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NOTE

Every effort has been made to ensure that the information in this book
is accurate at the time of writing but inevitably prices, specifications,
and availability of tools will change from time to time. Readers are
therefore urged to contact manufacturers or suppliers for up-to-date
information before ordering tools.

MEASUREMENTS

Throughout the book instances may be found where a metric measurement
has fractionally varying imperial equivalents, usually within /sin either
“way. This is because in each particular case the closest imperial
equivalent has been given.
A mixture of metric and imperial measurements should NEVER be used
— always use either one or the other.
See also detailed metric/imperial conversion charts on page 117.



INTRODUCTION

THERE IS EVERY CHANCE that the end of the 20th century will be looked back -

on as a golden age of furniture-making. At this time, makers are working in the
widest range of idioms imaginable, as they have so much to choose from: the ages
of oak and walnut precede the extraordinary 75 years or so that comprise what we
call the Georgian period; the latter followed by the exuberant Regency style; Arts
& Crafts from Morris to Mackintosh, Shaker from the USA; and of course the 20th
Century itself — a rich palette by any standards.

As today’s craftsmen can draw on such a continuing tradition, their work
develops free of constraint on design. Likewise the diversity of techniques
available to the furniture-maker has never been greater, traditional approaches such
as dovetailing and morticing co-existing with biscuit joints, routed joints and
high-tech adhesives.

Much of this development is driven by technology, not least in the new materials
now offered — what would a Georgian craftsman make of MDF, for example?

It is in the small workshop that the blending of these elements is most noticeable.
Furniture & Cabinetmaking magazine, from which this book is compiled, is
unique in drawing out the experience of individual makers regardless of their style
or approach, and presenting examples of their work in the form of projects. The
result is a fascinating insight into the craft at its current stage of development, and
an invaluable guide for practitioners.

Whatever your taste in furniture design and preference in techniques, the projects
in this book will not only provide a useful source of ideas for furniture, but also
some refreshing and innovative approaches to making it.

Paul Richardson
Managing Editor (Magazines)

INTRODUCTION:



A modified mule

In the first of two parts, Editor Paul Richardson starts work on an updated
version of a classic piece of storage furniture

BELOW: Mule
chest, modified to
give doors rather
than a lift-up lid

OME PIECES of furniture
s stick in my mind, lodging

firmly in the “I must get
round to making one of those”
section of my mental to-do list —
which gets longer every day. One
such piece is the relatively humble
mule chest.

A mule chest is a sophistication
of one of furniture’s most basic
forms; the storage box. The earliest
chests, or coffers, were formed by
joining six planks — front, back,
sides, bottom and top — and though
the planks later became panelled
frames, the basic lidded box
remained the fundamental storage

solution for hundreds of years.

Ultimately the successor to the
box-chest is the chest of drawers,
but along the way came the rather
nicely balanced mule chest — a
box chest sitting on top of a couple
of drawers.

Leaving aside the practicality
of the piece, I find the visual
balance of framed and fielded
panels, above drawers with plate
handles, especially pleasing.

Add another of my favourites,
bracket feet, and some nicely-
figured quarter sawn oak, and a
truly classic piece of English
furniture results.

MAIN ILLUSTRATION BY JAN HALL

“A mule chest is a
sophistication of
one of furniture’s
most basic forms;
the storage box”
Modifications

I’ve been waiting for an opportunity
to make one of these for years, and
then two of my regular clients, Chris
and Mel, made the mistake of telling
me that they wanted a sideboard, but
had no idea what kind.




chest

“You want something like a mule
chest” I said.

The only drawback of the mule
chest is the lift-up lid, making it
unsuitable for display objects on
top and requiring more leaning over
to access the contents than most
people want to be involved with.
The panelled front, however, may
be subverted into doors without
visual clashing, and this allows the
top to be fixed.

I drew two versions of this
piece for the clients to choose
from, one with square-panelled
doors and another featuring the
broken-arch panels shown here.
With a little nudging, they chose
the right one!

Selection
Unless you are very familiar with
this kind of work, make up a full-
size drawing on MDF, or similar,
before starting. It is easier to work
out the relationship of the parts
with a pencil in your hand than
with a saw.

With traditional oak furniture,
the quality of the timber used is of
paramount importance. The heavy

“It is easier to work out the relationship
of the parts with a pencil in your hand

than with a saw”

visual blocks involved must
be broken up by colour, grain
and texture to avoid a sombre,
funereal look.

In this I was the beneficiary of a
happy accident — the timber
supplier failed to deliver when

arranged, and by way of apology
supplied me with their very best
selected quartered oak — T bought
about 8 cu ft of generous 25mm
(lin) thick stuff for this chest,
which allowed for further selection
as I made up the cutting list.
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ABOVE: Shelf is
adjustable, finely
calculated to
accommaodate
bottles below and
glasses above

LEFT: Carcass sub-
assemblies: side
panel is tongue
and grooved with
a loose-fitted
fielded panel;
frame is mortice
and tenoned -
note notch for
side facings



RIGHT: Side panel
biscuited ready
for assembly -
position mid-
panel biscuits
using drawer
divider as guide

There is only one way to get a
cutting list out of waney-edged
English oak while obtaining the best
visual effect for critical components
—and that is to lay out the boards on
the workshop floor and mark out the
parts with wax crayon, nesting them
together to avoid wastage.

At least that’s how I used to do it
when I had a workshop floor to
speak of. Now things are more
cramped [ have to stand all the
boards on their long edges, flipping
through them like a card index. It is
worth spending time on this stage,
though, to avoid the best figure
ending up on internal parts!

Construction

Although this is a classic piece, I
departed from traditional construction
quite severely in places. The carcass
sides and doors have, in place of
mortice and tenons, tongue and
groove joints. This is quite safe in
this instance, as the solid panels add
strength, and the stiles and rails are
very wide, allowing a long joint.
Glue technology is so much more
advanced now tfan in the 18th
century that, provided that the gluing
area is large, mechanical strength is
less important than it once was.
Polyurethane glue, such as Gorilla
Glue or Titebond Polyurethane, was
used throughout and is a good
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performer, which doesn’t leave black
stains on oak.

The panelled sides are held apart
by jointed frames — morticed and
tenoned this time — top and bottom,
with a solid horizontal division
between the drawers and the
cupboard. These three horizontal
carcass members are biscuit-jointed
to the sides, and cut round the
vertical facings which are also
biscuited to the carcass sides.

A drawer divider is biscuited in
place between bottom frame and
fixed shelf.

The back is another mortice and
tenoned frame, this time grooved to
take Joose panels — it extends down
only to the fixed shelf, leaving the
back of the drawer apertures open.

The drawers themselves are as
conventional as they come, hand
dovetailed and so on, and the
bracket feet are made according
to 18th century norms, complete
with glue blocks. To allow the feet
to sit wider than the carcass, a
moulding is planted around the
bottom of the carcass.

The top is slot-screwed to the top
frame from below.

Sides and doors

Cut all parts from the sawn boards,
then plane and thickness to finished
sections.

I'like to achieve a set of sub-
assemblies as soon as possible, so
the first job is to join the boards
needed to make up wide compo-
nents, in this case the panels,
shelves and top. I biscuit these, but
make sure that the biscuits are far
enough away from the ends not to
be revealed when cutting the panel-
raise.

Now the frames for the sides and
doors can be made up. Remember to
add an allowance to the width of
each door’s inner stile for the
closing rebates.

I used a pair of tongue and
groove router cutters made by
The Wealden Tool Co. for the
jointing — they cut a 12mm (}in)
long by 6mm (%in) thick tongue
on the ends of the rails, and a
corresponding groove in the inner
edge of the stiles and rails, which
takes both the rails’ tongues and the
dry-fitted panels.

Don’t even think of using a hand-
held router for this job — a nice flat
router table with a mitre guide is
essential. Cut the tongues first, then

‘the grooves. Leave the upper door

rails square for this operation,
cutting their arches, see panel, last
of all before completing the groove
— carefully! Before changing the
cutter, groove a 150mm (6in) long
piece of scrap.



“Don’t even think of using a hand-held

router for this job — a nice flat router table

with a mitre guide is essential”

Panels

Now for the panel raising. This is
another job for the router table, this
time with a large diameter panel-
raising cutter — this must have a
guide bearing for the shaped work,
although the straight edges are best
fielded against a fence. These
cutters are not safe at high speeds;
only use them in variable speed
routers, set to the slowest speed.

The aim is to produce a raising
with a flat tongue which fits the
groove in the stiles and rails; do
this by gradually increasing the
height of the cutter, checking for fit
with the grooved piece of scrap —
try this all the way round each
panel, as the cut can vary. I find
that two passes at each depth setting
evens it out.

Make each pass across the ends
of the panels first, then along the
long grain, to avoid tearout.

That’s all very well for the square
side panels, but the broken arches of
the door panels need a bit more
work. Leave the panel square, but
cut to width, while you field the
bottom and sides of these — then
complete the broken arch, see panel.

Finish-sand the panels, then glue-
up the doors and side panels. If the
rails’ ends were square before
assembly, it is hard to end up with
an out-of-square panel, but I make
these assemblies a little over-size to
allow for final dimensioning after
they are made up.

The side panels may now be
rebated for the back, and the skirting
board relief — if required — cut.

ABOVE: Finished in the white, and fitted up with

hardware, ready for finishing



“If the rails’ ends were square before assembly, it is hard to
end up with an out-of-square panel”

Frames
Having used a tongue and groove
joint for doors and sides, you might
expect me to use them for the
frames which make up the top,
bottom and back of the carcass.

Wrong! The sections of the
components involved, in relation to
the overall sjze of the frames, are
smaller, making for less gluing area
and greater racking stresses. As a
consequence, good old-fashioned
mortice and tenons are used, which
should please the purists. The inner
edges of the back panel’s frame are
grooved for dry-fitted panels.

Again, I make these a little
oversize and trim after assembly —
note that the back panel is fixed
straight onto the top frame and solid
horizontal member, while it is
rebated into the sides.

Top and bottom frames, and the
solid carcass member which forms

the floor of the cupboard, project in .

front of the carcass sides by the
thickness of the side facings, see
main illustration, and must be
notched to accommodate them. I cut

these notches before assembly, but
if you are feeling your way through
this piece it might be better to glue-
up first and then cut to fit.

Gluing-up

Before gluing-up, though, one more
part must be made up — the drawer
divider. This is made from two
pieces of oak; the main part with
grain running front-to-back, with a
smaller piece to form a muntin rail
biscuited to the front. This is, in
turn, biscuited between the bottom
frame and solid member.

All three horizontal parts should
now be ready for biscuiting to the
sides. Top and bottom are
straightforward corner joints cut
from the biscuit jointer’s fence, the
mid-panel joint for the solid
member is made using the drawer
divider as a guide for the jointer’s
base plate.

Having cut these, glue and cramp
in the following order: first, make
up the drawer divider, bottom frame
and solid member as a sub-
assembly, cramp and allow to dry;

next glue and cramp this and the top
frame between the sides, paying
particular attention to square and the
lining up of front edges.

Once this lot is dry and cleaned
up, cut notches for the side facings
if you haven’t already done so, then
biscuit the facings to the edges of
the sides. If you have a biscuit
cutter for the router, it is possible to
fit a biscuit across the top and
bottom of these, inside the notches.

Clean up

Give everything a good clean up,
planing the various bits that make
up the front of the carcass flush,
and rout a small V-groove along
the join between sides and facings
to tidy it up.

The main structure is now complete,
which seems like a good time to
pause. In the next article we do the
twiddly bits. =

Full measured drawings for
this piece are available free
of charge. See next article
Sor details.

“Good old-fashioned mortice and tenons are used, which
should please the purists”

6 FURNITURE-MAKING PROJECTS



BROKEN ARCHES

Broken-arch panelled doors are a nice feature, but the working
out can be tricky.

The flat inner area of the Felded panel must be topped with
a full half-circle — this means that the outer perimeter of the
panel is less than a full haif-circle, as is the radiused inner edge
of the top rail. Because the panel is grooved into the rail, its
outer radius is greater than the rail’s — | strongly recommend
making a full-size drawing first! -

Working from your drawing, mark out and cut the shape
of the top rails first, finding the centre of the radius as
described below.

Marking out
Working on the back of the panel, draw a centre line, top to
bottom. Dry-assemble a door frame, then measure from the
inner edge of the bottom rail to the inner edge of the shoulder
of the arched top rail. Add twice the length of the tongue to
this measurement to give the distance from the bottom of the
panel to the cut line of the shoulder —mark this dimension (A)
across the full width of the pariel.
Next, starting from the point where this line crosses the
" centre line drawn earlier, measure back towards the bottom, a
distance equal to the length of the tongue plus the width of the
fielding (B).This gives you the centre of the various radii involved.
Now, starting again from the intersection of the shoulder
cut line and the centre line, measure towards the top a
distance equal to the height of the arch of the top rail (C),
and mark.

With its. point
in the radius’s
centre mark, set a
| trammel to the
| arch top mark, and
draw the radius.

Cutting

Cut the square
shoulders, then the
radius — this latter
is best done with a
router guided by a
trammel. Clean up
the internal corner
with a chisel.

Now the
fielding can be .
routed, on the
router table as with
the straight edges
but this time using
the cutter’s guide

=i |
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bearing. Make no mistake about it, this is a bit scary, so use a start
pin, ensure safe guarding — if necessary make a perspex guard fixed
to the table and covering the cutter — and use temporary handles
pinned to the back of each panel to feed the work. Go carefully, in
shallow passes, until the correct depth is reached.

Chisel work
You will notice that the cutter leaves a radiused internal corner
where the internal mitre should be, see photoA — this can only be
completed by the use of chisels.

First define the quirk of the raised, flat part of the panel by
scribing downwards with a wide chisel and paring a flat at the top
of the chamfer, then doing the same for the tongue at | the base of
the chamfer, see photo B.

To be absolutely correct, the intersection of a curved
moulding with a straight one should be a curve, but life’s too -
short for that, franlly, so scribe a straight mitre line, again with a
wide chisel, from corner to corner. Don’t go too deep.

‘Now pare the chamfer of the shoulder, working in towards
the mitre. A wide chisel will do most of this, but a skewed
chisel will help to-. e B ST T
finish off. Complete | Photo D
this side of the mitre
before proceeding, . -
see photo C. ;‘

Finish the job by
paring the arch’s
chamfer, again .
working towards the
mitre, although you .
may find it easier to
make the cuts across
the grain.

This process
sounds worse than it is |
— my carving skills are
pretty feeble, but |
managed to produce
the results shown here
quite quickly, see
photo D.

A MODIFIED MULE CHEST



A modified mule
chest - part two

Editor Paul Richardson completes this traditional piece

N THE FIRST PART of this both a visual break and an extended
l project, see page 2, the main ledge for the feet.

carcass was completed, and the The moulding itself is a cove and
arched-panel doors were prepared. bead — called a ‘classical mould’ by

This leaves what I call the fiddly bits.  router cutter suppliers, though I
wish they wouldn’t. It is mitred at

Base moulding the corners, and while you are

First of the fiddly bits, starting at the welcome to pin, biscuit or otherwise
bottom, are the bracket feet. The fix it on, the gluing area is so large
bracket foot is one of my favourite that I simply glue and clamp it. The

period details — as it is fitted slightly moulding must be flush with the
proud of the carcass it gives the piece  bottom of the carcass.

an appearance of sitting firm and

square on the floor, without looking Bracket feet

as heavy as a solid plinth. Each front foot comprises two
The other nice thing about bracket  shaped parts, mitred together — it is
feet is that they are made from one- best to cut the mitres before the
inch timber, so if using them, a profile. The two parts are glued
whole piece can be made from one together and to the base of the
bought thickness. carcass, then glue blocks are added
Before the feet can be attached, inside the foot and to the carcass. ‘
though, a moulding must be added to ~ Traditionally, Scotch glue was used 1 2 . ABOVE AND
the base of the carcass to provide for this due to its fast grab, meaning » BELOW:! Mule

chest as started
last month




RIGHT: Bracket
feet proud of
carcass partially
supported by cove
and bead face
moulding

BELOW LEFT:
Anatomy of front
bracket foot...

BELOW RIGHT! ...
and the back

that clamps were not needed, and I
still use it unless the glue pot is cold,
in which case I use a fast-setting PVA
such as Franklins’ Wood Moulding
Glue. With either adhesive the parts
are rubbed into position, held briefly
while the glue grabs, then left to dry.

Pin the joint if you feel moved to
do so; any slight openness of the
mitre can be dealt with by lightly
hammering the oak along the join.

The back feet are even easier — one
shaped piece, one plain piece butted
to it, and glue blocks along the inside
of the joins.

“The back feet are
even easier — one
shaped piece, one
plain piece butted
to it,and glue
blocks along the

inside of the joins”

Drawers

Next fiddly bits are the drawers.
The openings are almost ready for
them, but require kickers to be
fitted to the outer runners. These
are prepared to slightly less than
the width of the internal
measurement of the side facings,
and glued in position.

The drawers themselves are the
usual dovetailed affairs; you
should have saved some highly
figured oak for the fronts, and
plain but quartered stuff for the
sides and back.

A MODIFIED MULE CHEST 9



‘With a chest of this kind thin, fine
drawer sides look wrong and are not
called for, so they are finished thick
enough to be grooved for the bottoms.

Cut the fronts just too wide — by a
millimetre, or a full thirty-second of
an inch — to fit in the openings, then
mark out and cut the sides’ dovetails
on the bandsaw. These are then
transferred to the fronts and backs
with a marking knife.

Cut the sockets for the tails
fractionally deeper than the sides’
thickness — more so in the backs — then
glue-up, hammering the pins over to
pinch the dovetails closed.

After cleaning up the sides, the
drawers should be a near-fit. Adjust as
necessary, then fit the bottoms, which
slide into their grooves from the back
and are screwed, through a slot, up into
the drawer back.

Drawer stops can now be fitted; allow
the drawers to sit inside the carcass
front a little, as this will accentuate their
edges — we aren’t making a smooth,
modern piece here, remember, so every
element should be clearly defined.

ABOVE: Drawer
apperture
prepared with
kicker and stop

When all the hardware is fitted satlsfactorlly, off it comes so that the
chest can be polished. ;

The colour of this chest was to match other oak pieces in the
clients’ house; although it was not to be distressed, thankfully. I'd like
to tell you how it was done, but can’t, as due to time pressures the
polishing was carried out by a friend of Technical Edltor Alan,
Goodsell, called Ben, and he won't tell. me'

“When all the hardware is ﬁtted
satisfactorily, off it comes so that the
chest can be polished” = =

I.can understand his reticence, in.a way, as he specialises in period-

style oak furniture that is distressed and frankly, would fool me - it

looks totally convincing.
I can tell you that the colour comes mostly from Van Dyke
crystals,and the actual finish is a top secret beeswax recipe of Ben’s

- own, as is the detail of the rest.of the process.

1 did, however, polish two chairs which | made for the same room,
and achieved a similar appearance with Bollom’s English Brown Oak
grain filler, followed by a grubby French polish made by adding
various ‘spirit stains to garnet. This was cut back with 0000 wire -
wool and finished with button polish, then Liberon Black Blson wax.
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ABOVE:
Traditional
drawer
construction
for a
traditional
chest

ABOVE RIGHT:
As usual,
bottom slides
in from the
back

BELOW?: Shelf is
adjustable,
supported on
brass pegs

Shelf

The chest’s shelf is made from solid
timber and, being adjustable, is not
held flat by the structure. This means
that it must be constructed in such a
way as to allow for dimensional
change due to changes in humidity,
and the simplest method is to fit
breadboard ends, or cleats.

To avoid the ends of the cleats
being seen when the doors are
opened, they are made slightly
narrower than the internal depth of the
side facings.

Make up the main part of the shelf
by biscuiting together boards to
achieve the depth required. When
these are dry, square off the ends and
rout a tongue on each, then rout a
corresponding groove in one edge of
each cleat — I used the same matched
tongue-and-groove cutter set, from the
Wealden Tool Company, for this as I

“With a chest of this kind thin, fine drawer
sides look wrong and are not called for, so
they are finished thick enough to be
grooved for the bottoms”

used to make the door and side panel
joints.

Glue and cramp the cleats, then
trim when dry.

The shelf is supported by small
brass pegs — these fit tightly into
Smm (Hein) holes drilled in the
carcass sides, see photo, which is
where the adjustability comes in. It
is worth making a simple jig to drill
the series of holes required — jig is a
strong word, actually, since all it
consists of is a strip of 6mm (in)
MDF in which as many holes are
drilled as desired — three, in my
case. Place this jig in each corner of
the carcass and drill through the
holes — wear of the jig’s holes isn’t a
problem, as each one is used only
four times and the jig is disposable.

The shelf can sit directly onto
these pegs, but it is neater if a small
recess is routed for each support, see
photo, and it is a good habit to get
into.

Top

Like all of the wide components, the
top is made up of narrower boards
biscuit-jointed together. The top is
critical in terms of appearance,
though, so use two boards if possible
and certainly no more than three.

It would look quite wrong to use
cleats on the top, and even though it
is slot-screwed to the carcass any
deflection from flat will stick out
like a sore thumb, so choose the
most quarter-sawn boards you have —
being oak, they will be the best
looking boards anyway, so it’s no
great hardship.

Position the biscuits carefully, to
avoid them being revealed when the

top is trimmed to size, and take
special care when clamping that the
top is flat — using sash cramps on
alternate faces will help.

Trim the top to size when the
glue is dry (why do we always say
that in these projects — who’s going
to trim something while the glue is
still wet?).

Rout the moulding round the front
and side edges of the top — note that
it is a cove and bead, as with the
base moulding. With furniture of this
period — by which I mean any time
before the 20th century — keep the
variety of mouldings to a bare
minimum, the quickest way to turn a
timeless classic into a tacky repro is
to cover it with fiddly mouldings.

As mentioned above, the top is
slot-screwed to the carcass. In fact,
those screws through the front rail
into the top are not fitted through
slotted holes — they are plain, so that
any shrinkage that occurs will not
reduce the overhang at the front. The
screws at the middle and back are
fitted through slots, allowing
movement at the back only.

Doors

Although the doors were made in part
one of this project, there is still quite a
lot of work to do on them. First they
have to fit the opening, with the
regulation not-very-big gap around
them. They are also rebated together
at the inner edge, and this should be
done first.

The inner stiles should be 10mm
(%in) wider than the outer stiles, and
each door should be Smm (Aein)
wider than half the width of the door
opening: this is because the centre of

A MODIFIED MULE CHEST 11



LEFT: Fit doors
with carcass on a
flat, level surface
to avoid
distortion

“With furniture of
this period — by
which | mean any
time before the
20th century —
keep the variety
of mouldings to a
bare minimum”

Full dimensioned drawings for this project are available free of charge to
readers of F&C. Send a self-addressed A4 envelope bearing stamps to the
value of 60p to: Mule Chest Drawings, Furniture & Cabinetmaking,

GMC Publications Ltd, 86 High Street, Lewes, East Sussex, BN7 I XN.
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ABOVE: Bead to
front of closing
rebate, note
door-stop and
bolt slot

ABOVE RIGHT: Till
lock and key
provide catch and
handile

BELOW: Top
moulding is cove
and bead to
match base
moulding

the pair of doors, when they are
closed together, passes though
the middle of the rebates, giving
Smm (¥sin) extra door width
each side.

So that the doors look balanced,
the door which is rebated on its
inner face has a bead on its outer
face of the same width as the rebate
— 10mm (%in) — so that the centre of
the pair passes through the middle
of the bead. If that doesn’t make
sense — I accept this is a possibility!
—draw it out full-size, and you’ll see
what I mean.

Once the closing rebates and bead
have been done, the doors should be
fitted to the opening as a pair. [
place veneer shims all round, and
when the doors sit firmly in the
opening with the shims in place, it’s
a fit.

While fitting the doors, by the

way, make sure that the carcass
is sitting on a flat, level surface
so that it doesn’t distort. If the floor
isn’t level at the chest’s eventual
destination the feet can be shimmed
until the carcass is square — fit the
doors to an out of square carcass,
though, and when siting the piece to
make the doors work you'll be
shimming to force the carcass into
wind, which is pretty insane.

[ use my bench as a register
surface as it is level, flat and big

enough — and as a bonus find fitting-
up much easier at this working
height.

As T said in part one of this
project, I have wanted to make this
piece for years, and I was pleased
with the result. Not a ground-
breaking piece of furniture design,
but a useful development of a
classic form and one which will find
favour with many people.

