 40

The burning of the
pyrographic design is completed.

Here is a close-up view
of the stippled surface.

Fig. 41 Fig. 42

All ten intersections
should be about this size

All five outside cavities should break
through to the outside by this amount

A different view of the completed vessel is shown.

Fig. 43

Diagram A
View from above the vessel
Mid-level section view showing five cavities around a center cavity.

3.75



Wes Jones

Wes Jones is a retired fiber-
optic apparatus design
engineer and lives in
Lawrenceville, Georgia. He
has been a woodworker
and woodturner throughout
his adult life, and has been
a full-time woodturning
artist for the last thirteen
years.

Wes is a member of the AAW and three local chap-
ters in the Atlanta area. He loves to teach woodturning
and is in demand as a demonstrator for clubs and other
groups. He has been a woodturning instructor for many
years at the John C. Campbell Folk School in North
Carolina and also with the Dogwood Institute in
Alpharetta, Georgia.

Wes prefers faceplate work to spindle work and
specializes in large decorative pieces, such as bowls,
hollowforms, and vases. He is most well known for his
large hollowform creations made from native trees, often
burls with a multitude of voids and bark inclusions. Many
pieces are decorated with carving, pyrography, inlaying,
and coloration. He likes to try out new techniques and is
fond of building his own jigs and fixtures to expand the
design possibilities. His captive boring bar hollowing rig is
a homemade design.

Wes welcomes your questions, comments, and sug-
gestions, and can be reached by e-mail at
wwjones@comcast.net.
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Diagram B
Side-section view through one of the outside cavities, showing

that it is hollowed at a 15° angle to the centerline of the workpiece.

days between coats. The textured area takes longer to
dry, because the finish cannot be put on as thinly (the
finish tends to pool in the textured areas). After the finish
was completely dry, the hollowform was lightly buffed
using the Beall Buffing System. Then it was buffed with
carnauba wax on the nontextured surfaces (see Fig. 43).
The carnauba wax provides protection to the finish when
the piece is handled. The completed vessel measures
3-1/2" high by 11-1/2" in diameter and makes me think of a
seashell or some type of marine organism.

FINAL THOUGHTS
This is probably one of the most involved woodturning
projects I have done. But it was very satisfying to see it
progress from my initial visualization and concept to
completion. It took three to four days to turn, including
making the angle bolster. Then I spent the better part of
three days laying out and burning the pyrographic design.
And finally over a period of two weeks, I finished and
buffed the vessel.

If you don’t want to attempt making a six-cavity vessel
like this one, I suggest designing a small two-cavity hollow-
form that will allow you to develop the technique and
build up your confidence. And to make your first multi-
cavity hollowform simpler, make all the cavities with their
axes perpendicular to the axis of the workpiece. That way
you can forego the angle bolster and mount the work-
piece directly on a faceplate or chuck. Keep in mind that
if the workpiece is out of balance, you must add counter-
weights to turn and hollow safely. So you may need a
straight bolster to offset the workpiece and to have a
place to attach the counterweights. Take the time to think
through the details of your project. If you have any doubts
about the safety of what you are attempting, ask a more
experienced woodturner for advice. Don’t take any
chances.

4"

15°

12"

I hope to see many photos of your vessels with multiple
interconnected cavities here in Woodturning Design in the
future.