That’ll do me. ¥

HARDWARE

After fitting the
brass butt hinges
to the doors, it is
logical to fit the
other hardware.
Always fit up
before the piece is
polished, ignoring
the temptation to
leave it till later:

- I've never seen a
door handle that

looks right on this kind of furniture. The plate handles fitted to the
drawers have a matching drop handle, but they look too fiddly
altogether. Effective catches for a meeting pair of doors are thin on the
ground, too, but luckily both problems can be solved at a stroke by
using a till lock and flush bolts. This allows for a modest wire
escutcheon to be fitted, and the key, left in the lock, functions as an

effective handie.

The flush bolts used. here are, although nicely made themselves,
supplied with a nasty bit of bent sheet brass intended as a door stop
and catching plate for the bolts. Their real destiny is to be ballast for

the workshop bin liner.

Fit the bolts so that they can catch in slots cut into the carcass, see
photo. Stopping the doors can be done in one of a number of ways:
before-assembly a rebate can be cut in the top rail and solid horizontal
member, a strip can be applied top and bottom, or a small stop, like
those used for drawers, can be fitted. | chose the latter.

Martin & Co., |19 Camden Street, Birmingham B3 DJ tel 0121 233

2111 fax 0121 236 0488
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® MARK APPLEGATE
completed his MSc
in Forest Products :
Design and
Manufacture at
Hooke Park College
before becoming a
self-employed
designer-maker.
Mark is currently
building up his list
of clients and
would like to fit
out his own
workshop in the
near future

RIGHT: Although
construction is

straightforward,
subttle d
can transform the
design
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T HE INSPIRATION for this
piece evolved over a period of
time. I had in mind a design
with a simple outline, using striped
American black walnut (Juglans
niger) and some sweet chestnut
(Castanea sativa) top boards that I'd
had for a while. I often get an idea
from the timber itself — either the
grain pattern, colour, shape, or even
a defect, can prove inspirational.

The Japanese element was almost
accidental in that I wanted to create a
sense of space and air in the piece,
and the floating top and uplifting
gave it this kind of form.

As it was an exhibition piece,
rather than a commission, I was free
to design something that I could later
use at home.

Sequence

Most of the work in the table and
cabinet uses traditional mortice and
tenon techniques. All edge joints

A Japanesec

“As it was an exhibition piece, rather
than a commission, | was free to design
something that | could later use at home”

are glued butt joints, the exception
being ply tongues, which were used
on the top.

After allowing the timber to
acclimatise in the workshop I set
about machining to size and
marking out. I tackled the mortice
and tenon joints first. The end
frames are the usual single mortice
and tenons, while the longitudinal
rails have twin tenons which give
greater gluing area on this kind of
section. I cut all of these using the
morticer and table saw. The legs and
rails, which receive the panels, were
grooved using a router. A table saw
could not be used easily for this as
some of the grooves are stopped.

Top and panels

The next step is to prepare all
panels and horizontal surfaces. Care
needs to be taken in proportioning
the strips to match the adjacent
surfaces. All the joints between the
sweet chestnut and American black
walnut are shot with a sharp plane
before gluing. This ensures that the
joint is clearly defined and gap-free
— this is time-consuming but well
worth the effort!

A point to note about panels and
their design is that their width, if
possible, should suit the blade or
bed size of the planer-thicknesser
because, after gluing, they can be
re-surfaced and thicknessed easily.



e i e —

If this is possible, all grain
directions should align correctly. T
mark an arrow on the surfaces
indicating grain direction, as this
can save a lot of time later trying to
plane, scrape and sand break-out or
torn grain.

The top, shelves, and back panel
are too wide for most machines,
and these are flattened by hand.
Using a router and router table, the
panels are then rebated to fit in the
grooves in the legs and rails.

Tenons

Next, the tenons, which receive the
top, are cut — and the wedges are
cut at the same time.

To keep a check on sequence,
especially near gluing-up time, I
often list operations that need
doing. On this job they consist of:
slots for the buttons on the top rail,
drilling of holes on the legs for
adjustable shelf fittings, shaping on
the legs, and sanding.

Glue-up

The ends can then be glued-up,
making sure that they’re kept square
and out of wind. After the glue
has set, the frames of the end
panels can be flushed with a
plane, if necessary, to square up
the mortice shoulders and prepare
for receiving the longitudinal
rails and back panel. Again, the
cabinet needs to be kept true, but
the back panel will help keep the
back square.

If, on gluing-up, the legs rock,
these can be adjusted by moving
the sash cramps slightly to bring
one or two of the legs down.

Once set, the bottom shelf can
be spot-glued in place and the
shelf fitted — probably the most
awkward step in the process.

The shelf is marked around the
legs and cut out, and the front
mitre cut slightly over size. A
trial and error process with a
sharp chisel will ensure a tight fit
on the mitres. The uplift on the
shelf can now be planed, across
the grain first, and finished along
the grain. The shelf is fixed with
buttons in the usual way to allow
for any movement.

A sweet chestnut and

American black walnut
| table and cabinet made
by Mark Applegate

PHOTOGRAPHY BY STEPHEMN HEPWORTH  MAIN ILLUSTRATIONS BY IAN HALL

Gentle uplifting on the
top, mirrored in the shelf
below, helps make the
piece less visually heavy

A JAPANESE CUPBOARD
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“The handles ,
are made
from
American

black walnut, j
mirroring
the angles

featured on |
the front”

Fitting the top method as the shelf, but with a lot
ABOVE: The The top mortices are marked out more planing time.
same American carefully from the tenons, and Once scraped and sanded, the
black walnut the waste removed with a router. top can be glued to the legs. I
features on the The mortice and wedge room find the tone when driving in
back, top sides, are cleaned up with a chisel to wedges is satisfying but, when the
and door panels facilitate a clean joint. The top wedges are decorative, they must

uplift is achieved by the same be knocked in evenly.

A CRITICAL EYE

When a piece of furniture that | have designed and made is finished,

my critical eye inspects it carefully. | assess the design, workmanship,
features, and cost. If the piece holds together and the integrity of the
design is enhanced by theworkmanship and timber, then | deem it to
be a successful project.

My feelings about this piece are that, |f | were to make it again, |
would make some small alterations, but on the whole | am pleased
with it. | would not do the light chamfering around the panels again,
but would just take off the arris, which would enhance the simplicity of
the design.

| always check timber movement — effective drying and

~acclimatisation in the workshop is important. In this case, the top is
held flat by four wedged tenons, which do not normally allow
movement. The top has stayed flat and true and the movement has
been minimal.

In terms of cost, design features can prove expensive — they are
generally worked by hand and so cost more to produce than the
whole of the jointing. Complicated features; say on a batch production,
could be made by using jigs, but on one-off commissions, the time
taleen up in producing jigs can take longer than tackling the feature by
hand. On the other hand, features should not be rushed, because it is
they that will give the piece its integrity — and will also help to sell it! |
have found in the past that a lot of people who view furniture do not
notice the strong, accurate joints, except perhaps the dovetails, but will
notice and'comment on de5|gn features, the timber, and the final stain,
or type of finish!

All these things have to be considered from the outset if a successful
piece is to be achieved. :
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RIGHT: Interior,
showing the top
fixed with
buttons

FAR RIGHT:
Adjustable
middle shelf and
magnetic catches
for the doors

“When a
piece of
furniture
that | have
designed and
| made is
finished, my
critical eye
inspects it
carefully”

A JAPANESE CUPBOARD 17
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Shelf and doors

RIGHT! American The cabinet is now ready to receive

black walnut the shelf and doors. The shelf is a

handles reflecting  simple matter of placing on the

the chamfer detail adjustable brass pegs, and the doors

on the shelf are made in the same way as the
end panels. Generally I make doors
a spot-on fit for the height, which
will require a light touch.on the
plane for fit, but the width, I make
1 to 2mm (¥sin) over-size to ensure
a good fit. Often the meeting stiles
will need adjustment once hung on
the hinges.

The handles are made from

American black walnut, mirroring
the angles featured on the front.
These are morticed into the stiles.

Final finishing
Now the table and cabinet are
scrutinised for any tool marks,
chip outs, or torn grain and
lightly sanded, finishing with a
400 grit paper.

The whole piece has three coats of
pre-catalysed matt cellulose lacquer
and is ready for use! M
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@ JOHN ROYALL
has recently
completed his
final year in
furniture-making
and design at
Shrewsbury
College of Arts
and Technology
under Hugh
Scriven. He is
now taking
commissions

RIGHT: A chair
for flute and
recorder player

BELOW: Turned
stretcher ralls
give support to
back

John Royall designs and

makes a chair for a
musician

HEN A MUSICIAN
friend asked me to
design and make a

chair for her own personal use,
and to incorporate into its design
a representation of her musical
lifestyle, my first thought was
how to come up with a practical
chair, and yet still make it special
to herself.

After many designs and
cardboard models, I arrived at
what I thought could be the
solution — a chair which fulfilled
all the necessary requirements of
stability, rgidity, and comfort, and
yet hinted at musicality (see fig 1).

I envisaged these facets being
expressed in the turned
components, these to suggest
woodwind instruments. My
friend plays flute and recorder,
and I even thought of drilling
holes in the rails to represent
finger holes; however, not
wishing to go over the top, 1
resisted this temptation — for the
time being anyway.

Initially I had thought of using
rosewood (Dalbergia sp) or
blackwood (Acacia melanoxylon)
for the chair as many woodwind

instruments are made from

these two materials, but as the
price of these timbers would
have greatly increased the
cost of the chair’s

construction, I decided ash
(Fraxinus sp) or oak (Quercus
robur) would be an acceptable
second choice, both being readily
available from timber suppliers.
In the end, I settled for ash, not
only for its reasonable price but
also because of its workability
and good laminating possibilities.

Laminated legs

Start with what is by far the
lengthiest part of the project —
making the laminated curved legs.
A curve with a radius of 550mm
(22in) is required on the former,
which is made from several pieces
of 15mm chipboard glued
together to accept the width and

PHOTOGRAPHY BY
TIM ROBERTS

length of the laminates.

First finish one piece to the
exact required shape, for use as a
template. The other pieces are
then cut out on the bandsaw, and
all are glued together, the sawn
pieces being left slightly proud of
the template. Use a spindle
moulder or hand router to finish
the former to the exact curve.

Drill the former at intervals to
accept the cramps, at least 50mm
(2in) in from the curved edge and
approximately 120mm (4%in)
apart, see fig 2. Drilling them too
close together makes tightening
of the cramps difficult, while too
wide a spacing does not give
adequate distribution of pressure.

19



“Cascamite must be mixed to its correct
consistency — something resembling
double cream — otherwise glue failure

could occur”

The laminates can now be cut
out on the bandsaw and finished
to size on the thicknesser,
ensuring that enough waste is
left on the laminates to account
for the considerable cleaning up
required after removing from
the former.

Cutting laminates

My personal method for cutting
laminates is to cut the first piece
from the planed stock on the
bandsaw, and then to re-plane
the sawn surface of the stock
ready to cut the next piece, and
so forth.

When all the laminates are cut,
the sawn faces can be passed
through the thicknesser to achieve
the correct size. Mark the stock
for the edge of the cut laminates
before cutting the components.
The pieces can then be matched
when assembled to ensure the
grain runs the same way.

Glue choice

The type of glue used for
laminating comes down to
personal preference. PVA is fine,
but does not allow a lot of time
and tends to creep.

I nearly always use Cascamite
in this situation, not only for its
stability but also because it leaves
no glue line. A word of warning
though: Cascamite must be mixed
to its correct consistency —
something resembling double
cream — otherwise glue failure
can occur.

Before assembling the legs,
place paper between the job and
the former to avoid unwanted
adhesion. Placing a substantial
piece of wood — birch-faced ply
would be fine — between the

cramps and the laminates helps
to distribute the pressure,
obviating difficult to remove
dents in the work where the
cramps were tightened.

With the glued Jaminates in
position, the cramps can now be
tightened. Start from the centre
of the curve and work towards
the ends, gradually bending the
laminates around the former as
the nuts on the cramps are
tightened, see fig 2.

“Before assembling
the legs, place
paper between the
job and the former
to avoid unwanted
adhesion”

Turning rails

While the laminates are in the
cramps, the three rails can be
turned on the lathe. The front rail
is straightforward enough, but
the timber for the two backrest
rails must be perfectly square at
the outset, the reason being that
these are turned so that a square-
section centre block is left.

This block provides a good
gluing surface for the backrest
fixing. The block can be planed
into a hexagonal section before
assembly.

The front legs, bottom rails
and seat rail are all constructed
using traditional shouldered
mortice and tenon joints, with a
haunched mortice and tenon on
the seat rail.

ABOVE: Full-size
mock-up used at
home to test out
the practical
reality of the
design

LEFT: Design
influence behind
the front
stretcher rail

LEFT: Tage Frid
former for
laminating legs



pSolid back

_.l.aminated arms

Turned tenon &

..Back
i dowelled
into seat

pSlotted

/ bplocks to
allow for
movement

Glue block &

Haunched
# mortice and
! tenon

Blind ‘
mortice
and tenon

Fig |

"% Turned
tenons

BELOW LEFT: Turned front rail complete and two back rails with
square section ready for planing into their hexagonal shape

BELOW RIGHT: Detail of back rail showing finished hexagonal shape
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TOP: Adjustable bevel being used
to establish backrest angle in
relation to turned rails

ABOVE: Cardboard template helps
to finalise exact angle

BELOW: Backrest glued and
clamped into position

22

Marking out is straightforward,
but care is needed in achieving
the curve on the shoulders of the
rear tenon on the bottom rail.
This can be marked directly from
the rod, see panel. After cutting
out the joints, the front legs, front
rail and seat rail can now be
glued and cramped up separately.

Rail positioning

The positioning of the two turned
rails determines the backrest
angle, and so careful working out
is required — plus a confidence in
one’s rod.

It is advisable to make a
simple cardboard backrest which
can then be temporarily fixed
into position to achieve this
important angle.

When sure, the mortices for the
turned rails can be drilled out on
the pillar drill. The legs, bottom
rails and turned rails can now be
glued and cramped to the chair
front section.

I was fortunate in finding a
piece of ash which enabled me to
cut the backrest as one
component. First, cut out the
shape on the bandsaw, and then
finish with a spokeshave and
cabinet scraper.

The backrest can now be glued
to the blocks on the turned rails.

“The front of the
seat is held in
position by three
ash blocks glued to
the seat rail, and
slotted to allow for
any movement”

Seat

The.seat is made from three
pieces of ash, glue-jointed
together to provide the width
prior to cutting out the shape on
a bandsaw. As with the backrest,
finish off the seat shape with a
spokeshave and scraper.

The front of the seat is held in
position by three ash blocks
glued to the seat rail, and
slotted to allow for any
movement, 50mm, 8 gauge
screws being used to fix the seat
to the blocks.

The rear of the seat is fixed to
the backrest by a glue block.
Allow 24 hours for the glue to
bond, and then insert dowels

FURNITURE-MAKING PROJECTS

MODEL, MOCK=UPS AND RODS

1 | generally make several
models of an intended
piece of furniture, usually
at |:5 scale taken from the
design sketches. In my
opinion these give a better
idea of what the finished
piece will look like, and any
technical problems arising
in the making stage are
made far easier to envisage
with a scale model than
with sketches.

A scale drawing is
essential,and | prefer to
construct a rod from this,
using it as a reference for
the making procedure of a
piece of furniture.

To give me the exact
ergonomic and
anthropometric
measurements needed for
this chair, I'decided that a
full-scale mock-up of the
chair was necessary. This
was.made from off-cuts
| and pieces of scrap
screwed and bolted
together — it's always
advisable to construct
mock-ups using screws
and knock-down fittings,
as this makes any
adjustments that are
required far easier to
achieve than for a
glued-up model.

l used the mock-up at
home for a few days, and
this soon told me what
alterations had to be made.

How the design evolved

through the backrest and into
the end-grain of the seat for
added strength.

To achieve this, lift slivers of
wood along the grain with a
chisel, but avoid breaking off
the slivers. Drill into the end-
grain of the seat and glue the
dowels into position.

BELOW: Slotted
blocks and glue
block on backrest
to fix seat




RIGHT:
Construction of
Tage Frid
laminating former

Fig 2

Laminated ®-
chipboard ;

Taped and ®

threaded

hexagonal bar

Nute""
Hardwood block &

At least

=,

for even
~ pressur

The slivers of wood can now be
glued back down. Great care is
required in achieving an acceptable
finish using this method.
Alternatively, the dowels may be
left visible as a decorative feature.

Cleaning up, finishing

I always use the minimum of
sanding in the final cleaning up
stage, as I prefer the finish that is
obtained with a cabinet scraper.
The turned rails may, however,
need some sanding while on the
lathe, and the sharp edges can be
removed from the chair by using

00 grade sandpaper.

Finishing is wide and varied, and
depends upon personal preference.
For this project | wanted to keep
the wood quite light, and so a
single coat of danish oil followed
by two coats of finishing wax
completed the job.

My friend has assured me that she
is pleased with her chair, and uses it
constantly for home music sessions;
so pleased in fact, that I think I
heard her mumbling something
about wanting a musician’s desk to
complement her chair. Now where
did I put that former...? |

@ Threaded
bar

# Notches for
G cramps

“I think-1 heard
her mumbling
something
about wanting
a musician’s
desk to
complement
her chair”

VACUUM FORMING VERSUS BENDING ’

The two most common methods used in the famination of
wood are the more recent vacuum forming, and the traditional

method of bending the laminates around a former with the use”

of cramps.

maintained all round. One of the disadvantages is that any

be seen from the outside.

Vacuum forming is where the glued laminates and the former before the vacuum is created.

are placed together in position in an airtight rubber bag.The air- -
is then removed from the bag, forcing the laminates to conform

to the desired shape. :

The advantage-of this-method is that even pressure is

movement occurring inside the-bag during the process cannot
Everything must, therefore, be in place and unlikely to move

I have had good results using this method on smaller
laminating projects, but in this instance | decided to use the Tage

Frid method of clamping the laminates to the former,

see main text.
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In harmon

PHOTOGRAPHY BY TIM ROBERTS

John Royall
makes a desk

= = “ to go with his
3 musician’s
chair

LEFT: A musical
table to
compliment a
musical chair

HAVE ALWAYS found it

“What | was aiming for was a simple,

satisfying to see two pieces of BELOW: The

furniture that come together and uncomplicated des k’ light enough to be original chair and

table together

complement each other. Many
different pieces can co-exist well i »
enough together, but to produce two moved arou nd a room WIth ease
pieces that visually belong to each
other is a challenge — and very
rewarding when they are successful.
The client who commissioned my
Musician’s Chair, see previous article,
asked me if I could design and make
her a small desk to go with it, and I
readily agreed.

As with the chair, design
sketches and scale models soon
started to accumulate. Some
helped to fill up the waste paper
basket, while others became
possibilities and found their way
onto the shelf in the workshop.

What I was aiming for was a
simple, uncomplicated desk, light
enough to be moved around a
room with ease, yet providing a
substantial writing surface and
storage facility for A3 and A4
musical notation sheets.
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RIGHT: Box joint,
sometimes known
as finger joint,
makes an
attractive feature
of the ash figuring

BELOW: Adapted
Tage Frid former

Design priority

The laminated curve used in the
chair’s construction was a standard
priority design feature from the
outset. The task was to design the
desk’s work surface around the
curved legs. Injtially 1 had
envisaged a single shallow drawer
for the storage area, but I settled for
an open shelf design. When I was
satisfied with the final model, I
started the making procedure.

I still had an ample supply of ash,
fraxinus excelsior, left from the
chair project, and so there was
no need for a trip to the timber
merchant.

The method for producing the
curved legs is the same procedure I
used for the chair, using a former
and Tage Frid clamps, but there is
an adjustment needed, see panel.

Whilst the laminates are
glued and clamped, the back
legs can be cut and planed to size.
For extra strength I decided to use
a double mortise & tenon for
fixing the leg components
together. This is a good joint —
and, with a little time and
trouble in the making, it doubles
the amount of side-grain to side-
grain contact, ensuring a very
secure fixing.

“The task was to design the desk’s work

surface around the curved legs”

Laminated extension piece
used to increase former’s
radius by 40mm

[ ]

Worktop

The front, back, and side components
for the desk worktop can be made
next. I Jeft the back component
50mm (2in) wider, so when the top is
assembled this forms a lip on the rear
of the work surface and stops the
escape of rolling pens and pencils.

I decided to use finger joints, also
known as box joints, in the
construction of the desktop. These
can be cut out fairly quickly on the
bandsaw and tidied up by hand.
Alternatively a router can be used
with the appropriate straight cutter.
When set up, each joint can be
produced by one or two passes of the
cutter. One point to remember when
choosing finger joints is that, unlike
dovetails which usually only need to
be cramped one way, this joint will
require pressure in both directions, so
make sure plenty of sash cramps are
ready to hand.

It is advisable to cut out the shape
of the shelf-opening in the front
component after the finger joints
have been made, but before the
desktop is assembled. This can be
done on the bandsaw. A spokeshave
is then the best tool to complete this
part of the job

IN HARMONY 2%



Adhesives are many and varied and | did some test pieces using
several different glues to find the most suitable. Impact adhesive is
fine, but make sure you get it right first time or you're in trouble —
any adjustments are virtually impossible.

There are spray adhesives available for fixing vinyl and other
plastic materials but over large areas | found them less successful.
In the end | used PVA wood glue. It gave a firm fixing, and did not
react in any way with the vinyl. Another advantage is that it gives
you a little more time to make any necessary adjustments. It is
possible to place the covered component into a veneer press, but
be careful not to over tighten as this could crush the vinyl and
leave thin areas. Alternatively weights can be placed on a piece of . -
MDF or plywood. L.+ .

| will mention here that the use of vinyl as a covering was not a It is easier to fit the dESktop
personal choice. My client is a vegan and the use of any animal
hide was not be acceptable to her. However some very good to the |6g components, before
synthetic materials are available and of course they cost

considerably less than leather. Different glues may be needed if you ﬂttlng the work surface into its
do use leather. . "
frame, than visa versa

»
o
I <

Interior shelf 9mm (%in) MDF. An ash lipping is ~ Assembly ABOVE! To avoid
Stub mortise and tenons are used attached to the front of the shelf, The next stage is to dry assemble the possibility of
to fix the interior shelf sides to but make sure that this is left all the desktop components and splitting the
the front and back of the desktop. slightly proud of the shelf surface to  check everything for square. If laminates, and to
Groove the sides first to accept the accommodate the vinyl covering. It satisfied, glue and cramp up the top. add some
shelf floor. A dovetail housing is is at this stage that it is necessary to  Don’t forget to make sure that the mechanical
the most efficient method of fixing cover the shelf floor with the vinyl. shelf floor is in position, as it strength to the
the shelf back into position. Cut Form a rebate along both sides of cannot be fitted afterwards. When mating surfaces,
out the housing with a router and the floor of which the tongue then the cramps are removed the rear of  knock down
dovetail cutter, the tail can be locates into the groove in the shelf the shelf floor can be screwed into  fittings were
made on the bandsaw and tidied sides. The shoulder of the rebate the shelf back, as in a traditional epoxied in place
up with a sharp chisel. makes a good edge for the vinyl to drawer construction.

The shelf floor is made from finish against. It is easier to fit the desktop to the

leg components, before fitting the
work surface into its frame, than vice

' . .
: It IS adVlsabIe to cut out the Shape Of versa. The legs are glued straight to BELOW LEFT!
” . the sides of the desktop, but | Curved laminated
the shelf-opening in the front component decided that extra fixing was leg is twin
N required to ensure rigidity. Normally  tenoned into back
after the finger joints have been made, 1 would have screwed through the ~ log, note shaping
. 9 desktop sides and into the legs to on the top of the
but before the desktop is assembled achieve this. back leg

M@ Back leg

Twin tenon gives
greater gluing
area and
mechanical
strength @

Laminated leg &
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Knock
down
fittings
used
between
leg and
side @

%xTwin mortice
and tenon

Finger or
box joints

® Corner block
" drilled to
take top
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CLAMP REPEAT

The underside of the desk’s work-surface has to clear the top of the
chair’s armrests to enable the chair to be pushed under the desk when
not in use.To achieve this the radius of the curve which is 550mm
(21%in) has to be increased to 590mm (23%in), a difference of 40mm
{I%4in). Two choices are available here — one is to construct a new former
with the desired radius, the other is to use the method | employed.

Cut some laminates to the same width as the former, and enough of
them to achieve a thickness of 40mm (|%in) when glued together. These
laminates can now be glued and cramped to the former as if making the
legs themselves.When completed, this curved piece becomes an
extension, increasing the former’s radius by the desired amount, and yet
maintaining the correct arc, see drawing. The actual laminates for the legs
can now be cut on the bandsaw and finished to size in the planer-
thicknesser. Clamp the laminates to the former using the same
procedure as in the chair project. Although they could be removed much
sooner, especially in heated workshop conditions, | personally err on the
side of caution and never like to disturb glued-up faminations for a
minimum of 24 hours,

ABOVE! The knock down fittings used to attach the laminated leg to the
side of the desk

RIGHT: Several models were made to help visualise the design and envisage
any technical problems

BELOW? Internal structure of desk, corner blocks are used to fix the top
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BELOW?: Original
Tage Frid former
used for legs on

chair

f 450

650

“My client assures
me that the desk
and chair are the
best of friends,
and get along
together just fine”

However [ was concerned that there
was a possibility, although small, that
the screws may have forced open the
laminates, and so I used KD fittings
instead. Drill the legs to take the
threaded inserts and fix them in
position with Araldite. After the top is
glued into position, screw into the
inserts with machine screws.

[ used 12mm (%4in) MDF for the
work surface, and it is held in

—350

40—]

45

position by four ash blocks glued
and screwed into the four corners of
the worktop frame. It is usual to cut
slots for the screws in the blocks to
allow for any movement that occurs
but, as the MDF will not present this
problem, it is not necessary. Set the
MDF slightly below the sides of the
frame so that when the covering is
in place the vinyl will finish flush
with the edges of the worktop.

890

Finally screw the work suiface to
the blocks using 38mm (1/4in) 8
gauge screws. .

The finish is exactly the same as for
the chair — a generous coat of Danish
Oil followed by several coats of wax.

My client assures me that the desk
and chair are the best of friends, and
get along together just fine. All in all, I
think the two pieces compliment each
other well. B

IN HARMONY 29



Dressing it up

Have you noticed that most of Editor Paul Richardson’s projects are tables

with drawers? Here’s his excuse

BELOW: A
simplified version
of a Hepplewhite
original

HE MORE 17th and 18th

century style furniture I make,

the more I am impressed by
the versatility of certain standard
forms of construction developed
over that period. Using these
relatively simple conventions as
building blocks, designers and
craftsmen satisfying the ever-more
discerning and demanding
market of the Georgian and Regency
periods, were able to produce a great
diversity of specialised furniture
types without having to reinvent the
wheel every time.

This freedom from having to
consider the fundamentals of how each
piece was made must have contributed
greatly to the refinement of proportion
and decorative treatment that took
place over the hundred years or so in
question; if it is already known how
the piece will be constructed, then
more time and imagination can be
applied to appearance and detail.

“This freedom from having to consider
the fundamentals of how each piece was
made must have contributed greatly to
the refinement of proportion and
decorative treatment that took place over
the hundred years or so in question”

Adaptable

Of these standard forms, none is
more adaptable than the table
carcass. I seem to have spent half of
my working life making pieces that
use this simple and reliable
arrangement, without feeling at all
restricted. Basically anything with
legs, a flat surface and a drawer or
drawers can be made in this way —
Pembroke and library tables are

obvious; but bonheur-du-jours,
Carlton house desks and all manner
of complicated-looking furniture can
be made by adding a box-carcass
superstructure to the top and
adjusting a few details.

Further variety can be added by
truncating the legs so that they are
merely corner posts, allowing the
carcass to be supported on a
pedestal base. Some of the most
extravagant Regency furniture is
made in this way, sofa tables being
a good example; end standards,
pedestal columns on platform
bases, and scroll-form supports
with intermediate platforms and

Regency knee legs, all being

pressed into service.
1 made the dressing table shown

here several years ago and it is
almost as simple as a table carcass
gets — made with only one drawer it
would be the core building block. In
appearance it is based on a
Sheraton pattern, the original

“having a split, hinged top which

opens to reveal a fitted interior with
mirror rising on an easel. Splendid as
this is, the client’s budget didn’t
allow for so much work, so we
settled on keeping the proportions
but restricting the fitting to two
straightforward drawers.

Tapered legs

As, in this construction, all main
carcass parts are jointed into the legs,
these should be prepared first.
Squareness is more than usually
important so plane the stock



carefully, then form the taper. This
starts at the position of the lower
drawer rail, and is cut on the two
inner faces of each leg only.

Cutting tapers may be done in a
number of ways; hand-planing is
undemanding in the Brazilian
mahogany (swietania macrophylla)
used here, or jigs may be made for
use with a table saw or thicknesser. I
use a rather inadvisable technique on
an overhand planer which I can’t
honestly recommend on safety
grounds — it is a bad habit that I
have fallen into. I hope you’re not
too shocked.

“Ideally the grain
should run through
both drawers and
the rails, cut from a
single pair of
veneers, but on a
tight budget...”

Boxwood line

If working in rosewood (dalbergia
spp.) or satinwood (fagara flava), the
next step would be to veneer the legs.
In either case, though, a boxwood
(buxus sempervirens) line is applied
to the arrises, for which a rebate just
smaller than the line must be cut. I do
this with a router inverted in a table,
and find that a closed fence - that s,
a false fence through which the cutter
is plunged, leaving zero clearance —
gives the cleanest result. To further
ensure a neat rebate, especially on
veneered work, back-feed the
material in the direction of the
cutter’s rotation. Normally this is a
bad idea, but in this case the amount
of stock removed is so small that,
provided a firm grip is maintained,
there shouldn’t be a problem.

| “l seem to have

spent half of my
working life making
pieces that use this
simple and reliable
arrangement,
without feeling at
all restricted”

When rebates have been cut in all
corners of the legs, glue the line in
with PVA, carefully wiping off any
surplus and holding in place with
taut masking tape until dry. Scrape
the line flush.

Next cut a tenon on each leg to fit
square socket castors — don’t leave it
till later as it will be much more
difficult when the table is assembled.

Drawer rails

The front of the carcass is archetypal
in that it is formed by drawer rails;
the uppermost being dovetailed into
the top of the legs while the others
are tenoned into their inner faces.

Note that the legs are proud of the
carcass rails and sides by the
thickness of the boxwood line.

[ crossbanded the drawer rails
to match the drawer fronts — this
isn’t absolutely necessary as they
are mahogany anyway, but is more
in period and unifies the front of
the piece.

Cut the shoulders of all three
drawer rails’ joints — and, indeed, the
carcass back — at the same time,
ensuring that they are exactly the
same, or problems will result. Cut
mortices in the legs and the tenons
to fit, then cut the dovetails on the
ends of the top rail.

Transfer these dovetails to the
top of their respective legs by
marking round them with a knife,
then take out the waste with a
router, before paring back to the
line with a chisel.

The front legs and drawer rails
may now be glued up; tenons first
then the dovetails.

Biscuits

The back and sides are traditionally
tenoned or rabbeted into the legs;
here I have used biscuits as the joint
is quite long. This allows for a good
number of biscuits to be fitted — less
than three No. 20s would be
inadequate, I feel, but four is plenty
in a case such as this where the
joints will not be heavily stressed.
Over-sized ‘proper’ joints can be

counter-productive here, as the
amount of wood removed to make
them weakens the leg; biscuits with
high performance modern adhesives
are a good balance.

In original examples I have seen
drawer runners attached in a number
of ways: glued in place with Scotch
¢glue; nailed to the carcass sides —
this in an otherwise high-quality
Pembroke table — and dovetailed and
tenoned into the legs as with the
drawer rails.

A larger piece that might be
dragged around — a biggish
library table, for example —
might warrant the extra security
of dovetails and tenons, but here
the front, sides and back are
screwed to the top anyway, and
as previously mentioned the legs
are easily weakened by the cutting
of innumerable mortices and
sockets. Restorers are often faced
with the repair of a split leg as a
result — so once again biscuits are
used, joining the runners to the
carcass sides. To prevent twisting,
the runners are cut round the back
legs and pinned into them; at the
front they are dowelled into the
drawer rails.

ABOVE:

Lower front rails
are tenoned into
the legs; runners
are biscuited to
the sides, note
kickers glued in
position

ABOVE LEFT:
Boxwood line let
into the legs’
arrises - fit for
the castors before
assembly

BELOW: Let in the
boxwood line
after fitting the
drawers
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‘_,D MDF Veneered top

Qak sides and
back

® MDF Veneered bottom

[

Drawer slip @

Biscuits join )
legs to side
and back

; Stub tenons

front and

Jl Dowels into

drawer rails

Foot cut to LT/

take socket .-
of castor & g

“A larger piece that might be dragged around — a
|| biggish library table, for example — might warrant the
extra security of dovetails and tenons, but here the

fr

ont, sides and back are screwed to the top anyway”

Assembly
Assembly order is fairly important;
the front legs and rails are already
glued up, so make up the back and
back legs, then glue the runners to
the sides. When these are dry
complete the carcass by joining back
and front with the sides, checking
for square.

To give the piece a little visual lift,
and to relieve the flatness of the

FURNITURE-MAKING PROJECTS

carcass, a bought-in satinwood
banding is applied to the lower
edges. I use the word ‘applied’
deliberately as it is literally glued
onto the surface, not let into a rebate.
Not quite proper, I agree, but I rather
like the effect. ’

Drawers
The drawers are standard issue, being
dovetailed with oak (quercus spp.)

linings and mahogany fronts — the
veneered MDF bottoms are fitted by
means of drawer slips. The fronts are
veneered with book-matched curl
mahogany, the central join lining up
with that of the top — ideally the
grain should run through both
drawers and the rails, cut from a
single pair of veneers, but on a tight
budget... always veneer drawer fronts
after the drawers are made, by the
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——
s TN

“Lay the crossbanding and line at the same
time, working quickly and hammering
towards the main veneer”

way — they are almost never vencered
with a balancer on their backs, so
might move unless restrained by the
drawer’s construction.

The boxwood line is fitted in the
same way as that on the legs, but fit
the drawers first to avoid narrowing
the line when adjusting their fronts.

The top of this piece is veneered
onto a groundwork of MDE, which is
highly suitable for Scotch glue
veneering, if sanded a little first. The
following is a description of the order
in which the top is veneered when
using Scotch glue and a hammer — if
you prefer some other method then
skip the next couple of paragraphs and
good luck to you.

Veneering
The top is first cut to finished size,
then veneered on the reverse with
plain mahogany. This balancing veneer
is there to prevent the cupping that
would otherwise occur if the top was
veneered on its top surface only.
Prepare the two leaves of curl
mahogany veneer for the top by
sponging lightly with very hot water,
then pressing between two boards of
MDF or chipboard for a few hours.
Cut sufficient satinwood crossbanding
for the job — a paper-cutting guillotine

is good for this, but a Stanley knife
and straight edge will do — again wet it
with hot water, and press it in a stack
between the jaws of a vice until ready
to use.

Trim the curl veneers to about
12mm (%in) shorter than the depth of
the top.

Turn the top over, placing
newspaper beneath, and mark the
centre line onto the MDF with a
ballpoint pen. Lay the first veneer
with Scotch and a hammer
overlapping this line, then the second
overlapping the centre line by the
same amount — but on the other side,
if you see what I mean.

Lay a wooden straight edge along
your marked line, and cut through both
veneers with a sharp knife. Peel off the
waste, and hammer down the join.

Crossbanding

Now; the next step is to trim the laid
veneers for the crossbanding. 1
generally use a sharp cutting gauge
for this, running along the edge of
the groundwork, but again a wooden
straight edge and knife will do.
Whichever, cut a perimeter that is
slightly smaller in depth than the
combined width of your
crossbanding and boxwood line.
Again peel off the waste.

Lay the crossbanding and line at the
same time, working quickly and
hammering towards the main veneer.
Cut each join by the overlap
technique, and when you reach a
corner do the same, cutting the mitre
through both layers.

The edge is crossbanded in the
same way.

<o

o

el

Possibilities
This table was bodied-up with amber
varnish and given a slightly ‘dirty’
French polish so that it didn’t look too
new, and the castors and handles —
both from Martin & Co. — were fitted.
This table was quick to make, and 1
hope that some of the possibilities of
building on it are apparent — slightly
heavier legs and a glazed superstructure
on top as a display cabinet perhaps?
Budget permitting, of course. ¥

Supplier

Castors and handles from Martin &
Co, 119 Camden Street, Birmingham,
BI 3DJ. Tel 0121 233 2111 or 0121
603 2111 fax 0121 236 0488.
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BELOW LEFT:
Oak-veneered
MDF drawer
bottoms are
fitted in slips

BELOW: Apply
crossbanding
and boxwood
line at the
same time
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ABOVE: An Arts and Crafts toilet mirror -a
good exercise in carcass and drawer dovetailing

Starting with
dovetails

In the first of a two-
part project on making
a dressing table mirror,
Projects Editor

Colin Eden-Eadon
concentrates on
carcass dovetails

business with pleasure, like

making this Arts & Crafts-style
toilet mirror and drawer within the
familiar confines of my timber-built
garden workshop, from which I can
take in glorious views of the Essex
countryside.

I'm the first to admit that I'm
luckier than some. At 18ft by 25ft, my
workshop is a little bigger than most
— and, as my wife is wont to remind
me, is marginally larger than our
living room!

This piece is designed to be made
by woodworkers seeking to advance
their skills, and uses tools I have in
my own workshop — a bandsaw, a
planer-thicknesser, a table-mounted
router, my small Multico PM 12
morticer with drilling attachment,
plus planes and chisels.

If, however, some of the machinery
is not available, don’t feel this project
must be rejected, as most of the
processes involved can be tackled
with a router or by hand.

j OY IS the opportunity to mix

Materials

I chose American white oak (Quercus
alba) for the main carcass. Brazilian
mahogany (Swietenia macrophylla)
for the drawer sides and English
walnut (Juglans regia) for the feet
and handles provide a pleasing
contrast to the oak.

Machine up all the stock
material for the carcass first and
leave over-thickness, resting the
wood under weights for a few
days before planing to final
thickness. This is particularly
important with American white
oak which is prone to honeycomb-
ing — a defect rather like a shake
due to poor kilning.



ABOVE: No cross-cut saw? Use a
shooting board to square the ends
of carcass components

e E = N
ABOVE: As the ends of the carcass
joints are mitred, the back’s rebate
can be run through. Here a table-
mounted router is used, but a
rebate plane would do as well

ABOVE: Marking the carcass dovetails

using a home-made wooden block

and a pencil sharpened to a chisel
point. Note the hatching of the waste
area to be cut out

ABOVE: Marking pins from tails -
note the weight holding things in
position and the double-ended,
alternate bevel marking knife

Main carcass
Having prepared the car-
cass material, the pieces
can be cut to length and
width. I have no pow-
ered cross-cut saw so I
am a devotee of the
shooting board.

Mark to length and scribe
around with a marking knife, then
cut on the bandsaw close to the
line, planing to it on the shooting
board. Before preparing to mark
out the dovetails, drawer stop
mortices must be cut into the
front edge of the bottom piece of
the carcass — a job which will be
impossible once the carcass is
glued up, see drawing.

This can be accomplished with
either a hollow chisel morticer or
a router, cleaned out with a chisel.

Next, mark the carcass
thickness for the dovetails. I
allow an extra Imm (%in) of
thickness to allow for cleaning
up on both the tails and the pins.
I then mark round all the pieces
with a marking gauge.

Before marking out the
dovetails, rebates for the back
need to be considered. I wanted to
avoid stopped rebates where
possible, so I chose to use mitres
as this allows the rebate for the
back to be cut all the way through.

For continuity’s sake I put a
mitre on the front as well as
the back.

Dovetails

Talk to individual makers and
they will probably have their
own idiosyncratic methods of
marking out and cutting
dovetails. Take the old chestnut
of whether to do tails or pins
first: I am a tails first man, partly
because it was the way I was
taught and also because it seems
to me to have logical sequence.

As to setting out, some makers
will be extremely mathematical
and precise, others will rely
completely on judgement by eye.
My own method is a combination
of the two: I consider the number
of tails that I think will both look
pleasing and also fit the width of
the carcass.

Having decided that five
dovetails fitted this particular bill,
I divided the width of the carcass
by five (165mm minus 12mm for
the back rebate and the front
mitre). This leaves 153mm,
which divided by 5 equals
30.6mm. This space is equivalent
to one tail and half a pin.

Mark these on the wood and
square a line down on each of

the marks. Next, decide what
size the pin is to be. I would
advise against making it too
small if these are a first attempt
at dovetails.

Another consideration at this

juncture is chisel size; there’s no

point deciding on delicate pins
only to discover the lack of a
chisel small enough to clean
them up with.

Marking out

Using a dovetail marker or a
sliding bevel, mark out half a pin
on each side of the line. Repeat
this process until all five marks
have a complete pin.

I like to use an H or 2H
pencil with a chisel point
for certain types of marking
out. I mark out the tails in
pencil then, if a mistake
is made, an ugly knife line
does not mar the work;

a little wander off the
original line will probably
not show.

Mark the waste area of the
pins with hatching to avoid
any confusion — people have
been known to cut out the
wrong piece...

Cut the tails of each side
individually or, if feeling really
brave, cramp the two together
and cut in one go.

With a coping saw, cut out the
waste. I then like to remark the
gauged line in the shoulder area
of the pins by taking a square and

ABOVE: Chopping
out the pins - note
- the angle at which
the chisel is held;
doing this from
both faces leaves

a ‘hill’

BELOW: Paring the
‘hilP flat and
square to the face

BOTTOM: Testing
the fit. Don’t dry-
fit dovetails any
further than this
or they may be
damaged when
taken apart
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Threaded rod L}

Post tenoned or
dowelled into foot
L]

Mitre @

Mahogany drawer side
L]

L ]
Walnut knob

Veneered &
drawer bottom

knifing the lines again, see photo.

Set up the piece in bench dogs
or cramp to the bench with a
couple of G cramps.

Place the correctly sized chisel
on the knife line and then chop
with a mallet at a slight angle.
This will cut to the line, leaving
a slight ‘hill’ in the middle.

Turn the work over and repeat
from the other side. Being a lazy
person, I do the next stage
sitting down. While some

people prefer to do their paring
on the bench, ] am more
comfortable seated, and in a
better position to see what I am
doing. Clamp one piece in the
vice and pare down until the hill
in the middle that was created in
each pin socket is flat — check
this with a square.

Mitres, tail sockets

Mitres, which are fitted more
easily after the dovetails are cut,
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«@® Mirror

‘__.
Veneered back

® Walnut knob

are now marked and sawn near to
the line.

Find a piece of scrap that is
about the length of the carcass
and 50mm (2in) in thickness,
setting it level with one of the
side pieces in the vice. Place the
relevant carcass piece on top
with a heavy weight to stop it
moving, and carefully scribe the
tails, see photo.

Repeat this process for each
piece and square down with a
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knife. These lines can be difficult They should be a tight fit, but Cutting some cramping blocks
to see, especially for those of us not so tight that a sledgehammer  with cut-outs the same size as
with poor eyesight. This is where  is required! Pare very carefully the tails will help to maximise
a sharp 2H pencil comes in; back to the knife lines to correct  the cramp pressure if necessary. I
running the point in the knife line any wander. also find that covering the bench
highlights and clarifies it. The mitres can now be fitted top with a melamine-faced board
Again, hatch the waste areas to  and trued up. provides an easy wipe-down
be cut out and re-mark the ; o surface that can be bashed
shoulder areas of the sockets Applying finish around and generally abused in
with a knife. Saw right up Make life easier by cleaning up the controlled calmness of every
against the waste side of the line,  all inside surfaces now rather glue-up. &
then cut out the socket middles than when the piece is assembled,
with a coping saw. Clean up and apply your preferred finish. In the next article Colin describes -

using the same process as before.

Check for fit by tapping the
joint — gently — part-way together
with a hammer and block. Tapping
all the way is a little risky with
small cross-grained pieces; these
can be difficult to separate because
there is so little to hold on to.

As with any gluing-up
operation, preparation is the key
to success. I always prepare
some sash cramps to the right
size even if I do not eventually
use them. They can be very
useful just for the final little
squeeze needed to pull up a joint.

how he made the drawer, mirror
Jframe, posts and feet

Good lighting will improve the
chances of success with dovetail
cutting. An anglepoise light over the
back of the bench will help
considerably when it comes to
peering through pins and tails.

Some of the tools used for
marking out dovetails can be tuned
up in a number of ways to improve
their performance.

Most marking gauges come with a
round pin that extends too far from
the stock.This not only makes for
awkward use, but also produces a
very scratchy line. | was taught to
knock the pin back until only about
3mm protrudes. By carefully

sharpening this to a chisel point a
clean cutting action allows accurate
knife-like marking out.

For most marking out my
personal preference is a Japanese
knife. However, when scribing
dovetails | use a home-made knife
that is ground with the opposite
bevel on each end.

This is because although slightly
ambidextrous, | do find scribing the
left-hand side of a dovetail difficult
with a marking knife that has the
bevel on the right-hand side.A
double-ended reversible knife made
from a piece of old bandsaw or
hacksaw blade solves this problem.

o

Another useful aid is a
home-made dovetail template made
from various materials. Mine is from
an offcut of oak, but thin sheet
metal, brass or even one milled out
of solid metal would suffice.
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Mirror finish

PHOTOGRAPHY BY MICHAEL MANNI

With the dovetailed
carcass accomplished,
Projects Editor

Colin Eden-Eadon
moves on to complete

his mirror

of this project, see page 34, was

in the dovetailing for the carcass.
The concluding stage, which covers
making the drawers, frame and posts for
this American white oak (Quercus alba)
and English walnut (Juglans regia)
toilet mirror, depends for success on
careful planning as the mirror frame
must be made first, so that the drilling
position of the posts which take the
pivot holes can be set up.

THE DIFFICULTY of the first part

“Gluing up and
sliding in the
drawer bottom
helps to keep the
piece in square”

Drawers

Make up the components of
the drawers and carefully fit to
length and width. Some
makers like to put an
imperceptible bevel on the
edges and tops and bottoms of
the drawer front to produce a
tight fit; this can be eased by
planing once the drawer is glued up.
Another useful tip is to sink the
tails a fraction deeper, 0.5mm at the
most; this allows minimal fitting of
the Brazilian mahogany (Swietenia
macrophylla) drawer sides without
having to plane off surplus material.

RIGHT: The ‘real thing’ transferred
from the drawing
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RIGHT: Drawer
dovetails

Part of fence
removed for clarity ®

Start @

“This is another

example of where
setting up a router
in a table is easier
than using a fence”

Set out on the bench and mark
up the pieces, matching pins to
tails. Decide how many tails to
have on the front and back and
mark out as for the carcass
dovetails, noting that the
number of back tails and pins
depends on the depth of the
drawer back; this in turn

stop
L

El
Start

=7

depends on the position of the
drawer bottom groove.

Next, cut out the tails and
mark out the pins. To cut out the
waste on the drawer front, a
router can be used freehand, but
by the time the power tool has
been set up this job can probably
be done as quickly by hand.
Clean up and fit.

For two reasons the grooves
are best machined on a router
table: firstly, for safety because
the components are fairly small;
secondly, this method gives
more control and avoids having
to mess around with awkward
fences and run-off blocks.

The two side grooves should
be stopped to safeguard the front
of the tail.

False fence
®

3
stop

Fig 1: Set-up for stopped rebates on a router table

To prevent problems later, drill
the holes in the drawer front for
the walnut knobs.

For both the backs and the
drawer bottom I used 6mm
veneered ply. These could also
be made out of solid timber if
desired. Gluing up and sliding in
the drawer bottom helps to keep
the piece in square.

The drawer stops are now
fitted. These are a small rebated
section, see drawing, that allows
the depth in which the drawer is
set to be adjusted. This is
achieved by taking small
amounts off the stops, either
with a shoulder plane once they
are glued in, or by planing to fit
before gluing.

Mirror frame

The frame can either be tenoned
or dowelled together; whichever
technique is used, mark out with
enough space to allow for the
double rebate for the back and
the mirror.

Cut the mortices on a small
portable morticer and the tenon
on a table-mounted router, using
a cross-slide with a false fence to
avoid spelching.

Mark the shoulders of the
tenons with a knife; this will also
help avoid break-out. Alterna-
tively, they can be cut on a
bandsaw or even by hand.

The mirror glass and the back
are set into the double rebate
which must be stopped on the
longer of the twe-frame pieces.

The first rebate is the 4mm
depth of the mirror glass, and
7mm wide. If the glass is cut a
little narrower then small
wedges can be inserted on either
side to hold the mirror in place.

The second rebate is the
same 6mm depth as the back
and 9mm wide to allow space
for the screws.

The corners of the rebates can
be cleaned up square with a
chisel. This is another example
of where setting up a router in a
table is easier than using a fence.

For the chamfers on the
inside and outside of the frame
I used a chamfer cutter set up
in the router, but this job can
be done by hand with a
chisel bevel down and a
spokeshave. The outside
chamfer can be planed around —
sometimes as quick — but in this
instance because the chamfer is
the same as the internal one it
can be accomplished using the
same setting.
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Knobs

My father turned the knobs for
the drawers and mirror frame in
walnut to match the feet. The
threaded part of the knob
mechanism for the mirror is
made from an M5 chrome nut
and bolt.

The nut is epoxy-glued into
the base of the knob, the hole
which takes the thread being
drilled a little deeper to allow
for tightening.

The other end of the bolt is
cut off and the length worked
out for the remaining piece. This
is best done by setting up the
drilled posts and marking the
position of the thread hole in the
mirror frame.

Then work out the required
length with everything set up.

Posts, feet

The joint between the post and
feet is optional, dowelled,
tenoned or loose tongue all being
suitable. These joints can be cut
more easily while all the sections
are still square — before any
shaping takes place on the posts.

While the feet of the posts
can again either be dowelled,
tenoned or loose tongued, I
would suggest.that a loose
tongue might actually be the
best option: firstly, because to
cut a tenon on a small piece like
the foot could be quite tricky;
secondly, dowelling is a little
suspect partly because the
amount of end-grain around
the dowel means adhesion is
not very good, also, the carcass
does not provide much depth to
play with.

A loose tongue provides a
better gluing area than a dowel.
At this stage rout the small

housings in the carcass top
to take this joint, using a
hand-held router with a
straight-edge clamped to
both sides of the base;
alternatively, use a couple
of wooden sash bars and
heads.

Pivot mechanism

It is also much easier to drill and
set up the pivot mechanism for
the tilt of the mirror while
everything is still square. This
action avoids having to make
angled blocks in order to drill
holes that need to be at 90°.

“It is much easier
to drill and set up
the pivot
mechanism for the
tilt of the mirror
while everything is
still square”

Set up the drilled posts with
the feet and clamp to the
carcass. Using an offcut from
the feet, or something that is of
the same thickness, as a spacer
block, place the block on the
carcass, stand the mirror frame
on it and clamp the frame to
the posts.

Mark with a bradawl] the
position of the hole for the pivot
thread and carefully drill. Cut the
thread to length and glue in with
epoxy resin.
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Shaping

I made up some templates from

the original full-size drawing,
glued them to some MDF and
cut them out.

The posts and both sets of
feet can be cut out on a
bandsaw and cleaned up by
hand using spokeshaves and
files. For those versed in
template routing a bearing-

guided router bit can be used.

The chamfers running
round the edges of the posts
are cut with convex and
straight spokeshaves.

The chamfers on the post

feet are all cut by hand using a

%in chisel with the bevel face
down and carefully paring a
neat return. The straight runs
are so small that they can be
pared as well.

The slope is carefully
planed and the rounding cut
with a chisel and finished
with files and abrasive paper.
These small pieces are
difficult to hold in a
conventional vice and just
too low to be comfortable.

An engineering vice, with
soft jaws fitted, is extremely
handy for this sort of work,
presenting it in a much more
versatile position.

LEFT: Marking out
the posts and feet
from templates

BELOW: Post and
foot detail




FAR RIGHT:
Walnut feet
are simply
screwed into
the bottom of
the carcass

MAQUETTES AND RODS

Abrasive paper glued down
to 6mm MDF and cut with a
bandsaw into various sized
strips is useful for this type

of hand-shaping — but the

bandsaw will become

very blunt! Using a series
of different grades of
paper provides a set of
mini ‘files’ that are very
good for getting into fiddly
corners and places.

Carcass féet, backs

These were made the same
way as the posts and feet, by
using a template. They are
screwed to the underside in
line with the inside edge of
the pin sockets. The backs are
screwed into the rebates using
No. 4%in brass screws.

Finish with several coats of
Danish oil, cutting back
in between every other coat,
and glue and set up the posts
and mirror. |

Every maker will have his or her
own way of working. Some will work
from the drawing board and have
every last detail worked out, others
will make maquettes and develop a
piece as they go along.

Maquettes are especially useful
when making something complicated
like a chair for the first time. It can
turn a two-dimensional drawing into
a real life piece of furniture and

show up problems — and solutions —
that are not at all obvious on a
drawing.

As they help potential clients to
visualise their pieces, they are useful
as marketing tools.

Another way of helping to work
out the constructional details of a
piece is to use a rod. | was taught to
make a rod on a piece of board, a
traditional method by which all

dimensions are marked out against a
straight edge of the board. All the
joints are also marked with details of
rebates etc. This rod is then used as
a template, obviating, in theory at
least, the need for a tape measure.
Using a rod helps me to work
through the piece as | draw it out —
like making it in two-dimensional
form. It comes into its own when
making more than one of something.
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Cornering the

Mike Cowie makes a corner cupboard and tests his skills

® MIKE COWIE
turned to
cabinetmaking
after being made
redundant 4 years
ago. He took a
City & Guilds
course at
Sheffield College
which he passed
with distinction,
set up his own
workshop, and is
now in the happy
position of
having as much
work as he can
cope with

RIGHT: Alan
Peter’s work
inspired the
curved and fluted
doors on this
piece
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T THE TIME I made this
A corner cupboard, I wanted

to move away from the
rectilinear into more rounded
work, thus offering a broader

scope to potential clients. So, with
this in mind, I made a prototype,

in American cherry (Prunus
serotina) and white sycamore
(Acer pseudoplatanus), for

display purposes. It is a versatile

piece that could be used for

anything from a drinks’ cabinet

to housing a TV or hi-fi.

Design

The design was an amalgam of
different ideas, not least of which was
a console table made by Alan Peters,
in rippled sycamore and maple.

The basic premise was to
establish a suitable arc, build a
frame around it, then joint up doors
to fit the gap — easily said! But it
was fun to do, and was certainly a
learning experience.

Despite the fact that it was
not a commission, it was
important that it was well
designed and made, because

I could not afford to waste

either the time or money on

an esoteric flight of fancy.

Carcass

The construction of the
carcass is fairly
straightforward — dovetailed
for strength and appearance
— I believe that hand-cut
dovetails are a pre-requisite
of bespoke furniture.

Door
construction
Some thought had to be
given to the construction
of the doors — although
they are simple enough in
theory. The arc is scribed
onto a piece of plywood
with the carcass
dimensions set out. This
is then divided into 25mm
(lin) segments, to be used
as a guide for the staves.
The arc is then bisected
and the resultant angle
retained on a sliding bevel.
Quartersawn timber is
used, cut into strips, 1050mm
(41%6in) long, 30mm (1% in)
wide, and 25mm (1in) thick,
of which 26 pieces are
required, with possibly a
couple for spares. The finished
size is 25 by 22mm (1 by %in)
— al]lowance being made to
flatten after cutting the staves, in
case of any stresses within the
wood. Prior to cutting, the grain
direction is marked on the top of
the boards, enabling similar
orientation for the doors.



After planing and thicknessing to
size, the pieces are graded and a large
V is made to indicate position. Using
the sliding bevel, with the angle
taken earlier, the planer fence is
adjusted to this angle and some test
cuts done to establish accuracy. It
would be possible to saw the staves
directly from the solid to the

indicated angle, but T elected for the
planer and an equal amount of passes
on each stave to the required
dimensions. :

Veneering

The staves are then placed on the
plywood template and adjusted until
they conform to the arc. Strips of

The handles gave me a great deal of pleasure —

_for this is an area where | have trouble. | didn’t
want to mar the front aspect with protruding
handles, but in this piece they just seemed to fall
into line — | feel that they give it a.refined look,
together with the American cherry contrasting
with the white sycamore. ' i

| The handies biend in with the profile
of the fluting on the doors

American cherry veneer are cut the ABOVE LEFT? The
length of the staves, and glued and interior, with a
clamped to each side of each stave, solid American

except the side and centre outside cherry back
pieces. When dry, the veneer edge is

trimmed back with a sharp block

plane — the end result being 26

Isosceles trapeziums, according to -

my daughter Claire!

|
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ABOVE: Thin
veneers of
American cherry
compliment the
cherry handles
and help break up
the whiteness of
the sycamore

BISECTING AN ARC

Coopering doors

The answer I found to gluing-up the
doors is a method that has become a
favourite — it is to use a spline
running the length of the staves,
thereby achieving an excellent
reference without any side slip when
pressure is applied. A 6mm (%in)
groove is cut on the spindle moulder,
an inverted router, or even a
tablesaw with adequate guarding.
They are cut for a snug fit — neither
100 tight or too loose.

Next, the coved sections are cut on
the spindle, using a rounded cutter,
with test cuts being taken until a
suitable shape emerges. Then a
tunnel is formed with the guards,
with which to pass the staves
through safely. Both front and backs
are coved in order to improve the
look of the doors when open.

From my limited experience of
coopered work, I have found that
gluing-up in small sections promotes

|. Draw an arc, full size, enabling actual staves to
be positioned on the template for accuracy, taking
off more or less as required.

DIFFERENT APPROACHES

James Krenov in his book The Fine Art of Cabinet Making describes the
alternative method of preparing and cramping curved doors. Krenov
likes to hand-plane his joints and glue in stages, usually three, which,
with a six stave door, would be three operations — two halves and then
the middle joint. As he says, you have to be careful, particularly on the
final glue-up as there is a tendency for the last pieces to spring
because, at this stage, you have the greatest amount of curvature. He
suggests using cramps on either side of the curve, one below and one
above.The outside cramps can rest directly on the outside face of the
joint which will give some downward pressure and help to stop it
springing. A neat tip is to have a lamp or a torch handy to check both
sides of the joint — they need to be spot-on, sawing apart a coopered

door would not be fun!

important to get the joint right.

Another approach to gluing up all the components of a door
simultaneously is to use a jig, see drawing, although you may find
that you have to use thin packing pieces to increase the pressure
on the bottom of each edge — when it is an outer face it is

One method of
cramping-up a
coopered door

P Hinge side of
door stile

#Slotted for movement

# American cherry handle

2. Divide into equal segments.
3. Bisect one of these divisions AC.

"9 Cherry veneer glued to the
face of each stave

4. Draw a tangent to AB.
5. Take largest resultant angle to set planer fence — 93°
‘Being part of a circle, all the staves will be at this

angle.
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------------ ® 30’ angle

errors, and in this particular job there
are no allowances — so to save wasting
time, effort, and materials, each door
is glued-up in one operation, which is
a little tricky — although, with the aid
of an 18mm ('/4sin) plywood former,
both top and bottom creating a
sandwich, slow-setting glue such as
Cascamite, space to work, and plenty
of clamps, it’s easy!

The same formers were used for
both doors thereby ensuring

uniformity.

When I was in the process of
making this piece, the coves
unfortunately suffered a degree of
splintering from the moulder cutters,
and had a slight variance in the depth
of cut — this was remedied by a
scraper, shaped to fit, and a couple of
hours hard work — oh for an
apprentice! The result was a
beautiful smooth surface from the
hard sycamore.
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INSPIRATION

For inspiration, try viewing Dovetail a drawer with Frank
Klousz by Taunton Videos — it was a turning point for
me! Price: £16.95

Available from: GMC Publications Ltd, 166 High Street,
Lewes, East Sussex BN7 [ XU Tel: 01273 488005

Fax: 01273 478606
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7 dovetails @ 37mm @~
pins @ 3mm

Fitting doors -

Fitting the doors to the carcass presented a slight problem,
solved by the gradual evolution of the door stiles as illustrated.
The central section was arrived at similarly, which also has the
advantage of covering any movement that inevitably will occur.

Plinth and drawer
The curved section of the plinth and drawer front are of similar
construction — 3mm (in) sawn veneer, glued round a plywood
former. This method needs some care in cutting the dovetails,
The plinth is attached to the carcass with corner blocks
and screws, through slots to allow movement. A central
drawer is added — but, with hindsight, I would have used
thinner bearer rails.

Finishing

All surfaces, particularly the coves, are sanded through the
range of grits ending with 400, given a coat of sanding sealer,
which is then finished with white polish, keeping it as white
as possible. W

® » N

The Fine Art of Cabinet Making by James Krenov.
published by Sterling

ISBN 0 8069 8572 0 _

Available through GMC Publications Ltd, 166 High
Street, Lewes, East Sussex BN7 I XU

Tel 01273 488005 Fax 01273 478606



A table of
substance

Brendan Devitt-Spooner makes a rosewood dining table

HE INSPIRATION for this

dining table came when I was

lucky enough to buy a large
quantity of Borneo rosewood
(Melanorrhoea curtisii). With 35
cube of it tucked up in an already
overcrowded workshop, and an
exhibition on the horizon, I decided
to use some of the part-machined
planks for the top of a dining table.
At this stage I was still in the dark as
to the timber’s workability and
finished appearance!

Design

Until someone comes up with the
ultimate table design, that needs no
legs or underframe to interfere with
sitters’ legs, a table must have
supports. This can range from a
single pedestal with radiating legs,
through the standard four legs at the
corners, to the highly extravagant

RIGHT: A modern
variation on a
traditional theme
= the trestle table
taken a stage
further

lifelike forms of John Makepeace.
But, whatever structure is chosen,
the main function must be the
support of the top. It would seem
rather pretentious to design an
underframe that looked fabulous,
but was incapable of supporting six
pairs of elbows.

My design was based around the
triple tenon joint that links the two
ends by a single rail.

Size

The first stage in making this table is
to start with the top. Five of my
planks measured 2743 by 203 by
50mm (108 by 8 by 2in) and had
already been part machined.

Bearing in mind that to sell a
dining table off the exhibition stand,
a sensible size is deemed necessary,
I decided to make it 2133mm (7ft).
This also helped with the physical

problem of moving the table around
— at about 651b a cube it is no
lightweight!

Top

After re-machining a face side and
face edge, and then thicknessing to
45mm (1%in), the boards are then
shot by hand for gluing together.
Sometimes the surfacer plays ball
and you end up with edges that need
no further attention — but not always!

I do not rely on glued edges, and
always use birch ply loose tongues.
Using an old 6mm (%in) slotting
cutter on a spindle, I find the birch
ply is a much tighter fit.

Twin stopped grooves are worked
on each edge stopping at 25mm (1in)
from each end. Before going ahead
with this process, it is wise to mark
out the end curves so that you can
plot the groove ends.

@® BRENDAN
DEVITT-SPOONER
is a former
teacher who
turned to
furniture-making
and design in
1987. Largely self-
taught, he takes a
delight in using
solid wood and
has a preference
for English timber
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RIGHT: The Ply tongues

Borneo rosewood, With all the grooving done, the
sandwiched next stage is to prepare the ply
between the oak, tongues. Because it is such a tight
visually connects fit, I reduce the thickness of the ply
the two woods slightly, until it is a push fit. When

the glue is applied, the ply and
timber will swell ever so slightly —
enough to prevent a calm assembly.

Because of the length of the
grooves and gluing surfaces, it is
best to only glue-up two planks at
a time, which prevents the glue
from beginning to set and makes it
easier to manhandle.

The gluing boards are placed in
a row of T-bar cramps — don’t
forget to protect the timber and
cramp faces by placing paper
between them.

When you come to glue-up the
next stage, check the edges are still
true. The cramping forces may
have altered it and it will need to
be attended to — this is where it
starts getting heavy!
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“Getting the fit right is important — it is
one place the client will look at and

judge your work by”

Final surface
In a couple of days time you will have
a large top that needs planing, scraping
and sanding. Unless you know a
friendly firm that has a thicknessing
sander, the next two to three days will
seem very long.

With quite a twisted grain in places,
I found my trusty Record No 80
scraper invaluable. The sanding
process needs no elaboration. When
you think it is finished, lightly damp
the surface, which highlights any
undetected scratches that can then be
removed before the finish is applied.

At this stage I like to leave the top
for a while. If you are worried that it
may cup slightly whilst unrestrained,
screw two substantial bearers to the
underneath, where the frame will
eventually sit. If these bearers are
made longer than the width of the top,
it helps protect the top if it is leant up
against a wall.

Underframe

The design of the underframe was
based on previous tables that I have
made — the major difference being that
1 did not have any 50mm (2in) oak,
but I did have a lot of 25mm (lin), so
rather than glue two 25mm (1in)
boards together, to achieve the
required thickness, 1 decided to
sandwich a piece of rosewood in
between them, see drawing.

The oak is machined up at 19mm
(%1n) thick, and sawn to 177mm (7in)
widths for the wings, and 159mm
(6%in) widths for the ends. These ends

are loose tongued. When dry, the
whole lot is thicknessed again, down
to 27mm (14ein).

The infill pieces, the rosewood for
the outsides and oak for the insides,
are thicknessed to 19mm (%in) and,
using a vast number of G cramps, the
six laminated sections are glued-up.
Because the final dimensions are
based on the outside parts of the
sandwich, leave the infill pieces
protruding slightly. Then, when dry,
they can be planed to size.

Wings

The curve on the outside of the
wings is a matter of taste. It is a good
idea to mark all four wings with a
French curve, and then position them
in the final form to ensure that the
grain directions look flowing. Using
a bandsaw to remove the waste, keep
the waste parts for pressure pads
when gluing.

The vertical posts between the
laminated sections are cut from 75 by
50mm (3 by 2in) pieces of rosewood.
After initial surfacing and
thicknessing, the angled faces are
made by canting over the table
sawblade to 12.5° and passing each
piece in both directions, keeping the
wider base part up against the fence.
The angled faces are then surfaced
and put aside, ready for grooving.

Grooving

All the posts and sandwiches are then
grooved for loose tongues. Apart from
making a strong joint, it also helps for

alignment when gluing. Using a few
short pieces of ply, the ends can be dry
assembled to see how they look.

Main joint

Before gluing, the main joint has to be
tackled, which is, essentially, quite
straightforward. The real concerns are
accuracy in marking and cutting.

Remove most of the waste from
the mortices by drilling it out on a
pillar drill, and then cutting to the
line using a chisel. Don’t forget that
the outside face mortice will be
slightly wider than the inside, to
make space for the wedges.

The tenon cheeks are cut on a
bandsaw and the remaining parts are
done by hand. It is a good idea to

..make the tenons longer than needed. A

small chamfer is worked around each

end of each tenon which makes entry
easier and also prevents the tenon
from creating any breakout in the
mortice. Getting the fit right is
important — it is one place the client
will look at and judge your work by.

With all the joint work done,
the long curve on the main rail can
be sawn and cleaned up. A 13mm
(“1n) radius is formed along the
curves, using a router and a bearing
guided cutter.

Assembly
With all the major work done on the
underframe, it can now be sanded and
finished. Using a pad sander, work
from 100 grit to 240 grit and then
finish with two coats of Danish oil.
The two ends and main rail can now
be glued together. Have the
appropriate wedges already prepared
and, with the joints held tight with
sash cramps, carefully drive in the
wedges. Note that the force exerted by
the wedge is across the grain. Hit them
in too much and you will end up with

LEFT: Subtle curve
adds some
lightness to a
substantial table.
Note wedged
tenons of the
stretcher going
with the grain -
but there’s plenty
of strength here!

BEI.O}I: Tongues
and sandwich
construction
clearly visible.
Note fixing blocks
are cut all the way
through
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a split that wasn’t intended! Knock
them in with a hammer until the gaps
have all closed up, and then just a
little more.

Final glue-up

Whilst this assembly is drying, the
curves on the wings can be cleaned up
using a spokeshave, and the radii
formed using the router. The radii on
the posts also need to be formed.
Because the corners are not 90°, these
can be done by hand using a plane,
and then sanded. Be careful not to
sand into the joint surface.

The final glue-up is probably the
hardest in that you do not have many
90° corners to pull up. I find that it
is easier to glue the posts to the
wings first, using the waste from the
curve, suitably padded to aid a
uniform pressure.

When dry, the wing assemblies can
be glued to the main frame. With
careful positioning of the cramps, and
lots of softwood blocks, it should not
cause to0 many anxious moments.

Last stages

The last stages in completing the
underframe lie with filling the voids on
the bottom with appropriate pieces of
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oak, and then cleaning up the bottom
surface. This is necessary as it allows
the table to slide on carpet.

A radius is worked around the
bottom to prevent a ragged edge being
formed. After spending a lot of time
sanding the bottom, protect this
surface from scratching by placing on
an old piece of carpet.

The sections have to be cut out to
accommodate the blocks which hold
down the top. Because the void in the
wings was 75mm (3in) wide, I made
all the blocks this width and cut out
25.4mm (lin) deep sections on the
four wings, and at each end of the
main frame — these are then levelled
using a straight cutter in a router.

Because the frame and the top will
move the same way when subjected to
varying humidities, these blocks can
be screwed directly to the underframe,
and have holes rather than slots for
screwing into the top.

Back to the top

With the underframe completed,
attention can now return to the top.
Firstly the ends need to be shaped.
Mark out the curve required and
prepare to cut. Because of the weight of
the top, it is a good idea to leave the

table top where it is and use a jigsaw, if
you have one - alternatively you can
use a bandsaw. Unfortunately I didn’t
have a jigsaw, but with the judicious
use of lots of people and odd roller
stands I managed to rough a fair curve.

With a template of the curve in
plywood cramped to the end, the edge
is cleaned up, using a bearing guided
straight cutter. The ends are sanded,
starting with 80 grit and finishing with
240 grit. The radii on the edges are then
formed, using a 13mm (%in) bearing
cutter set at less than full depth, in order
to give a definite line around the edge.

Before attaching the top to the
underframe, the underside of the top
is given two coats of Danish oil. The
top is held down with 38mm (1%in)
no.12 brass countersunk screws. The
top is oil finished.

Conclusion

I was impressed with this psuedo
rosewood — the colour is rich and it
worked well, even though it was hard
and quite abrasive. The only downside
is that most people at exhibitions seem
to prefer lighter colour timbers for
dining tables, so I have still got one
extremely heavy Bomeo rosewood
dining table for sale! M



Weight of

John Lloyd on the heavy side of

traditional furniture-making

HE MOST COMMON type of

early dining table, often listed in

15th century inventories, was of
trestle construction. In these, large
boards of oak (Quercus sp.) or elm
(Ulmus procera) form a detachable top
which rested on a number of supports.

These tables were often removed
after meals, which is of course the
perfect end to a perfect meal -
manhandling a huge slab of oak must
be a wonderful aid to digestion!

The other form of dining -
table around in the 15th century
was the ‘joyned’ table, which
consisted of — usually turned —
legs which were ‘joyned’ by means
of rails and stretchers with mortice
and tenon joints.

These were also of very heavy
construction and had the benefit, if
you were a diner, in that they were
not of ‘knock-down’ construction;
however, the huge bulbous legs that
were popular from the late 16th-
centiry meant that you certainly
knew about it if you got the leg!

My design brief for this project
was for the trestle form of table

which was made in the early 16th
century; it was to have curved
supports at each end linked by rails
at the top and a single stretcher
passing through the uprights and
secured by wedges.

The size of the top was also
prescribed, dictated by the size of the
room and the number of people
required to be seated around the table.

French connection

The wood decided upon was oak, at
my suggestion of the quarter-sawn
brown variety.

The construction of the table in
terms of joints and so on was,
therefore, going to be fairly
straightforward; the challenge turned
out to be in sourcing the oak and its
subsequent handling while
converting and jointing.

My first lead for the timber was a
local estate which had, apparently,
two butts of brown oak tucked away.

When I arranged to inspect them it
was found that they had mysteriously
vanished — it was suggested that an
estate worker may have cut them up

“It was suggested that an estate worker
may have cut the brown oak up for
fence posts because the wood was a

funny colour!”

ADDITIONAL PHOTOGRAPHY BY CHRIS SKARBON!

for fence posts because the wood
was a funny colour!

Luckily the French have a much
less haphazard approach to the
management of their forests; it seems
that their standing trees are listed,
and if an oak tree is brown oak it is
recorded as such.

Consequently the wood was
imported from France, and an
afternoon was spent sifting through
several butts of brown oak — no
mean feat when the boards you are
sifting are over 50mm (2in) thick,
480mm (19in) wide and 4 metres
(12ft) long! Having picked the butt
with the best figure and most even
colour it was transported to a local
sawmill, to be converted into slightly
more manageable pieces.

ABOVE: Plenty of
French brown oak

BELOW: End
cleats are loose-
tenoned into
stopped grooves
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ABOVE: Three
tenons at each end
join trestle-ends to
feet and bearers

RIGHT: Top rails
are dovetailed into
the bearers - cut
the talls first, then
mark them onto
the bearers

“To keep stress
levels to a
minimum | like to
have as much as
possible under my
control when
gluing up”

Table top

The boards selected for the table’s
top are from the centre of the butt —
these have the best figuring — and to

give a symmetrical appearance each
was split into two 25mm (lin)

boards and arranged in three pairs
around the centre line of the top.
Having planed and thicknessed
the boards there is just the small
question of jointing them. I do not
possess a planer with tables the
length of Brighton Pier so this
meant resorting to my trusty No. 8
jointer, and a great deal of heaving
big lumps of wood around.
Balancing these huge boards on
their mating edges and, with a light
source behind, peering along the
join to find the high spots was

followed by more heaving, a bit of
judicious planing, yet more heaving
and peering until the perfect joint
was attained!

To keep stress levels to a
minimum [ like to have as.much as
possible under my control when
gluing up. To this end, five dowels
or biscuits were used in each joint
to keep the top surfaces in register
and the boards glued up in pairs,
taking care to protect the freshly-
planed edges from indentations
from the cramps.
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length of the
stretcher and the
rather confined

space in my machine

shop, | cut the
shoulders of the
tenons by hand”



Biscuit jointed top @

® End cleat

Loose &
tongue

.8Foot
Bearer &'

‘#Stretcher rail with
loose wedged tenon

“Manhandling a huge slab of oak must
be a wonderful aid to digestion!”

-

ﬁrlple mortice and tenon

Once the top was in one piece Trestle ends requires any design input and this is ~ BELOW LEFT:
it was checked and trimmed to The shaped trestle ends are made up ~ just a question of drawing and re- Stretcher must be
its final finished size. The in width by jointing boards drawing the curves full size until pulled up tight...
cleats are fitted to the ends of symmetrically as with the table’s top.  they look right.
the table with loose tongues — These are then jointed to the top Before gluing up the trestles various BELOW RIGHT: ... by
a router with a bearing-guided bearers and feet with mortices and joints must be cut into the top bearers ~ wedged key - make
cutter was used to cut stopped tenons — the tenons are triple to for the rails and securing the top. The  sure the key
grooves in the cleats and table counteract shrinkage. The shaping of  two rails are jointed to the top projects evenly each
ends for these. the trestles is the only area which bearers with single lapped dovetails.  side of the tenon

WEIGHT OF HISTORY §3



ABOVE: Pocket screw, centre, and buttons fix the top
to the base, allowing movement while keeping the top
centred

JOHN LLOYD
turned to
restoration
from project
management
when he found
himself
spending more
time in front of
a computer
than on the
building site. He
trained with
Bruce
Luckhurst and
gained a City &
Guilds silver
medal in
Furniture
Advanced
Crafts. After
sharing
workshops at
Bow and
Battersea he
struck out on
his own, moving
to Bolney, West
Sussex three
years ago where
he restores and
copies mainly
traditional
furniture for a
largely private
client base, He
has also
restored for
Sotheby’s,
Christies and
the National
Trust.

Mark out and cut the dovetails at the
ends of the rails and, using these as
templates, scribe the dovetails onto the
bearers — being sure to mark which one
goes where — and extend the lines down
the vertical face with a square, the
thickness of the rail is transferred using
a cutting gauge.

“Finally use one of those razor-sharp
chisels to trim back to the scribed lines”

The bulk of the waste from the
sacket may be removed with a router,
but it is a good idea to make an angled
saw cut just inside the scribed lines at
each end of the socket before switching
the router on.

Finally use one of those razor-sharp
chisels to trim back to the scribed lines,
and a skew chisel to clean up the
internal corners.

The fixing of the top is achieved
using a pocket-screw at the centre and
shrinkage buttons at either end of the
bearers. This arrangement will allow
movement of the top whilst keeping the
top centrally on the bearers. These
pockets and the grooves for the buttons
are also cut before gluing up.

Finishing off

The final element of the table is the
stretcher rail, which has a through
keyed tenon at either end. Because of
the length of the stretcher and the rather
confined space in my machine shop, I
cut the shoulders of the tenons by hand
with the tenons themselves being cut on
the bandsaw.

LOW TECH MOULDING

Sockets must be cut in the tenons for
their wedged keys — these should
extend a little way behind the face of
the trestles to allow the wedges to pull
the joints up nice and tight.

Lastly, make two wedges. This
sounds very simple but as with most
aspects of making, it is a good idea to
do a full size drawing before attacking
an innocent piece of wood. In this case,
draw a plan view of the end of the
stretcher showing the socket for the
wedge, then draw in a wedged key that
will fit through the sockets with an even
amount protruding at each end. Once
satisfied make a template and attack
some wood.

Having sanded the whole table,
raised the grain and sanded again, it
was finished using several coats of
shellac sanding sealer which was cut
back with 0000 wire wool before being
waxed with a hard, home-made wax.

Colouring is, of course, completely
unnecessary because of the wonderful
natural colour of the timber — which is
the reason brown oak was selected in
the first place. &

To soften the top edges of the stretcher a bead is run along its length. This could be done with a router but | prefer,
where possible, to go low tech and use a steel slotted woodscrew which has been inserted into a piece of beech.

The screw's head then becomes a cutting edge, so has its face sharpened on an oil stone. The width of the bead
produced by this tool is governed by how far the screw projects from the piece of wood which acts as the fence, but
this isn’t infinitely variable as the screw head must be angled so that the slot does the actual cutting.

To obtain a crisp edge to the bead set it in with a cutting gauge before starting work with the screw cutter, and if
necessary finish shaping with a shoulder plane.

Another low tech approach to mouldings is the scratchstock, which has been around since medieval times. This is
another easy way to make simple mouldings of a greater variety,

ABOVE: Low tech moulding device - an
offcut and a woodscrew
EBELOW: Cutting a bead with the screw’s sliot

limited only by the shapes you can invent, file and grind.

In some instances the scratchstock can be as quick as a router,
particularly for a small run of a one-off moulding on a curve — by the
time you've made a jig for the router, a scratchstock can be made out
of an old piece of bandsaw or hacksaw blade and a piece of scrap
wood. It is certainly cheaper than buying special router cutters.

If you want to 'make an especially smart scratchstock refer to Bob
Wearing's book, Hand Tools for Woodworkers, ISBN 0 7134 7223 5,
published by Batsford at £15.99.

LEFT: A de-luxe
scratchstock with
adjustable fence
and curved face |
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® ANDREW
LAWTON, a
member of the
Society of
Designer
Craftsmen, has
been making
furniture full
time since 1980.
He rescued
Goatscliffe
Workshops -
run by pioneer
craftsman Ben
Coopland from
the 1920s to the
1960s in
Grindleford,
Derbyshire -
from near
dereliction.
Lawton’s 1991
Spiral Table in
English walnut
inlaid with
sycamore
received a Guild
Mark from the
Worshipful
Company of
Furniture
Makers.

ABOVE! Photo 1|
An alternative to
the frame and
panel back - solid
with skewed
dovetails

ANY TRADITIONAL
corner cupboards suffer
from the same weakness:

the carcasses, particularly the backs,
are often of a lower standard of
craftsmanship than the doors and
leading edges.

Antique examples usually have
nailed-on pine backs while modern
reproductions invariably sport a thin
ply panel, at best screwed, at worst
stapled on.

PHOTOGRAPHY BY STEPHEN HEPWORTH, MAIN

ILLUSTRATION BY AN HALL

Andrew Lawton makes a bow-fronted

corner cabinet

We can do much better than that. A
sound job should be properly framed
up and panelled, if solid timber is
being used, or where a flush interior
is called for, the carcass can be
assembled from lipped, veneered
MDF or other manufactured board.

A third method, which lends itself

particularly well to relatively small,
wall-mounted pieces is a solid timber
carcass jointed with skewed
dovetails, see photo 1. The cabinet
described here s just such a piece,
the latest of many similar and related
cabinets I have made over the past
eighteen years, see photo 2.
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Planning

Despite its apparent simplicity, this
is an exacting piece to make and has
to be tackled in the right order,
beginning with a full drawing of the
doors as if they were flat, not curved,
accurate templates of the carcass, top
and bottom, and doors.

In cabinetmaking, the doors can
be, and usually are, made after the
carcass has been put together, but
here they must be made first to
ensure that the faceting of the doors
accurately follows the stepped edges
of the carcass, which is a salient
feature of the design.

If, after gluing up, it is found that
the doors don’t quite match the
templates, being either a little too
sharply or gently curved, the top and
bottom can be made to match, and
the eye will never notice.

Doors

The doors of this piece are not
simply sets of tapered slats of solid
timber shot to an angle and glued-up
as in classic coopered fashion. It is
possible, and easier, to make them
that way, but it is an extra risk. There
is always the chance that long-term
changes in relative humidity could
cause the doors to go out of shape.

Method
The method used here is to sandwich
lengths of MDF between two skins
of thick, bandsawn veneer. The
veneers have to be fairly thick to
allow the segments to step back and
forwards alternately, see fig 1.

The thin segments are faced
with 3.5mm (%in) veneers and the
thick slats with 6mm (%in). On
no account should veneers of
different thicknesses be mixed on
the same slat since this could
cause an unequal pull, and
consequent distortion.

Prior to veneering, the slats should
be end-lipped, not to disguise the
fact that they are MDF and to pass

“Prior to veneering,
the slats should be
end-lipped, not to
disguise the fact that
they are MDF and
to pass them off as
solid timber; but
because raw MDF is
not attractive”

them off as solid timber; but because
raw MDF is not attractive. The doors
of this cabinet are end-lipped with a
deliberately darker coloured elm to
emphasise the construction rather
than conceal it — the client was made
aware of this and why it was done.
The two outer slats of each door,
the counterparts of the hinging and
meeting stiles of a conventional
door, are done slightly differently
in that they are single-direction
laminated, again for dimensional
stability. Alternatively these
segments could have a long
edge-lipping applied before
being veneered.

Veneers

The veneers were cut from several
matching boards from the same
tree, using the bandsaw, but could
just as easily be done on a circular
saw, although this would be

more wasteful.

They are glued on with Cacamite,
evenly applied with an old
photographic roller.

All ten slats are faced at one go
between eight sash-cramps with
several thicknesses of MDF on the
outsides to even out the pressure. A
couple of sheets of newspaper are

slipped between each slat to act asa

cushion and prevent them from
sticking together. It has to be
admitted that this method is
somewhat Heath Robinson compared
to using a vacuum press, but in small
spaces it can be a good alternative.

Dummy run
After cleaning up, the slats are sawn
to the trapezoid shape taking
measurements directly from the full
size drawing, and the edges shot to
the required angle on a surface
planer with the fence tilted.

A dummy run should be
carried out first using scrap to
ensure that the angles conform
to the door templates.

MDF core®

Ply tongue &

In the absence of a machine planer
the joints could be shot by hand with
a try plane, using a sliding bevel
with an angled jig to help maintain a
consistent angle. A jig of this
description is used to guide the
router when machining the grooves
in each abutting joint, into which a
ply tongue is fitted when assembling
the doors, see photo 3.

Door assembly

Each door is assembled dry,
complete with ply tongues, to
check that all the butt joints will
pull up tightly.

ABOVE: Photo 2
Wych elm and
tapered panels
provide an
interesting angle
on cogner
cupboards

2 3.5mm sawn veneers

6mm sawn veneers &

Fig 1. Section of door segments
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CHOICE OF TIMBER

The choice of timber, irrespective of species, needs careful
consideration for this design to be successful. Straight grained,
preferably quarter-sawn material is best, for its dimensional stability
and resistance to shrinkage, see fig 3.

This is good from an aesthetic angle too, since, because of its
emphasis on vertical lines;a wild boisterous grain would fight with
the faceting of the doors and look restless.

Client’s choice

In this case the client had asked for wych elm (ulmus glabra), selected
from my own stocks which were bought as round logs from the local
authority, quarter sawn at a local mill and seasoned on our premises

TOP: Photo 3 An
angled jig ensures
plywood tongues
are the correct
angle to parallel
joints in coopered
door

ABOVES Photo 4
Cramping the
door up, G-
cramps exert
downward
pressure to avoid

springing

By using sash-cramps to squeeze
the slats together, balanced by G-
clamps at each end to exert
downward pressure, it is possible to
achieve tight joints. If necessary, a
central sash-cramp may be needed,
but you can’t use a G-clamp here to
pull downwards — a supply of
weights will give the down-thrust.

A practise run with a door made of
plain MDF or cheap timber is
strongly recommended before risking
spoiling the real thing.

Rather than gluing-up on the
bench, the cramps are best rested on
a pair of trestles to enable the joints
to be inspected from underneath and
any excess glue removed without
having to manhandle the whole
assembly, see photo 4.

After the glue has set, overnight if
possible, the doors can be removed
from the cramps and checked for
twisting on a flat surface and against
the templates; if all is well they can
be put to one side and a start made
on the carcass.

Carcass
The first step is to machine up
enouglh timber for the top, the
bottom, the two halves of the back,
and as many shelves as required.
The back halves should be carefully
trued-up to form perfect rectangles
and then shot to conform to the
template, see photo 5. Note that the
angle of the apex of the back should
be slightly more than 90°. This is to
create a small area of clearance when
the cabinet is attached to the wall and

CONVENTIONAL
DOVETAILS

SKEW DOVETAILS

r‘/’ Short weak grain

_® Pin parallel
with grain

in the early
1 19805,

Whilst
common elm
(ulmus procera),
which is quite
rare now
thanks to
Dutch elm
disease, had a
bad reputation
for warping,
wych elm is
much more
predictable, is
stable, and
with its
attractively
flecked grain
and occasional
green streaks,
is @ most
acceptable
cabinet timber.

It goes
almost without

Fig 3 @ Section of

ensures that there will be no gaps at
the front, since walls are rarely true
either in old or modern houses.

Again using the template, the ends
of the carcass are prepared, preferably
together, and the shoulder-lines for the
dovetails marked with a gauge.

The doors are now offered up to
the ends and the exact outline drawn
with a sharp pencil, followed by a 3
or 4mm (¥s or ¥:1n) allowance for
the overhang of the carcass edges.

The steps on the leading edge are
best cut with a router against a
securely anchored straight edge,
moved around the workpiece as each

saying that
whatever one’s
choice of wood, kiln dried or not,
its moisture content must be
around the 10% mark, or less, in
order to stand up to the rigours
of central heating.

LEFTI Although both carcass back
and end can move together owing to
the 45° orientation, ends tend to
move more than the backs = hence
quartersawn timber preferable

facet is worked, followed by removal
of the sharp corners.

The aim is to continue the slope of
the faceting of the doors across the
top and bottom of the carcass.

Dovetails

Conventional dovetails are not suitable
for jointing this cabinet since the angle
of the grain direction would result in
short, and therefore weak, joints —
quite apart from the aesthetic
consideration, see panel, fig 2. Skewed,
or bevelled dovetails are therefore the
answer, set out with either a sliding
bevel or purpose-made template.
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TOP: Photo 5 Using a template to
check angle of back

ABOVE: Photo 6 Pin sockets cut ~ the
mitred corners frame the doors nicely

The slope angle should be
equidistant around a 45° centreline,
with a pitch of 1 in 7 or 8 as in
normal dovetails.

The tails are cut on the top and
bottom with a dovetail saw, the
bulk of the waste removed with a
coping saw and the remainder
gently pared back to the line with a
chisel or chisels.

Getting right into the corner can be
tricky — a fine 3mm (%in) bevel-edge
chisel is very useful here.

Transfer to carcass
Once the tails are cut, the
workpiece can be transferred to
the carcass back, and the pins
marked with a knife or scriber,
ensuring that nothing slips out
of alignment.

Cutting the pins is again done
with the dovetail saw, coping saw,
and chisel. A useful way of
speeding up this operation is to use
the router in conjunction with a
simple but accurate L-shaped jig,
set dead level with the top of the
pins, instead of paring down to the
shoulder line by hand.

These dovetails may look a little
unfamiliar and daunting, but are not
much more difficult than their more
conventional relatives.

Securing the carcass back in the
vice to prevent vibration while the
joints are cut is usually the biggest
headache.

If desired, though not essential,
the corners of the carcass can be
mitred in a similar way to Colin
Eden-Eadon’s toilet mirror, see page
34. This is an added refinement
which does frame the doors rather
nicely, see photos 6 & 7.

Gluing-up
Once the dovetails have been checked
over and it is certain they will all
locate and pull up to the shoulders, the
carcass can be glued-up using sash-
cramps and stout blocks to spread the
pressure. Again, the assembly must be
tested to ensure that it is out of wind
before being left to set thoroughly.
After cleaning up the outside, the
doors can be fitted, hinged and hung.
Door-pulls are a matter of choice.
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On this cabinet simple handles,
tapered to match the slope of the door
facets, are worked from laburnum
(laburnum anagyroides), which
compliments the elm quite effectively.
They are dovetailed onto the doors,
giving extra interest as well as a
secure fixing, see photo 8.

Shelves
The penultimate stage is the shaping
and fixing of the two shelves. These
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RIGHT: Photo 8 Door handle detail

BELOW: Photo 7 Checking the fit

DOOR HANGING

Mark the vertical centre line of the cabinet on the inside faces of
the top and bottom.

For each door in turn, shoot the hinging edge to fit, then the top
and bottom edges until the door will just enter.

Then shoot the closing edge until it is a fraction proud of the
centre line. Hinge both doors and hang. Remove a shaving or two
top and bottom to allow clearance for the doors to open without
binding on the carcass.

Finally, remove shavings from the closing edges until the doors
just meet, and the adjacent facets are both in line with each other
and parallel to the corresponding steps of the carcass.

If you get plane-happy and remove too much wood from the
vertical edges when fitting, the doors can simply be set slightly
further back into the body of the cabinet — something you can’t do
with an ill-fitting pair of doors in a parallel-sided cabinet!

Catches
When the doors are fitting snugly, catches of your choice can be
fitted. | have often used miniature bullet-catches in the past, sinking
the body of the catch into the carcass, dispensing with the striking
plate and letting a section of dense hardwood, such as ebony, end-
grain-on into the end of the door.

But increasingly | use 8mm (¥%:in) diameter magnetic catches,

which are not so unobtrusive but have the advantage of an easily
adjustable keeper-plate and, with no moving parts, an almost

indefinite life.

are simple quadrants with bevelled
edges, secured from the back with
screws, the heads of which are
counter-bored and pelleted.

This method of attachment is
perfectly adequate since cabinets of
this type are only ever likely to
carry the weight of glasses and
other light objects.

The shelves are left until last so
that they don’t get in the way when
the doors are being hung.

Finish

Finally, the surface finish can be
applied. Elm looks best in my
opinion with a low lustre finish — this
piece is treated with several thin
coats of Danish oil to enhance the

appearance and give a reasonable
degree of surface protection.

Fixing
The completed cabinet can be fixed
to the wall in a number of ways. In
this instance, four counterbored holes
were drilled just inside the doors,
with removable plugs of elm
covering the screw-heads, to
facilitate the removal of the cabinet
for redecoration or relocation.
Whatever method is adopted, it is
important that the natural movement
of the carcass, with day to day
changes in humidity, is not restricted
— nor must the cabinet be distorted in
any way, which would throw the
doors out of alignment. M
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Mike Cowie makes

a traditional

linenfold chest

ABOVE: A L B I HAT W

linenfold chest - ‘ ' have been s ac a I
at one time the cabinetmakers, appears
staple fare of now to be exceptional - the
many wood- traditional linenfold chest. Having
workers made one myself, | was surprised by
the comments it received and the
interest that was shown in the
linenfolds —- I only wish the rest of
my work attracted such attention!

A piece of this nature presents
good exercise in frame and panel
construction plus an opportunity to
develop your carving skills — it is
fairly straightforward but requires
care and attention to detail, that can
only be good for future projects.

“It is feasible for a
©® MIKE COWIE 21 3mm panel to

turned to "
cabinetmaking move Up tO 6mm
after being made

redundant 4 years Construction

ago. He took a City The construction of the chest is

& Guilds course at made up of frame and panel — the

Sheffield College main requirement being a good fit,
which he passed allowing for the movement that will
with distinction, occur. How much movement

set up his own depends on the dryness of timber,
workshop, and is the cut — either flat-sawn or

now in the happy quartered — and whether the chest is
position of having  destined to be in a centrally heated
as much work as room. It is feasible for a 213mm (8
he can cope with in) panel to move up to 6mm (%in). ABOVE: The side panels




Frame

I decided to use English oak
(Quercus robur) — this should be
dimensioned to 73mm (2%in) by
21mm (%in) for the frame, choosing
the best pieces for the top and front —
cut to size and morticed and tenoned.
It helps to mark these with the aid of
a rod to ensure accuracy, the muntins
being left until last to obtain a spot-
on measurement.

When all items are morticed and
tenoned, do a test fit and if you are
happy, then draw a pencil line on the
areas to be grooved for the panels —
disassemble, and cut a Smm (¥sin)
groove — this way I usually get the
grooves where they want to be!

For continuity, mitre the corners of
the legs, which I feel is the easiest
solution. 1 was tempted to use splines
but opted for a simple glue-joint, as
there is plenty of surface area — all
held together by sellotape — which
achieved an excellent result!

Top
The top is of slightly different
construction having mitred bridle
joints at the corners — this was
decided on because of the high
stress that is to be imposed on it.
Luckily this joint does not show on
the front aspect.

Care should be exercised in the

GLUING-UP

Eetn

“How about chamfering the edges?”
| thought — and so | started
on the inside where the
mistakes wouldn’t show”

construction of the top with trial
assembles to obtain the exact
measurements.

Chamfered edges

Having got this far, and looking at
the assembled carcass, I decided that
something was missing — apart from
the panels! “How about chamfering
the edges?’ I thought — and so I
started on the inside where the
mistakes wouldn’t show, and
progressed to the outside, until there
were no edges left.

Panels

The panels are all cut from the

same board ensuring a good match
of grain and colour. Again, these are
thicknessed to 21mm (%in) and cut to
size with the first task being to cut a
22 by 12mm (% by %in) rebate on the
front face and a 12 by 4mm (}4 by
%:in) rebate on the rear, leaving a
Smm (Aein) lip.

FAR LEFT: The
linenfold panel

LEFT: The
chamfers continue
on the inside of
the top rails

BELOW: The top
panels are shaped
to echo the subtle
inside chamfers




ABOVE: After
initial routing

with a cove bit, a
block plane and a
gooseneck scraper
are used to clean up

RIGHT: A rectangle
is chopped out to
form the flat
before the inner
fold - the waste is
routed out

BELOW: The
outline of the
folds are drawn
on the ends ready
for marking out

with the chisels
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Linenfolds
Linenfolds are carved on all the
panels, starting at the back — the
rationale being that by the time I
reached the front panels the carving
would be looking good!

Two equally-spaced grooves,

7 by 4mm (%: by %zin) are run
into the panels with the aid of the
tablesaw — this could, of course,
be achieved with a router with
multi-passes.

On the rebated edge draw a shape
that satisfies the required curves —
which is used as a marker to cut to.
The method I used was a router set
with a 19mm cove cutter, but it
would be better with a fixed router —
although it could be done freehand,
with care, if necessary.

FURNITURE-MAKING PROJECTS

The first stage is to make a cut
7mm (%:in) deep, either side of the
centre line leaving a 2mm (%:in)
margin in the centre. A similar cut is
run Smm (¥ein) from each edge.
Then, using the same cutter set
according to the drawn shape, adjust

and remove the excess waste.

Next is the simple job of
smoothing off, using a block plane
and gooseneck scraper. Sandpaper,
through the grits from 120 to 240, is
then used together with a rubber
sanding block to finish the surface.
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“Almost anything that conforms to the required radiuses will suffice —
hardly a purist approach but adequate!”
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ABOVE: The
previously drawn
folds are now
marked out with
the appropriate
chisels

TOP RIGHT: The
folds marked
out, ready for
carving

ABOVE RIGHT?
The first side is
now complete

RIGHT: Under-
cutting the
middle folds

Outlines

The next task was one that I had to
give some thought to and I decided
that it would be best to work from
the middle out.

With chisel in hand, chop a
20mm ('%sin) deep by 25mm
(1lin) rectangle, down to the level
of the rebate — [ think in future I
would leave the odd 1 or 2mm
(2 or Visin) to finish later, as the
greatest difficulty I found was that
of over-cutting which telegraphs
through. A small V is then cut out
towards the edge, as indicated,
which outlines the extent of the
folds to be carved later.

Now remains the task of drawing
an outline from which the folds can
be carved. I thought that this would
be the most difficult task and was
pleasantly surprised to find that the
folds guide the chisel — and the
initial care taken is soon replaced by
a more confident touch. Unsure
which was the right chisel to use,
and having a limited collection, I
selected a Henry Taylor 20mm No 4,
a 20mm No 6 and a 6mm No 4 —
and managed to complete most of
the work with them.

Starting from the marked outline,
and holding the 20mm No 4 at an
approximate angle of 30°, chop
away the waste, leaving a Smm
(Mein) edge and a nice bevel on
which the folds can be drawn.
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Ensure that all the curves are in the
right place and preferably make light
paring cuts, as oak can be a difficult
timber to carve.

Folds

For the folds, first pencil in the
outline then, using suitable chisels,
make vertical cuts to conform to that
outline, gradually paring away the
waste until a satisfactory result is
achieved. The primary tool I used
was the 20mm No 6 followed by the
6mm No 4, and an assortment of
indeterminate sizes, although
anything that conforms to the
required radiuses will suffice —
hardly a purist approach but
adequate! Especial care must be
taken on the sharp curves as the
wood is likely to splinter.

When finished, go over the outline
with a sharp chisel and pare slightly
to cut a clean smooth surface on the
verticals, particularly the central
section, trying to undercut slightly. A
6mm No 4 can then be used to bevel
all the edges. Needless to say, the
chisels should be as sharp as
possible for all these tasks.

Finish

After a final check-over and a light
sanding, it is time to apply a finish.
As I mentioned earlier, the
movement of the panels will, if
finished in situ, lead to unsightly

lines showing at the sides, so to
avoid this, finish before gluing-up.

It was at this stage that [ made my
biggest error yet — [ used garnet
polish! I didn’t like it, so off it had
to come — and it was back to Danish
oil, my favourite finish, which gives
excellent results from a high gloss
and satin, to matt, dépending on the
effort put in.

Fitting panels

For the fit of the panels allow
2mm (“4ein) on either side, allowing
an & mm (¥sin) groove to be filled
to 6mm (%in) but with a negligible
gap at both the top and bottom so
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that it is a snug fit. coved the edges, which gave a place with the aid of a groove run in -
The top panels differ slightly from  pleasing result. 25mm (1in) from the bottom of the

the lower, in shape, but also in that a For the bottom frame and panel frame, front and back — with a
normal fielded panel cutter was construction I used oak with cedar runner inserted into this, and the
used. They didn’t seem to fit quite of Lebanon (Cedrus libani) panels bottom sitting on it. M

right with the chamfering around the
edges, so, taking the 6mm No 4
chisel that was used for the lower
panels, I rounded off the corners and

which give off a lovely aroma when
e same dimensions a he sices. VLA LA
the same dimensions as the sides,
for continuity, and were fitted in Suppliers of new carving chisels: :
Henry Taylor (Tools) Ltd, Peacock Estate,
Livesey St, Sheffield, S6 2BL
. Tel 0114 234 0282 fax 0114 2852015
Ashley lles (Edge Tools Ltd), East Kirkby,
- Spilsby, Lincolnshire, PE23 4DD
Tel 01790 763372 fax 01790 763610 -
‘For new and second-hand:
Bristol Design, 14 Perry Rd, Brlstol BSI 5BG
Tel 0117 929 1740

FURTHER READING _

Essential Woodcarvmg Techniques by Dick Onians

GMC £1595

ISBN | 861108 042 5 . _

. Available from: GMC Publications Ltd, 166 High
Street, Lewes, East Sussex BN7 1 XU

Tel: 01273 488005 fax: 01273 478606

STAPLE FARE 65



“It also makes a good
sampler of solid-wood
jointing techniques if the
effects of shrinkage are to
be planned for.”
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® GORDON
DA’COSTA's visit
to the Shaker
Room at the
American Museum
in Bath was the
furniture
equivalent of
conversion on the
road to
Damascus, and he
took a City &
Guilds course at
Burnley, following
this up with a
licentiateship in
Furniture and
Manufacture.
Passionate about
Shaker furniture,
he has yet to fulfil
his ambition to
visit the sites of
now defunct
communities in
New England.

LEFT: Fall-front
open to reveal
interior layout

FAR LEFT:
Fine Shaker style

Shaker-style desk

As well as being a useful piece of furniture, Gordon da’Costa’s desk is an
exercise in solid-wood joinery

HIS STYLE of desk offers

practical storage for

stationery and a good
writing surface without looking
too heavy, thanks to its open
lower structure. It also makes a
good sampler of solid-wood
jointing techniques if the effects

of shrinkage are to be planned for.

The base and top carcass are
made separately. The base is a
simple, table-like structure with
rails tenoned into legs and fixed
to the top carcass with buttons;
the top is basically a box into
which various sub-divisions and
moving parts are fitted.

Using sliding dovetails for the
corner joints of the outer carcass

means that it will resist pushing
forces in all directions, so
although there’s quite a lot going
on inside, simple housing joints
can be used for most internal
fitting.

Wide components

The American cherry (Prunus
serotina) 1 used measured 150 to
250mm (6 to 10in) in width, so the
wider components were made up
using loose tongues, where a groove
is cut into both of the edges to be
joined and a tongue of, say, cross-
grain ply is inserted. Where end-
grain is exposed, the grooves
should stop 10mm (*/sin) or so
short of the ends.

ABOVE: Sycamore drawer interior — dovetails and loper
can also be seen
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LEFT: Fig 1 Economic gluing — two
carcass sides from one glue-up

“A horizontal centreboard
carries the fall-front’s hinges
and forms the back of the
writing surface”

To minimise waste when making
the sides, both can be glued up as a
single 500mm by 820mm (19°/2 by
32in) piece, see fig 1, then cut as
shown. Alternatively, use varying
lengths, see fig 2.

BELOW: Fig 2 Alternative method of giuing up boards

Main carcass the fit, then cut a rebate for the
The sides are jointed back.

into the overhanging top On the inside face of the

and base using dovetailed carcass top five housings for the
housing joints. Dry drawer guides and pigeon holes
assemble these to check are marked and cut. Housings are

best cut with a router guided by a

RIGHT: Cherry
and sycamore
provide a
pleasant contrast
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board clamped square across the
work; it’s a good idea to cut
these before machining the parts
that will fit into them so that the
thickness can be matched to the
cutter.

A horizontal centreboard
carries the fall-front’s hinges and
forms the back of the writing
surface. This is housed into the
carcass sides; stop these housings
15mm (*/sin) short of the front
edges and cut matching shoulders
on the centreboard.

Two housings for the upper
drawer guides are cut into this
component to match those in the
top carcass member, from which
they should be marked.

- Dry-assemble the base, top and
sides of the carcass; slide in the
centreboard and check for fit.
When this is correct the edges of
the top and bottom can be
rounded and the sliding dovetails
glued — but not the centreboard.

The illustration shows that
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ABOVE: The
bureau is
attached to the
stand with
buttons screwed
to the underside
of the carcass

10mm (*/sin) dowels are fitted
into the carcass sides to act as
stops for the lopers. Glue these
into 15mm (*/sin) deep holes,
then file flats on their upper and
lower surfaces until their
thickness is 8mm (*/isin) — this
gives a larger surface area for the
loper to run on.

Fall-front

The fall-front is a door when
closed and a writing surface
when opened, and as it is fixed
on only one edge by hinges it
must be constructed to stay flat.
This is done by tenoning its ends
into long-grain cleats, sometimes
called breadboard ends, in such a
way as it can shrink and expand
without cupping.

Make up the main board to
width as before then cut the
tenons, forming a 22mm ("/sin)
shoulder at each end, see fig 3.

Cut mortices in the cleats
leaving 25mm (lin) at each end;
this gives a 3mm (‘/sin) gap at
each end of the tenons to allow
for expansion caused by
humidity changes, see panel.

The dowel holes in the
outermost ends of the tenons
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should also be slightly ovular.

Dry-assemble and clamp the
cleats to the fall-front, then from
what will be the inner face drill
dowel holes through the tenons
and just into the outer cheek of
the mortices, taking care not to
break through the outer face.
Dismantle, and elongate the
dowel holes in the tenons to
allow sideways movement.

The fall-front can now be
assembled and dowels glued 1n
position. The tenons must be free
to slide along the mortices, so
restrict the use of glue to no
more than 50mm (2in) either side
of the centre of the boards.

Next, clean up then cut a
quadrant profile in the top edge,
followed by the rebates and
finger grips in the end cleats.

Fitting

Cut in and fit the hinges to the
fall-front, then from these mark
the hinge positions on the
centreboard, cut in and check for
correct alignment.

Slide the centreboard into
place, refit the fall-front and
make any final adjustments — do
not glue the centreboard yet.

Dowel holes in tenon
oval to allow

@ Breadboard end

Lopers

The fall-front is supported when
open by a pair of pull-out lopers.
Like the fall-front, their end-
grain is capped with breadboard
ends for stability and appearance.
To protect the face of the fall-
front, a strip of felt or leather is
glued to their top edge.

Each loper is sandwiched
between the carcass side and the
adjacent drawer divider. A dowel,
see above, restricts travel.

Shape and cut two kickers —
which also hold the dividers in
position — a fraction wider than
the thickness of the lopers, and
glue and screw into place,
see fig 4.

Install the lopers in position,
then fix the dividers by pocket-
screwing through them into the
centreboard at the top; and with
two screws driven up through the
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carcass at the bottom.

It will be seen from the
illustration that the main drawers
run between runners and rails
which are planted onto the
carcass bottom and under the
centreboard. These components
also form housings for the
drawer dividers, the divider in
the centre being fixed in the
same way as the drawer/loper
dividers.

The centreboard can now be
glued, a stop for the fall-front
then being fitted along the front
of the top carcass member, see
main illustration.

Interior

The arrangement of drawer and
pigeon-holes in the upper part of
the carcass comes next. Cut
grooves in the main vertical
dividers to accommodate the dust
shelves and the base of the
pigeon-holes, then slide them
into place dry.

Now cut the pigeon-hole
members and groove their base.
Glue the vertical pieces to it;
then when dry the assembly can
be slid into position.

The two small drawer runner

ABOVE! Fig 4 Loper details and
construction

*essessas @ Dowel stop

ABOVE: Fig 3
Construction details
of fall-front. The correct

construction technique for the

fall-front is paramount because of the
risk of movement warping the surface.The
tenons are deliberately under-cut in their depth
to allow for natural movement. The holes into which
the dowels are placed to peg the cleats at either end are
also ovular for the same reason.

frames are made using concealed
half lap joints; when these attain
a sliding fit all the components
can be glued into place.

To compensate for any
discrepancies, the runners,
kickers and fillets are not fitted
until after the drawers are made.

Drawers

I used cherry for the drawer
fronts, but the sides, backs and
bottoms are in sycamore (Acer
pseudoplatanus). This gives the
inside a light, clean-looking
appearance which is enhanced by
veneering the interior face of the
drawer fronts in the same
material.

The drawer knobs may be
turned from wood as here, or can
be of brass or china, all in
keeping with Shaker tradition.

As the drawer bottoms are
solid wood, they are fitted dry
into grooves in the fronts and
sides. These grooves are best cut
before the dovetails, as the backs
finish at the top of the bottoms to
allow them to project

Remember that the grain of
solid drawer bottoms must run
across the drawer so that

,«+*® Tenon narrower
than mortice

BUREAU STAND

Fig 5 Layout of double tenons for the stand

THE STAND is attached to the bureau by
buttons screwed to the underside of its base,
and located in grooves cut in the stand’s rails,
see picture. ‘

The rails are joined to the legs using twin
secret haunched mortice and tenon joints,
see fig 5. Each of the joints is dowel-pegged,
providing added strength and following the
Shaker tradition.

The slender legs demand four lengths of
even-grained, knot-free timber. Arrange each
piece so that the run of the grain is from top
to bottom, making for a cleaner finish when
planing the tapers. f

Tapering the legs on their inner faces sides
avoids a pin-toed look; make sure that each
taper begins below the mortice hole even
after cleaning up; with a shallow angled taper
like this even sanding its face can move its
start position a surprising distance.

After the leg to rail joints have been glued
up, drill holes for dowels through the tenons
to a depth less than 35mm (1°/sin), leaving. a
blind end. Cut a narrow groove along the
length of each dowel to allow excess adhesive
to escape, then glue and fit.

shrinkage is in the front-to-back
direction, and can be taken up by
the overhang — for this reason
the bottom is screw-fixed to the
underside of the drawer back
through an elongated slot. B

@ Full dimensioned drawings
and cutting list for this piece are
available free to readers of F&C.
Please send a stamped, self-
addressed A4 envelope to:
Shaker desk drawings, Furniture
and Cabinetmaking, Castle
Place, 86 High Street, Lewes,
East Sussex BN7 IXN.
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Headboard head

Be warned — Andrew Skelton’s deceptively basic design for a bed will not

induce sleep

ANDREW SKELTON,
who has been
making high
quality hardwood
furniture for the
past 15 years,

was recently ~
commissioned to
make a copy of a
seat at:Charleston.
The original seat
no longer existed
and the design was
arrived at by
studying
photographs and a
few seconds of
film. Skelton
trained as an
architect and says
furniture-making
is a natural
progression from
that discipline. He
lives and works in
the Derbyshire
Peak District.

RIGHT?
Photo 1
Simple it may
be, easy it ain’t
= a curved,
laminated
headboard
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reduce the bed to its simplest

components of posts, rails
and headboard, and yet express
richness of both form and materials.

I often find that simple-looking
designs require more work, and this
project adds weight to that
argument, the desire to express each
component both structurally and
decoratively requiring subtle
proportion and attention to detail
and workmanship.

Clearly, a bed can be made using
simpler construction, but part of our
role as designers must be to attempt
to challenge and excite not just the
viewer of the finished object but
ourselves as makers, see photo 1
and fig 1.

T HIS DESIGN ATTEMPTS to

“Clearly,a bed can
be made using
simpler
construction,
but part of our
role as
designers must
be to attempt
to challenge
and excite”

MAIN PHOTOGRAPHY BY STEPHEN HEPWORTH

Construction

While not involving straightforward
joinery, the bed itself is not difficult
to make. The whole project consists
of only eight joints, and making the
curved headboard can be broken
down into stages.

The headboard and footboard are
assembled in the workshop and the
long rails secured with knock-down
fittings on site.

The slats on which the mattress sits
are bought, ready-made, along with
their end fittings. They are simple to
fit and have proved very comfortable.
The slats, made from laminated beech
(Fagus sp) sprung to a gentle curve,
are held by rubber fittings needing no
more than holes drilled in the rails —
there being no point in making work
for the sake of it!

3-step mortice
I like legs set at 45°, and here I feel

they give a logic and tension to the
design. More importantly, the
curved headboard - the only definite
requirement of the client — flows
naturally from the angled posts.

I have, perhaps, further
complicated the joint between the
posts and the rails by showing the
knock-down fittings decoratively.
Ply tongues or even biscuits could
serve here, but I was worried they
might not close with the knock-
down fixing and that any racking of
the bed would leave an unsightly
open miltre.

The secret of success with this
joint, see photos 2,4 and 5 and fig 2,
1s to machine up plenty of test pieces
and keep altering the set-ups until
everything is spot on.

The pockets — for they are hardly
mortices — in the legs are cut with a
router guided by a jig which fits-over
the corner of the legs, see photo 6.




Blocks create a platform at 45°
on which the router can run, and
fences and stops are added to
determine the exact position and
size of the mortice.

The three steps of the joint
depend on the positioning of the
fences and accurately setting the
depth of the router cut. The
bottom of the router cut must hit
the leg exactly at the front of the
rail, and this is where the test
pieces are invaluable,

These test pieces can also be
used to set up for the short
tenons; remember to cut a 45°
haunch top and bottom if the
corners of the rails are to be
rounded over.

Knock-down

The best way to pull up this joint is
to apply pressure at right angles to
the leg. Having drilled the
appropriate holes, I used threaded
rod and 45° blocks to test fit and
glue up the short rails, see photo 7.

The actual fitting is made from a
long M6 machine screw with a nut
epoxied into one side. Rather than
standard nuts, I used threaded rod
connectors; at 18mm long these
provide a better gluing surface — I
had to cut the ends at 45°, see
photo 8.

Both ends of the fittings are
hidden by 15mm diameter
aluminium plugs; although these
could be of wood, I like the contrast
of the oak and polished metal, see
panel for how to make these.

Andrew Skelton

29 January 1997

“l accept that this
would make
more sense for a
small production
run, but even

for the one-off

a mould like this
is relatively quick
and economic

to achieve”

Headboard mould

The headboard is laminated from
four layers of 3mm MDF with
veneers on both sides formed over a
mould in the vacuum press. Having
already made a jig to cut the leg
mortices, now an 850mm by
1600mm (32 by 60in) mould for the
headboard must be constructed.

[ accept that this would make
more sense for a small production
run, but even for a one-off a mould
like this is relatively quick and
economic to achieve.

I make a 9mm MDF template
which I use when routing the 25mm
(1in) chipboard ribs. The template
provides not only the shape of the
curve but also cut-outs for battens
with which to keep the assembled
ribs in registration.
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Fig | Design for a bed

BELOW LEFT:
Photo 2 Mortice
detail with M6
holes for
threaded rod
connectors

BELOW MIDDLE:
Photo 4 Stepped
and mitred tenon

BELOW LEFT:
Photp 5 The
completed joint
with decorative
aluminium plugs
fitted




TOP RIGHT:
Photo 6 Jig for
morticing legs

MIDDLE RIGHT:
Photo 7 Blocks in
place to assist
gluing up

BOTTOM RIGHT:
Photo 8 Bolts and
plugs for leg
joints

OPPOSITE PAGE:
Fig 2 Leg
assembly

If the ribs are routed neatly and
assembled carefully, in line and
square, then the mould can be used
later as a jig to accurately trim the
headboard, see photo 11.

The curve of the ribs must allow
for the skin of the mould — in this
case three layers of 3mm MDF —
and also for the spring-back of the
formed piece. Spring-back is
difficult to predict, especially in a
curve like this with many different
radii of curvature.

I simply ‘tighten up’ the curves
to exaggerate the difference
between the highs and lows.

My mould, which was Smm
higher and 5Smm lower than the
actual curve, proved to be a little
tight — the panel didn’t spring back
as much as | had anticipated, see
photo 12.

It still amazes me how rigid even
three glue lines will make a laminated
panel. To take the guesswork out of
guessing, the serious and sensible
student of laminating would of
course keep a notebook of what
happens when and where.

Easier life

The thought of having to use curved
scrapers and hand-sanding the
headboard filling me with horror,

I veneered the two outer — oak
(Quercus robur) for the back and
burr oak for the front — sheets of
3mm MDF and cleaned them up
while they were still flat.

This technique does have its
limitations, however, making the
substrate significantly less pliable
and the complete package less rigid.

I first veneered a piece of 3mm
MDF with the backing cross-grain
oak and cleaned it up before gluing it
over the mould to three further sheets
of 3mm MDF. I then dimensioned
and fitted the headboard,
remembering that it was still short of
its final layer of veneered MDF.

It is always difficult to cut
curved panels true and out of
wind, and I used the mould as a
guide on which to run the router to
cut the first straight edge. The other
cuts to dimension the panel can be
made on the saw bench from this
straight edge.

The curved headboard will not
enter a vertical groove in the posts
for assembly, see fig 2. To
circumvent this problem I cut these
grooves oversize and made a
tapered strip which I glued in
during assembly.

The strip forces the panel
nicely to the front of the groove
and, once scraped flush, hardly
shows — particularly as it is behind
the headboard.

For extra security I used
aluminium 4mm dowels pinned
through the front and the groove at
intervals down the posts. The bottom
edge of the headboard is fixed to the

back rail by a groove that is routed
using one of the mould ribs as a
template and a guide bush.

In order to allow for this groove,
extra width is needed on the back rail;
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| NR

the complete assembly with a
few strokes of a hand plane.
The top edge of the headboard
is veneered with burr oak, and I
used hot Scotch glue although

there are other suitable methods.
N I was careful to mask off the
front and back to avoid glue
on the mould in the vacuum press —  runs negating all my ‘pre’
a tense and worrying operation as cleaning up.
the two components now The headboard is finished with
this is accomplished by gluing and represented an incredible amount of  a semi-gloss lacquer; to effect a
screwing an extra strip to it, see fig 3. time, effort and money. contrast with this and the pol-
Thankfully, all aligned properly ished metal I brushed out the
Random squares and I was able to clean the edges of grain of the oak and waxed it.

With the headboard carefully fitted,
cut the outside piece of 3mm MDF
exactly to size and draw on it the
N pattern for the burr oak face veneers.
The random squares of burr oak are
a deliberate attempt to use the
veneer in a way that is modern,
avoiding the connotations of the
K book-match or other traditional ways
of laying veneer.

ABOVE: Fig 3 From a practical point of view,

Plan view of leg smaller, and cheaper, pieces of

assembly veneer can be used, but, set against
that, cutting and taping 200-plus

ABOVE RIGHT? squares is not the quickest or most

Photo 11 exciting of operations.

Headboard mould I glued this strange sheet — more

tape than veneer — to the piece of
BELOW: Photo 12 MDF and sanded it carefully while
The completed it was still flat. This piece was then
curve glued to the rest of the headboard

METALWORK FOR WOODWORKERS

Few woodworkers have fully equipped
metalworking shops, but for anyone with a
metalworking lathe then these little plugs
present no problems. For those, like me, who
% don’t have such equipment then a little bit of
4 metalwork, especially in something as easy to
work as aluminium, can be accomplished with
woodworking tools.

| started with a piece of 9mm MDF, drawing
lines to mark the centres before drilling 16
holes I5mm in diameter,
| If the holes are tight enough then they will
hold the aluminium bar while it is hacksawn
off and thicknessed with files and belt sander
to 9mm. Now the centre lines are re-drawn
over the aluminium and the centres punched
so that the plugs can be drilled and tapped,
see photo 9.

| suppose this M4 screw to anchor the
dowel is not strictly necessary, but it does
ensure not being rung up and asked to
replace a lost plug. With all the engineering
work complete, the aluminium dowels, still
. held in the MDEF, can be polished with a
cotton mop in the pillar drill — if the- dowels
| are pushed out slightly then the mop will give
them a nice soft edge, see photo /0.

TOP LEFT: Photo 9 Threading plugs
LEFT: Photo 10 A nice shine and edge to
the plugs
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Walking the line

Laura Mays makes a prize-winning table

HIS TABLE is many things.
I It was the first real design-and-

make project that I undertook as
a second year student at the Furniture
College, Letterfrack, County Galway
in Ireland. It is also the table that
earned me £200 worth of tools, a
jigsaw, and a router, as joint third
prize winner at the F&C competition
at the 1997 Axminster Tool and
Machinery Exhibition. And it is now
the table that sits in the window of my
parents’ house in County Wicklow

The brief

The brief was: ‘Ffame making in solid
timber’. It was to be a prototype for a
bedside table, or a coffee table, to be
made in a batch of 100 — although in
my case that side of-the brief was
sidelined, and I concentrated on it
more as a hand-crafted object.

It is a feature of the college that
students take briefs differently, some
adhering carefully to them, others
using them as a departure point for
pursuing their own interests. There are
things to be said for each approach.

This particular table would not be
suitable for a Jarge batch, as became
apparent in the making.

air on all sides”

Space and design

I designed what I thought was
going to be a bedside table, but
ended up as an occasional table. Its
spatial interest is lost when it is
pushed up against a wall or a bed —
it seems to need air on all sides.
Initially, a square table seemed to
be more interesting. The joints were
of intrinsic importance in setting
both the style of the table and the
ease of making.

The design had to allow for

it seems to need

movement of the timber and it had to
be stable, but I didn’t want to do
anything too conventional. After all
this was my first chance in college to
do a bit of designing.

Lines and planes

I thought of separating out the
structure from the surface that would
support objects, making the structure
into a line, and the surfaces into
planes, which would be as separate as
possible from the frame.

ABOVE: The
influence of Eileen
Gray crept into
the table

LEFT: Following in
the footsteps of

Paul Klee - taking
the line for a walk
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In the words of the artist Paul Klee, I
‘took the line for a walk’, defining some
of the edges of a notional box. It seemed
to make sense to further differentiate
between the line and the plane by
making them in two different woods that
would contrast with each other, but not
too much — a subtle contrast.

The wood

As it turned out there was a stock of
lacewood (platanus acerifolia) in the
college. I had never heard of such a
timber, but because of its attractive
name, I thought I'd take a look at it. It
is from the plane tree, with similaritiés
to both beech and sycamore, but with a
lovely flickering-fleck figure when it is
quartersawn — hence its name.

It goes well with cherry, which has
more colour but is straighter grained.
Any two similar, but different, woods
might work just as well — beech and
cherry, sycamore and beech, maple and
cherry, or beech and maple.

Inspiration

Two tables by Eileen Gray, the
modernist furniture designer, one of
which is purely planes, the other mostly
line, provided further inspiration. I
wanted my table to have both plane and
line. At this stage I was still thinking of
it as a bedside table, and wanted to have
a box with a flap-down door
incorporated somehow into it — but this
was soon abandoned as it was too much
work, with not enough gain. After all, a
second shelf does the same job.

Joints

In terms of joints, splined mitre
joints were an option, but as the
joints are taking a lot of load, it
seemed to me that something
stronger would be better — and there
was ease of gluing up to think of.

1
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ABOVE: Plenty of gluing area makes
this joint both strong and attractive

Although I hadn’t ever used one
before, the spindle moulder seemed
to be the answer — finger joints! Lots
of gluing area, and good-looking.

A 22mm (%in) square section for
the frame meant three fingers and
two slots, or vice versa, of 4mm
("%4in) each for the inner ones, and
Smm ('%in) each for the outer ones,
without using a wobble blade.

Expansion and
contraction

The table is designed to allow for
plenty of movement — the planes move
together because the grain direction is
the same in all of them. The top is slot-
screwed from underneath to the part of
the frame which wraps around over the
top. A 6mm (%in) steel bar ties the
frame below the shelf. A slot is routed
out of the underside of the shelf,
allowing it to expand and contract
independently of the frame.

MOCK-I.IP

Before starting to make the table, I
made a very quick mock-up using
MDF and white deal to check
dimensions and sizes. The timber
elements are brought to the smallest
dimensions I thought I could get
away with — I wanted it to look fine
and delicate, but not too spindly.

BELOW: Lacewood provides a
subtle contrast to the cherry




Biscuit jointed top L

Biscuits slot
into underneath
of top &,

Side biscuit §
jointed to
frame L i

@ Routed groove to
take steel bar

Tops and shelves

Firstly the timber was selected on the
basis of its grain and the overall
quality of the board. Because only
short lengths are needed, overall
bowing or twisting are not the critical
factors they would be in making a
larger or thicker top. In fact, very
little timber is used — there is just
over a third of a cubic foot in the
finished piece, but that’s not
including wastage. The top takes
precedence over the rest when
choosing boards.

The lacewood and cherry are planed
and thicknessed — the cherry to 22mm
(%in) square. The lacewood will end up
at 15mm (‘%n), but I left it over
thickness, because in college we had
the luxury of a speed sander that would
take glued up panels to thickness — but
this is not really necessary.

If care is taken when gluing up
the panels, a quick skim with a jack
plane should take out any small
discrepancies in the biscuiting.

The panels are biscuited together,
in strips of about 60mm (2%in).

accomodates
movement in
shelf
." Ends are
epoxy glued
in to holes

#Finger joints

=222

.2 Slot screwed to allow

for movement

@ Biscuit jointed shelf

#Steel bar

"..‘

This relatively narrow dimension
should help stop any warping in
the panels.

Everything is left overlength
by 10mm (%in) or so. I try to cut
pieces to length at the last possible
moment, to allow for changes -
but remembering to mark where
the biscuits are so as not to reveal
them when the panels are trimmed
to length.

The glue is scraped off when it is
still rubbery, and the surface is planed
or sanded to level.

WALKING THE LINE

® Hole to

take steel
bar
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Cherry frame

The cherry is cut to length, and marked
out for fingers or slots. I alternated
them; that is, each piece had three
fingers at one end and two at the other.

The spindle moulder is set up
using slotting discs and all the three-
fingered pieces run through — then
the spindle moulder is adjusted for
the two-fingered pieces.

This joint can alternatively be cut on
a router table with similar slotting
tooling designed foruse in a router.

It is good to have a number of spare
sections to practice on. The inside faces
of the frame should be sanded at this
stage as they will be harder to access
after gluing up. The holes for the 6mm
(%in) steel bar should be drilled at this
stage also, on a drill press preferably.

The biscuit slots for the connecting
joints from the frame to the side and
top pieces, can be cut now or when the
frame is assembled. There are
advantages to either — error is more
likely if it is done now, but it is easier
to clamp down the pieces.

Gluing up the frames
Now comes the fun bit, gluing up.
Two people are more than twice as
good as one — it is very handy to
have someone else to hold the pieces
while you tighten the clamps. I made
little gluing blocks which pressed
only on the fingers.

Clamps are needed in both directions
to tighten the joints. If the joint looks a
little open acrossways a small G-clamp
can tighten it up.

A disadvantage of this table is that
the joints are glued up sequentially,
rather than all at once as in a
conventional frame. This means the
gluing up process is more protracted
than it would otherwise be.

I used Cascamite which has a long
clamping time, but aliphatic resin glue
would do as good a job, and allow the
whole process to be over much sooner.
It is easier to glue up the two end
frames flat, then go three-dimensional

- for the last one.

The joints are cleaned up using a
block plane if necessary, and a scraper.
The frame can then be sanded, through
the grades of paper, at least to 240 grit.

Meanwhile, the lacewood panels are
cut to length, biscuited, and the slot
routed in the underside of the shelf for
the bar. Then they can be glued into
their configuration, the joints cleaned
up if necessary with a plane, and
sanded. During the assembly process
the ends of the steel bar are glued into
their holes in the frame with an epoxy
resin like Araldite.

Finishing
The table is now ready for its final
stage, oiling. I used Rustin’s Danish oil,
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EILEEN GRAY

Eileen Gray, the designer and architect, is now regarded as one of the
pioneers of modern design in furniture.

She was born in ireland in 1878. As a young woman she trained as a
painter at the Slade school of art in London before moving to Paris,
where she was to remain for the rest of her life.

Her interest in furniture began with a passion for Japanese lacquer
work, which she studied under the master, Sagawara — later designing
exotic pieces in the Art Deco style. She became known for her interior

design and opened a shop in Paris.

In the later part of the 1920s however, her preoccupations shifted in a
very different direction when she collaborated with Jean Badovici on an
experimental house in the south of France, known as E1027, in which
they focused on space and form, exposing the mechanics of the building,

rather than disguising them.

Her work won the respect of some of the foremost modernists of
the time, including the Swiss architect Le Corbusier, and the German

avant garde group, De Stijl.

Modernists, at that time, were concerned with moving away from the
lavish romanticism of Art Deco and were drawing on the influences of
primitive art, Cubism, and the aesthetic of the machine.

They were interested in geometric forms, unadorned surfaces,
exposed structure, and light and space. Minimalist perfectionism and love
of flawless detail and proportions were of prime importance. -

Eileen Gray’s work was somewhat neglected during most of her life
until in 1972, aged ninety three, she was appointed a Royal Designer for
Industry. This prompted a resurgence of interest and new editions of her
modernist furniture of the 1920s and 1930s were put into production.

There are examples of Eileen Gray’s furniture in the collections of the
Victoria and Albert Museum in London, and Musée des Arts Decoratifs in
Paris — and drawings and models in the collection of RIBA in London.

but there are a number of equally good
ones available. The oil is applied with a
brush or a rag, and then the excess is
wiped off before it dries. The rags
should not be squashed together and
thrown in a bin. They can self-ignite —
my brother tells me he nearly set fire to
his flat by leaving rags in a crumpled
heap after oiling a table top.

Because the table had ended up on a
wooden floor, I stuck little clear plastic
glides on it. The oil needs to be scraped
back through in order for the glides to
adhere properly.

Assessment

The table has a definite
De Stijl or Bauhaus
look. It appears modern,
and combines spatial
interest with traditional
values of solid timber
and exposed joints.

The frame was not
easy to glue up, a flat
jig might have been a
worthwhile expense
of time.

If the weight of more
than a few books is to
be placed on the top, it
might be worth looking
at an additional support
for it.

But, as soon as I finish
a piece, [ start thinking
about how it could be

better and how I would do it differently
the next time. I guess that’s called the
learning curve, but it’s what keeps me
going from project to project —
enthusiastic to try out on the next, what
was learnt on the last. M

BELOW: A steel bar provides the
solution to the shrinkage problem
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This neat wall cupboard would suit

many purposes — here it stores
Bob Wearing’s wine

made to accommodate the

Wearing cellar, but it is a
versatile form and could be easily
adapted for service as, say, a
bathroom cabinet or for general
kitchen use.

A careful drawing needs to be
made taking account of the intended
contents, such as the height and
number of bottles, the number and
size of glasses and the choice of one
or two shelves. Graph paper is useful
for this kind of planning and a
drawing produced on this will be
quite good enough.

T HIS WALL CUPBOARD was

Approach

In this project the usual order of
working is reversed - the curved
door i1s made first, and only then is
the carcass made to fit it.

If you decide to make a version
with a flat door, then follow the
usual procedure of carcass first, then
the door to fit.

The door is built by laminating
three layers of 3mm (%in) plywood.
The two outer laminates are oak
faced on one side only, though for
convenience many will take all three
layers out of the same sheet.

A mould is needed for this
purpose, see illustration, | found that
five ribs were adequate.

These ribs must be identical, and
can be made so with perfect

precision using a router.
Softwood is quite
satisfactory for these.

Former

First make a template,
which can be
approximately sawn from
a plywood offcut which
must be just thicker than
the depth of your router’s
guide bush.

The curved edge of the
template will be set back
from what will be the
finished size. To calculate
the amount of this setting
back, deduct the diameter
of the chosen cutter from
the diameter of the guide
bush and divide the
answer by two.

For example a 30mm
guide bush, minus a 10mm
cutter is 20mm; divided by
two this gives 10mm. Thus
the template must be
10mm behind the desired
finish line.

This calculation
becomes extremely messy
if imperial and metric units
are mixed; not recommended.

Pin the rib material to scrap
plywood or blockboard and then pin
the template on top.

The router is not going to sit nicely

* '5'_!;1'; Iﬂlh'

Ll il 1

on such a small surface, so a ‘levelling ~ ABOVE: A
foot’ is recommended, see photo. versatile wall
With this setup it is easy to run cupboard

round the template, just cutting into
the scrap wood — repeat to make the
five ribs. When they are ready, screw
the ribs onto a blockboard or
chipboard base from underneath.

The door

Apply glue to the inner faces of the
outer two laminates, make the
sandwich, hold together with a few
strips of masking tape and place
centrally on the mould.

If using PVA glue, work rapidly —
Cascamite, Aerolite or Scotch glue
all allow a bit more time.

If a vacuum forming bag is
available this will do the job well,
but it is not essential.

With such a shallow curve, three
strong battens as shown will do. The
central batten can be plain, that is,

LEFT: Bacchus to
the wall - make to
suit your
intended contents
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square edged, but the two outside
battens require planing to a slight
angle in order to take the cramps well.

To stop slipping, add a few pieces
of double sided tape. Cramp on the
central batten, pull down and cramp
at the sides.

Hinges will not screw to the
plywood edge produced so two
lipping strips are required. Make
these strips over-wide to allow for
fitting to the carcass, groove them to
accept the panel, round over the
inside comers and glue in place.

Oak faced ply I-::ddd:uble
4 ’ sided tape
.:_!Softwood rib . Cramping to stop
blocks

slipping L

e @G Cramps 7  Blockboard base "

ABOVE: Making the lamination, end view of moulid for door
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“If a vacuum forming bag is
available this will do the job
well, but it is not essential”

Carcass

Next prepare the sides, top and
bottom.

The top and bottom must, at this
stage, be over-wide. The exact shape
will be scribed from the door later.
The sides are made 6mm (%in) longer
than the inside height of the carcass,
which will be dowelled together.
Clearly mark the top, bottom, left and
right sides, then the joints I, II, TII &
IV. The true faces are inwards and the
true edges are to the rear.

Drill 8mm (%¢in) dowel holes in the
ends of the sides. Precise spacing is
not necessary; 5 or 6 dowels will do.

Cramp a block, in tumn, on the top
and bottom, at the inner edge of the
cabinet. Insert dowel marker pins in
the two outer holes of a side, hold this
tightly against the block, then tap
smartly to give a marking.

Drill these two holes, ideally
using a pillar drill or a drill stand
if possible. Repeat on the other
three corners.

Glue in the dowels, wash off
surplus glue and saw off to length.
Tap up joint No.1, then, with a sharp
marking knife, scribe round to mark a
housing. Remove the waste to a depth
of 3mm (%in), then repeat for joints
I, I & IV.

Arrange a small notch to the front
comers of the sides to conceal the
joints. When satisfied with the joints,
insert dowel marking pins into the
remaining holes, mark these centres
and drill the remaining holes.

Trimming

Rebate the two sides only to accept a
back panel of 6mm (%in) oak faced
plywood. If the cupboard is small,
maybe the 3mm (%in) plywood
already used will suit.

Prepare two hanging rails with stub
tenons to fit the back panel rebates.

Using the same setting, rebate one
edge of each for the back panel.
Round over the inside corners of
these then drill and countersink for
hanging screws. Put three locating
dowels into each.

Cut the back panel to fit but glue
nothing at this stage.

Cramp the carcass up firmly
without glue, then plane the door at
its top and bottom to fit. Aim for a
tight fit with a thin card under the
bottom edge.

The next stage is important. Check
how well the door sits on the two



Stub tenona

shoulders

Shelf supports
12.5mm and

sides — if there is any twist, that is if
the door does not sit perfectly flat,
correct by dismantling and planing one
or both sides where necessary.

When satisfied, draw a ‘parallel’ to
the door front on both the top and the
bottom carcass members. This can be
done with a large washer, or a
plywood disc with a central hole.

Dismantle and trim the carcass top
and bottom to size, then work the
mouldings to the front edge. Rout a
finger grip on one side of the door.

Finish and fittings

Clean up and apply your chosen finish
to all parts, then the carcass can be
glued up.

When the glue is dry, fit the hinges
and drill for a small magnetic catch ~
arrange the hinges on the right or left
side to allow the best lighting in the
intended location.

My cupboard has a small liner of
Formica fitted into the bottom of the
cabinet. It is not glued in place, so that
it can be taken out and wiped to
remove drips from the bottles. #

Softwood ribs &

Screw holes for
wall fixing ¢

Dowels &

Finger grip e

Ply or blockboard base

ABOVE: The mould for the door panel

... @Hanging rail

® Locating dowel

» Door rail to
take hinges

“®Door built up
from 3 layers

BELOW: Bob’s levelling foot in action
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ABOVE! Photo |
The whole unit
open, showing the
position of the
carousel within

Sanity warning

THIS ARTICLE is about how [
made a carouse! to hold cassettes
and CDs - but first, a word or two
about the cupboard to help preserve
the sanity of anyone trying to make
something similar.

It seems that everyone, these days,
wants to hide their television, video,
hi-fi and extensive collection of
records, cassettes, CDs and videos —
in the smallest space possible!

BELOW: Photo 2
Tambour doors
closed, discreetly
shielding all the
electronic
wizardry
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This cabinet, see photos 1&2, is
quite compact in relation to what fits
inside — but is nevertheless 850mm
(33%in) high and 1040mm (41in )
long, each side of the L-shape.

The trouble is, these dimensions
will not fit through the average door
— unless you are remarkably lucky
and can somehow feed it round.

I went to the trouble of cutting out
a full size plan from a piece of
hardboard to show the clients how
little space the piece of furniture
would take up — but I still didn’t
twig that [ wasn’t going to be able to
get it into the room when it was
850mm rather than 3mm high.

Luckily this obvious fact — and
inexcusable design error — dawned
on me as [ started cutting out the
pieces for the cabinet.

As it turns out the design lends
itself to being knockdown, because
the two sets of sides are at right
angles and brace each other. It was
easy to make the carcass so that it
can be assembled on site using

Round and ar

biscuits for location, and threaded
fasteners to pull the joints up.

The other, and more serious, thing
to watch as far as your health goes is
the noxious dust from MDF and, of
course, its weight — the carousel
alone is pretty heavy!

Storage

The carousel, see photo 3, fits in the
corner of the ‘L shaped unit and has
eight bays, holding a total of 128
CDs and 102 cassettes — not bad in a
space that would normally be
inaccessible, and therefore wasted.

In the end the clients decided that
they wanted a few videos in the
carousel so I changed a bay of 32
CDs - to a bay of videos — a mere
nine. I spent some time looking at a
drawing showing a plan view of the
cabinet and trying to optimise the
useful sizes of the compartments.

As far as the carousel is concerned
the aim is to make the diameter as
large as possible, and not to restrict
access by making the opening
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between the sides too small — a
whole bay needs to be visible
through the opening otherwise
finding a selection might become
very difficult.

Easy to read

To make the titles of the tapes and
discs a little easier to read — the
unit is on the floor — I tilted the
shelves backwards — this also
makes sure that things won’t fall
out as the carouse] is spun.

Thought must also be given to
how the discs and tapes are
removed. A quick mock up will
show you the best height and
position of the shelves — I recessed
the fronts so that it is easier to get
hold of the disc or tape.

When you are happy with these
dimensions draw a section to show
the tilt and depth of the shelves and
the position of the backs — and
from this establish the depths of the
two shelving units.

Armed with these measurements
you can juggle the widths of the
bays until you achieve the required
balance between CDs and cassettes,
or whatever.

Discs

The carousel consists of top
and bottom discs separated by a
square core with eight separate
shelving units.

I wanted an obvious finger-hold
to turn the carousel and so I made
cogged discs at the top and the
bottom, see photo 4.

Using an oversized piece of
18mm MDF I drew on the circle
and divided the circumference to
mark the centres of the holes. After
drilling the holes — a flat bit works
fine — I bandsawed through them
Just outside the line.

I then spun the disc, on its
centre, on the router table to clean
it up, see photo 5. The quarter-
round and cove-mouldings of this,
and the other discs, were run
against a curved fence, again using
a router table, see photo 6.

The core is simply 25mm MDF
biscuited together — and biscuited
to the top and bottom discs. With
hindsight I think that 1 would rely
on the shelving units to space the

Photo3
The carousel ou
bearings in thi

discs, and replace the heavy core
with a length of threaded rod to
pull the whole unit together.

Shelves

The shelves don’t need to be very
strong, for they are braced against
each other when the unit is
assembled, but simple dowels seem
to make a surprisingly robust unit. I
used 9mm MDF for the uprights
and 12mm MDF for the shelves
joining them with 6mm dowels.

Now, putting a tight fitting 6mm
dowel in the edge of 12mm MDF
will split it, so it is important that
the hole gives the right fit. I tried
the various 6mm drills T had but
they were all too tight, so in the
end I ground down a % inch bit.

To do this simply roll the drill bit
carefully against a grindstone
trying to reduce its diameter slowly
and evenly.

The holes we are drilling are not
very deep, so there is no need to
grind the whole length of the drill -
just concentrate on the end, and
keep drilling test holes.

You may, incidentally, decide to
use a tighter drill in the sides which
will not split.

Andrew Skelton makes a carousel
for CDs and cassettes

PHOTOGRAPHY BY STEVEN HEPWORTH AND ANDREW SKELTON

ANDREW SKELTON,
who has been
making high
quality hardwood
furniture for the
past 15 years, was
recently
commissioned to
make a copy of a
seat at Charleston.
The original seat
no longer existed
and the design was
arrived at by
studying
photographs and a
few seconds of
film. Skelton

| trained as an
architect and says
furniture-making
is a natural
progression from
that discipline. He
g lives and works in
the Derbyshire
Peak District.

Drilling dowels

My morticer has a Jacob’s chuck,
and although the casting that

BELOW: Plan of
cabiqet

normally holds the mortice chisel
gets in the way, 1 find it the quickest

False disc &

f—= e |

Cabinet
sides @
1040
1
~ 1040 —F
25mm MDEF bearer ¢
y slotted into

Bearing &~ shallow groove
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ABOVE! Photo 4 Cogged discs top and bottom allow
easy turning of the carousel

ABOVE! Photo 5 Disc is centre pivoted with a bolt and
wing nut to the router table, to ensure a true circle is cut

S ENEE AR O
ABOVE: Photo 8 Router with guide bush and template is
used to cut the grooves for the backs
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and most accurate way of drilling
dowels, see photo 7.

A pillar drill will do, of course,
but the morticer has all the
adjustments and stops to hand as
well as a rugged cast fence.

The groove for the 2mm MDF
backs has to be cut to the backward
slope of the shelves. I used a router
with a guide bush which follows an
angled MDF template, see photo 8.
The front edge of the side is
located against a fence — this is
doweled on so that it can be flipped
over for the other hand — and the
jig is lined up with each shelf by
sighting through a hole.

A dowel stop indicates the bottom
of the cut which is run out through
the sides so that the backs can be
slid in, after the unit is painted.

Fitting

When the shelves are assembled they
can be put together between the
discs — and the filling pieces, with
their angles taken from the drawing,
can be tried — note that the angles of
each edge are different.

With everything correctly in place
mark the position of the filling
pieces and use this line to position
the screw blocks. These blocks
should be located a touch back, so
that when the filling pieces are
screwed in, they pull the whole unit
together around its circumference.

I screwed through the sides of the
shelves into the filling pieces to

OVER ENGINEE

| was amazed how easily and
truly the finished unit spun, and
although the gap at the top and
the bottom is only a millimetre,
the carousel does not catch,
even if you push on it.

If | were to make the unit
again | would use less MDF in
the core and discs, but | would
stick with the robust bearings.

The bottom bearing is the
most important and | used a
tapered thrust bearing that
comes from somewhere in a
Land Rover, whilst the top
bearing is a simple sealed
example, see photo 9.

| got an engineer to make
me a couple of discs with
spigots to fit each bearing.
They should be a tight fit in
the bearing so that they do
not turn — an engineer’s fit —
where you have to hit it
sharply with a hammer and
block to enter it and know
that once on, it’s a waste of
time trying to remove it.

| T )
ABOVE: Photo 7 Morticer fitted
with a chuck for drilling the dowel
holes for the joints that hold it all
together

ensure all was firm, but I don’t think
this was entirely necessary.

The carousel slides into the
cabinet from the back. Its bearings
are held in broad pieces of 25mm
MDF which fit into shallow grooves
in the top and bottom of the cabinet
and are secured with screws. The
exact height of the unit is critical,
and adjustment can be made by
planing down the pieces which hold
the bearings.

ABOVE: Photo 9 Land Rover parts come
in handy for furniture-makingt
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Finishing
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I like painted finishes and enjoy the
contrast of uniform colour and
smoothness with the variety and
texture of solid wood. I also think
that a painted finish helps to
smarten up the inside of a cupboard
like this — where there are so many
and varied things crammed in. But
be warned, it is a time-consuming
and mercilessly critical finish!

I suppose you could make this
unit in perspex or in birch ply,
and make a feature of the
laminated edges, but I feel MDF
is the ideal material.

There are many different finishes
that can be applied to MDF but it
particularly lends itself to painting.

For me, the two requirements of
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“Be warned, it is a

time-consuming ‘
and mercilessly
critical finish!”
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a good, and trouble-free finish are

proper preparation and a trip to the

car body shop suppliers. Pac‘(ing
As far as possible all the edges

should be sanded before assembly to -

at least 180 grit and care should be |

taken not to damage the surface of N

the MDE, [ J
Now, with the shelf units IR X

assembled, but without their backs, ) 5%

go over everything and fll any dents :

or gaps — heaven forbid! — with car LY . 5
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After a final sand I prime all the bearing in shallow groove in E:e;l:-is:g :I::g':noe:::y
edges with spray putty, thinned so top and bottom
that it can be brushed on. Spray —
putty has a very high solids Screw
content and, after a few thin coats block@tmey g e - gi‘;%ged
and a fine sand, the edges should creating
be smooth and shiny. finger

. . holds
Next I spray everything with a RI13

coat of spray putty, and then spray
the paint. .

If you’re looking to do a really
good job, you can now spray a

& 120 —|+

protective clear lacquer and cut C o CelET
back with buffing compounds — T
although this is not really
appropriate for this job. 86 120 »

I use a not particularly good 4 | / |
HVLP spray gun, and long for, but ; ! /;','1_ -+
cannot justify, a top-of-the-range set — &
up. However such equipment is not ) | /./-® €D and
really necessary, as you can buy any CD bay e DN ;aasys:“e
colour of spray putty and lacquer in
aerosol cans. M

Cassette bay @
® core biscuit
= ot jointed
together
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@ SEAN FEENEY
trained at
Rycotewood
College from
1974 to ’76. He
worked as a
pattern maker in
industrial design
before setting up
Sean Feeney
Furniture in *79.
His designs are
produced with
the help of two
assistants and
three dogs in the
wilds of
Warwickshire

RIGHT: Detail of
woven slats

ff-cut screen

Sean Feeney makes a folding screen in cocobolo and ash

my resolution to utilise several

parcels of off-cuts and left-over
boards that I had from a number of
previous commissions. The reason
was twofold: to create the ever-
needed space in our timber sheds, and
to ease my conscience by using these
valuable natural resources.

THIS SCREEN EVOLVED from

Dilemma

I found myself left with a collection
of short sappy lengths, slab cut tops
of logs, and split and shook centre
boards of cocobolo (Dalbergia
retusa) — which is both expensive
and rare.

These were the left-overs from
two logs of about 45 cubic feet lying
in stick, and home to all and sundry
of the insect world in a corner of my
shed since the completion of a 16
foot long table and dining-room
suite that I made in 1986.

From a more recent commission,
were several short lengths and ends
of boards of English ash (Fraxinus
spp), and a parcel of 50mm (2in)
wide 2.8mm (%in) constructional
veneers, which had been unused in
the lamination and construction of
eight dining room chairs.

The question was, how could all
these bits and pieces be put to the
best use?

Design

I had had the design of the screen in
the back of my mind for some time,
thinking that it would compliment the
bedroom furniture which we were
involved in designing and making in
sycamore {(Acer pseudoplatanus) and
ash (Frazinus spp). I decided that the
combination of ash and cocobolo
would harmonise with the contrasting
colours of the existing pieces.

The screen
All the jointing involved within the
three frames is mortice and tenon,
with the exception of the top rails
which are haunched, enabling the
corner stile detail to be removed.
The stiles have 8 by 2mm (¥s by
/sin) channels to house the ash slats
— which is achieved by using a
scoring blade on a circular saw to
prevent unnecessary wastage of 2mm
router cutters!

Rails
The top and bottom rails have a
concave-shape detail between the
muntins, or vertical divisions,
which is bandsawn to remove the
stock and internally radiused,
using a bobbin sander.

The inlay details of mother of pearl
are 10mm (%in) in diameter and
approximately 3mm (Jin) thick, and

are glued with epoxy resin, filled and
sanded flush.

Lamination

The laminated detail supporting the
solid shaped top rail is constructed
from Imm (4ein) thick cocobolo
lamins, circular sawn and wide belt
sanded to thickness — and
subsequently bent in their middle on a
double bass bending iron, prior to
gluing around a male mould, using
epoxy resin.

Assembly

All three frames are dry assembled
and hinged together to ease the
otherwise difficult task of accurate
alignment.

The components are then polished,
using French polish throughout and
left to harden for two weeks.

The frames are glued together
initially along their length, sashed
cramped top to bottom, then across
the width, finally adding the bent
laminated top sectign.

Veneer
Having only several square metres of
50mm (2in) wide 2.8mm (%in) thick
constructional veneer, I made the
shortfall up by using off-cuts of ash
boards which were sawn into 3mm
(%in) strips. These, together with the
veneer were thicknessed on a wide
belt sander to a finish of 1.8mm
(Msin), cross-cut to the length required
to fit within the framework.

I then polished both faces using a
50% sheen waterborne clear lacquer.

“l decided that the
combination of ash
and cocobolo
would harmonise
with the contrasting
colours of the
existing pieces”
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Mother &
of pearl inlay

Weaving
After several days, the slats were
woven within the framework,
occasionally using a bending
iron to facilitate the insertion
within a 2mm (¥sin) channel in
the frame stiles.

The frames are re-hinged back
together and the cocobolo
surfaces are burnished.

Conclusion

I exhibited the screen at the
Celebration of Craftsmanship
exhibition at Cheltenham in 1997
and was awarded a Guild Mark
from the Worshipful Company of
Furniture Makers for excellence
of craftsmanship and design — a
successful conclusion to a pile of
off-cuts! Sean Feeney also won
first prize in the professional
category of the 1997 F&C
competition at Axminster for this
spendid piece! B

@ Solid top rail

Haunched tenon &

“I made the shortfall up by using
off-cuts of ash boards which were
sawn into 3mm strips”

Quarter sawn @ ||

ash slats

Channel for slats &,

_. Laminated

“ Cocobolo

_#Loose
" tongue

Tenon ¢
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Mike Cowie tries to improve on

his original design for an Arts and

Crafts-style writing desk

PHOTOGRAPHY BY STEPHEN HEPWORTH

MIKE COWIE turned
to cabinetmaking
after redundancy. He
took a City and
Guilds furniture-
making course,
aligning this with a
great deal of
additional, unpaid,
work to achieve a
reasonable standard
which led to self-
employment. He says
he sometimes doubts
his sanity in entering
such a fickle
profession, but
relishes the challenge
of trying to meet his
own high standards.
Currently working
from a converted
garage, he is aiming
towards a dedicated

workshop/showroom.

ABOVE:
Functional and
simple Gustav
Stickley-based
design

92

RTS AND CRAFTS STYLE
A holds a particular attraction

for me. T like its slightly
softened angularities aligned with
visible joints which provide ample
opportunity to practise, so
improving skills.

Unfortunately being unable to
photograph the original writing desk —
which sold for £750 — the only
solution to illustrating this article was
to make another one.

Now, this should have been a
matter of simply getting out the
drawings and measurements, and

starting work; however, because [
usually work only to a rough sketch —
and in this case didn’t even have that
- my shortcomings came to the fore.

This piece was developed from an
original that T had seen photographed
in an old book about Gustav Stickley.
The following is the result...

... And I have to say it was actually
quite pleasant building something a
second time, for I was able to attempt
to correct the errors made first time
round and change small details,
hopefully for the better. The job took
me 45 hours to complete.

Second

Construction

English oak (Quercus robur) is used
for the main carcass. The sides are
cut from two wide, adjacent boards
so as to achieve a bookmatch effect
and avoid having joints showing on
the front.

The top can be made from a
nicely figured single piece, or, as 1
did, jointed and made up from
three pieces.

After marking a line on the board,
cut the taper freehand on the
tablesaw. Both sides are then placed
together and planed to size.

The shelves are jointed from
narrower stock, trimmed square to
size, the tenons are marked and cut,
and the waste is chiselled out.

“Normally, because
I’m constantly
trying to reinvent
the wheel, | don’t
hold hard and fast
to anything, but
trying to mark
joints without my
cheap utility knives
— no thank you!”

Marking joints

Using a sharp knife, the tenons can
now be marked directly against the
sides. Normally, because I'm
constantly trying to reinvent the
wheel, I don’t hold hard and fast to
anything, but trying to mark joints
without my cheap utility knives — no
thank you!

Transfer the lines around the
outside, preferably with a marking
gauge, slightly undersize to allow for
final paring back to size. Chop out
the mortices, relieving the waste with
drill or router if preferred. Dry fit the
sides and shelves together and mark
the position of the mortices on the
top, repeating the procedure until the
carcass starts to look the part.



draft

Stopped grooves

Using a router with a suitable bit,
run a stopped groove down the
inside back of the sides for the back
panel and on the lower shelf.

While apart, a stopped groove also
has to be cut on the underside of the
top to take the back panel. The top
has an undercut chamfer of 30°; this
is cut on the tablesaw and finished
with a hand plane.

“The semi-cir:
cut-out
sides is achieved
with the aid ofa
suitable-sized
dinner plate and
bandsaw!”

The semi-circular cut-out on the
sides is achieved with the aid of a
suitably sized dinner plate and
bandsaw!

With the router, drill an 8mm hole
for the door pivot. The sides,
shelves and top can now be cleaned
up prior to gluing; finish to 240 grit.
If the top tenons are to be -
chamfered, this is best done before
assembly.

Padauk wedges

Padauk (Pterocarpus sp) wedges
inserted diagonally into side tenons
provide a nice visible effect which
requires the tenons to be sawn to fit.
To ensure squareness, glue up after
checking by measuring diagonally.
I cheated at this point, placing
scrap wood over the tenons and
cramping them together. I glued up
and left the carcass for half-an-hour
before removing the cramps and
inserting the wedges — happily,

LEFT? Interior
layout with sloped
drawers matching
the line of the
front

BELOW: Padauk
wedges are set
diagonally into
side tenons and
‘dinner plate’
semi-circular cut-
out

BOTTOM:
Chamfered top
tenons

without problem.

Cleaning up is a simple matter of
leaving the glue until it is rubbery,
and peeling it off with a sharp chisel.

Inner linings

I made my inner linings from 7mm
(%in) and Smm (%in) chestnut
(Castanea sativa), this being ripped
down from thicker stock and jointed
to width. The original had square
sides and drawer fronts, but this
time 1 thought that an incline to
match the slope of the sides would
improve the look.

The carcass is dovetailed, and
the shelves and partitions are all
run in 4mm (%in) grooves with
the aid of the router. Using a
router guide rail system for this
task eradicates the need for
straight-edges and clamps, so
conforming to the KISS system
(keep it simple stupid!).

“Using a router guide rail system for this
task eradicates the need for straight-
edges and clamps, so conforming to the
KISS system”
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I commandeered a pepper pot which conformed to the radius of a suitable gouge — 20mm (%in).

My method for cutting out the waste was to tap the chisel around the circle to the depth of
approximately 2mm, then, using the router freehand with a 10mm flat-bottomed bit and setting
it to a 2mm depth of cut, to rout out the waste — carefully!

Using a ruler and utility knife, trim down the length of the stem and, with a 4mm bit set to
2mm, trim out the waste as far as possible, finishing with a 3mm <chisel,

The foot is cut out by hand. Trim some padauk to size and inlay into the recess, gluing it into

ABOVEL That essential workshop
aid, the pepper pot, is used to
mark out the inlay design

MIDDLE: Carefully cutting round
the circle before routing out

RIGHT: Routing out waste

Drawers, back panel

Mark off and cut all the sides of the
angle-fronted drawers to the correct
angle, and mark the dovetails in pairs
to keep symmetry for the through
dovetails. These are also cut together
from quarter-sawn oak, the through
dovetails keeping the thickness of
the front down to [0mm (%in).

The drawer sides are thick enough
to cut a groove for the cedar of
Lebanon (Cedrus libani) drawer
linings. A stop is glued underneath
the drawer, and the handles are
whittled from some padauk off-cuts,
then drilled and screwed on.

The back panel is constructed

from 10mm (%in) chestnut, rebated
and chamfered to give a V groove
effect. It is fitted into the groove at
the top and drilled and screwed to
the two lower shelves.

Door
All that remains now is the door.
As the most visible part, it is
worthy of some nicely figured
wood, but I have to confess to running
out of 25mm (lin) boards, and had to
rip some 12mm ('%:n) down into
3mm, veneering this onto 15mm MDF
for the inner panel.

I comforted myself with the
thought that this was all for the best,

place; clean up with plane and scraper, taking care that the padauk does not bleed into the oak.

as the movement of solid wood in a
tightly held panel would only cause
problems later.

Cut the frame to sjze, mortice and
tenon the joints and dry fit together
to measure for the inner panel size.

Cut the five inner panels to size
and groove all inner edges to accept
a 6mm (%in) spline. Before gluing
up, mark the outline for the
decorative inlay, see panel.

After inlaying, glu€ the frame
together and clean up. Use the router
again to insert a ball catch into the
door — a small collection of router
bits can be surprisingly useful when
needs must!

ABOVE! Dry-fit assembly of carcass

RIGHT: Construction of interior carcass and divisions
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TOP: Sliding chestnut interior
divisions into housings

ABOVE: Complete interior carcass
assembled and being tried for fit L=
" i o el
BELOW: Top with 30° chamfer ¥
ready for assembly - note L
mortices - "
‘4
y
y

ILLUSTRATION BY IAN HALL
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Hinging

Unable to purchase hinges of the
kind used originally on this type of
desk, and without the time to
construct them, 1 decided to use a
simple pivot via an 8mm brass or
aluminium bar or rod inserted into
the hole previously drilled and
epoxied into place.

Use the router to cut a mating
groove on the sides of the door
panels again. This procedure
unfortunately leaves a very weak
point, as I know to my cost, so to
counter this a brass plate is inset
and screwed into place — again with
the help of the router. How long
jobs would take without this
versatile tool I can’t say — I haven’t
the time to find out!

Additional security can be
achieved by the use of a chain
secured to the door and sides to
restrict movement.

The door handle is whittled from
a piece of oak and glued into a
rebate cut into the door. The
handle’s concave underside allows
a good grip.

I had intended cutting off
the through tenons on the
sides flush, as on the first piece
but, because they looked quite
neat, | trimmed the wedges and
chamfered the tenons, leaving
them 3mm (%in) proud. I have
found that these ‘sticky out bits’,
as they have been described,
fascinate people, which is all to

the good.

Finishing

After cleaning up, the desk can be
finished with sanding sealer, rubbed
down and waxed, so producing, to
my mind, a lighter, cleaner look

than that which results from my
usual oil finish. |

FAR RIGHT! Close up of groove for one of the
segments of the inlaid door panel

RIGHT: Drawers awaiting handles

ABOVE: Vital dry fit of tenon and spline on
door panel
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BELOW: Door components, splines and inlay almost ready for
gluing up

Every maker has a personal preference for marking knives.
Because they are cheap and no sharpening is involved, |
favour the type of utility knife which is fitted with snap-off
blades.

The routing was accomplished with a Festo 900E. | find its
one-handled design quick to set up and, when used with the
FS 800 guide rail system, extremely versatile, often avoiding
‘having to set up complicated fences and jigs.

DeWalt’s guide rail system, which complements their
complete range of routers, works in a similar fashion.
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Wrestling withr

With a nod to David Savage, Mike Cowie makes an Arts and Crafts-inspired
chest of drawers

MIKE COWIE turned
to cabinetmaking
after redundancy. He
took a City and Guilds
furniture-making
course, aligning this
with a great deal of
additional, unpaid,
work to achieve a
reasonable standard.
He says he sometimes
doubts his sanity in
entering such a fickle
profession, but
relishes the challenge
of trying to meet his
own standards.
Currently working
from a converted
garage, he is aiming
towards a dedicated
workshop/showroom.

RIGHT: Pale
sycamore sides
understate the
size of this chest
of drawers and
add subtlety

BELOW: Detail of
English cherry
coving separating
plinth and carcass

N ADVANTAGE of self-
A employment — which

admittedly can mean
some lean times — is that personal
preference can be exercised in the
choice of a particular piece to be
made under the guise of a display
item or simply to improve quality.

This chest of drawers was

inspired by one made by David
Savage in sycamore and
English cherry.

Timber, design

Initially the whole was to be
constructed from sycamore (Acer
pseudoplantanus), a wood which
I feel is terribly undervalued —
though mercifully cheap! I felt,
however, that too much of it in
such a large piece would probably
have looked too bland, and I
would have opted for American
cherry (Prunus seroting) as a
contrast for the drawer fronts had
this timber been available in very
wide section.

Instead I substituted its English
cousin (Prunus avium), using this
wood for the first time. On first
impressions this seemed a little
subdued due to the flashes of
green within, though on finishing
with oil the colours radiated out.

The length of sycamore on
hand determined the overall
height, and a quick sketch
offered a pleasing width that,
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ectangles

though not quite in concert with the
Golden Section, see panel, was
pleasing nonetheless. Rules are
made to be broken!

I decided to give the chest an Arts
and Cerafts look by virtue of
dovetailed sides with through mortice
and tenon bearer rails; and while this
looks good, and has drawn many
positive comments, it was a bit of a
devil to put together, see below.

Preparation

I cut the sycamore to size, planed and
butt-jointed it with the aid of the
Plano clamping system, a really
excellent performer and to my mind a
must for the professional or
committed amateur.

When dry, the glued up boards are
cleaned up with a finely set No 4
plane, marked to size and squared off
with a Festo portable saw and guide
rail; this is simple to use and a whole
lot cheaper than a dimension saw!

A feather cut with a plane is made
on the edge to eradicate any saw
marks and ensure squareness.
Dovetails are marked and here,
because [ am as yet unable to cut
dovetails by eye, 1 found an
aluminium dovetail square useful.

Against convention, the tails are
placed on the long sides of the carcass
for visual effect.

Jointing
Cutting the tails requires the
assistance of some two-by-two
battens clamped to the board to
reduce chattering.

When possible I cut dovetails on

the bandsaw, but in this case [ was
glad of my £1.99 gent’s saw. This tool
is positive with a fine kerf, but [ am
experimenting with a Japanese
dovetail saw and am as yet undecided.

Problems ensued in marking out
the pins; trying to balance a 1110mm
(54in) length of timber steadily in a
confined space while scribing gives
the air of a pantomime.

For accuracy, the through tenon
positions were marked from a rod.

These mortices for these were cut
from both sides, first using a router
to cut away the majority of waste
and then paring back to the line with
a chisel.

To ensure accurate repeat cuts, the
bearer rails were cut to size on my
chop saw. The tenons were marked
and cut on a table saw using a self-
built jig, courtesy of Bob Wearing’s
Making Woodwork Aids and Devices,
see panel.

Because the saw’s crown guard
and riving knife have to be removed
for this, ensure that adequate
guarding is built into the jig. The
shoulders were removed using a cut-
off box on the table saw, again
ensuring accurate repeat cuts.

Unless a random effect is desired,
carefully mark the direction for the
tenons’ diagonal wedges on their ends.

The drawer runners require cutting
to length and stub tenoning into the
mortices cut into the bearer rails. [ cut
these tenons by clamping two runners
at a time end-to-end in the vice, then
routed them using a side fence and
straight cutter.

The carcass requires a rebate cut to

RIGHT: Another cabinetmaking tradition ~ ‘English’ dovetails with

fine pins

BELOW: Detail of drawer runner and rail construction

® Dry tenon and
o
b mortice to allow
for movement

Drawer rail twin
tenoned into
carcass

3

accommodate the back panel. Again,
this is best done with the router, side
fence and straight cutter.

Carcass assembly
Cutting the tails on the uprights
means gluing all the carcass
components together at the same
time. Preparation is everything, taking
into account time, space, clamps and
blocks, wedges all cut to size and a
slow-setting glue such as Cascamite —
plus, preferably, some assistance.
Attempting this task single-
handed is rather foolish but even so
this is my preferred way of
working. Helpers can be the biggest
liability and, where possible, I take

ABOVE:
Graduating the
drawer sizes is a
traditional device
that adds a
pleasing sense of
proportion
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RIGHT: Exploded view
showing construction
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#Padauk

wedges
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Grooved to
take splinesa.
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out my intemperance on any odd
pieces of wood to hand or foot!

Glue is first applied to all surfaces
to be joined, fitting the drawer
runners into the bearer rails dry to
allow for movement, then the bearer
rails are fitted into their respective
mortices in one carcass side, which
are laid flat on blocks on the floor.

Next place the carcass top and
bottom in position, fit one end of
the second carcass side and
gradually pivot the other end down,
fitting the bearer rails one at a time;
then, using a block and hammer, tap
into place.

Raise the carcass into an upright
position and apply clamps to bring
the joints together — an awkward
move as wedges must be placed into
the tenons after they are pulled up
but before they are obscured by
clamping blocks.

Working from the top down, each
section is clamped and wedges
inserted; the clamps are then
removed and placed upon the next
section, the wedges proving
adequate to hold the sides tight
whilst drying.

The carcass is checked for square
—and of course mine wasn’t, though
with the aid of a hefty pre-war 6ft T-
bar cramp pulling across the
diagonals, this was soon settled.

When dry, the protruding tenons
were cut flush to the sides, cleaned
up and sanded to 320 grit.

| &5

Drawers

The drawers are easy by
comparison — only 150 dovetails
‘hand-cut’ on the bandsaw! The
drawer gradings are determined by
reference to the Hambridge
Rectangles method, see panel.

The sycamore drawer-sides are
thicknessed to 7mm, which looks right
to me. The backs are 10mm white ash
(Fraxinus americana). The fronts,
back and sides require cross-cutting to
size — I use a chop saw set perfectly
square — finishing with a light touch
across the grain with a bench plane.

Mark the dovetails; I prefer
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‘English’ — very fine — dovetails for
thinner sides. The tails are bandsawn
and the waste chiselled out. The pins
are then marked out onto the fronts
from the sides using a sharp knife,
sawn to the line and waste removed.

Drawer slips — with central muntins
to spread the load — are used. The
drawer bottoms are of cedar of
Lebanon (Cedrus libani ), which
allows a lovely aroma to waft when
opened.

Plinth
The mitred plinth was constructed
from sycamore. Each leg is made up

ABOVE: Front and
side elevation

HAMBRIDGE RECTANGLES

The Hambridge Rectangle proportioning system is based upon the Golden
Section — the ratio 1.6180339 — developed by the Ancient Greeks, as
adapted for modern usage by American mathematician Jay Hambridge.

The method requires a square, drawn to scale of the width of the
proposed project. Extend the verticals of this square and, taking a compass
and using the bottom right corner of the square as the datum, scribe an arc
across the top left corner of the square to bisect the extended vertical.

From this intersection extend a horizontal line to form a rectangle; this is
the first graduation, the square acting only as a guide. Continuing to extend
arcs upwards creates a graduated scale which can be measured off and
transferred to the project; due to the visual indication given, thIS works
better, | feel, than a numbers-only method.

It also allows a height to be determined dependent upon the wudth
chosen, though in my case the height was selected by circumstances and

the gradings adapted slightly to fit.
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TENON AND CROSS=CUTTING JIGS FOR CIRCULAR SAWS
= : ~ Bob Wearing, in his book Making
>’ »OWOrking face —l V\Z)Odw?)il??\igdsm& I;ev?c:s, ha(s7 a:?\g i

excellent jig for cutting the cheeks of
tenons. It uses the mitre-guide slots
on a table saw, and is quite
sophisticated in that it allows angled
tenons to be cut. A simpler version
could be made for 90° only operation.

The jig is constructed of birch ply
with metal or wooden slides, with a
clamp that can be made of either
material. A slide allows the jig to be
adjusted for different cuts and
thicker tenons, and the stop can be
made adjustable by drilling more
than one set of holes in the vertical
working face.

Once made the jig can be tested for
accuracy by gauging a wide piece of
W scrap wood, then running it in the jig,

adjusting until it is cut parallel with
the gauged line.

As the table saw’s riving knife and
crown guard have to taken off for this
jig, a separate guard will have to be
made. A simple version is shown in
Bob’s book.

A cross-cutting box can also be
made using the bed slots of a table
saw. This is also made from plywood,
the size depends on your saw. Start
with the runners; these should be
made to fit slightly below the level of
the table, so that when they are
screwed to the base they will ride
free of the bottom of the groove.
Once cut to size, put the base board
against the rip fence — this will make
sure it is square to the bed slots —
then with the runners in their slots
mark out and drill the screw holes.
Screw and glue the runners in place,
then make the front and rear fences.
Attach the front fence only and make
your first cut; not all the way through
though! Once it is cutting true you
can fix the rear main fence.

Making Woodwork Aids & Devices, by
Robert Wearing, is available in paper-
back (revised edition, GMC Public-
ations, 1999), ISBN | 86108 129 4

#5liding bracket
{ together with
¢ hinges allow for
i/ angled tenons

/4

#Perspex guard

i

@ Mitre slide
D grooves

from the same stock as the carcass Finishing handles would spoil the front
material, and mitred to form an L- The drawer fronts are finished elevation. I was inclined to agree.
section. The rails are then mitred with Danish oil, rubbing down Expediency intervened, handle-less
into the legs. with 240 grit abrasive between drawers only being opened with great
These were all jointed using applications over a period of a difficulty. After playing with some
grooves and splines. To give week with daily coatings. scrap wood, I decided on a simple
balance, cut and cove a strip The rest of the piece is finished pull that could be cut with a router.
of cherry, and fit it between the with sanding sealer and white polish. ~ Ajig was constructed and the
plinth and carcass to break up Handles are the bane of my life, required number cut from some spare
the sycamore. possibly because I ignore them at the padauk (Pterocarpus soyauxii). After
The carcass is attached to the outset, preferring to leave them until applying a coat of sanding sealer to
plinth with glued and screwed blocks  last. However in this case, comments retard the darkening tendency of
across the inside corners — slot the raised when the chest was awaiting padauk, I rubbed down the handles
holes to allow for movement. them were to the effect that any and attached them with screws. M
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Budget brief

Guy Lewis makes a tall two-drawer cabinet in American cherry

e S T HE FEAR of disruption to
e - work schedules, coupled

with worry that clients may
be put off by apparent chaos,
results in many furniture-makers
discouraging visits to workshops.

Personally I encourage such
calls, having found a number
of good clients this way; indeed,
the piece of furniture featured
here resulted from just such
an encounter.

The brief was for a tall cabinet
with two drawers and a cupboard
base, with adjustable shelves, to
measure 1353mm (53%in) tall,
762mm (30in) wide and 381mm
(151n) deep. The piece had to fit
into a specific niche in the
client’s London home.

He favoured American cherry
(Prunus serotina) for the cabinet,
with handles of American black
walnut (Juglans niger). We were
working to a set budget, but this
was eased by his willingness to
let me work on it as and when
other jobs allowed.

One constraint imposed by the
budget was that a complicated
or curvaceous piece would not
be possible. I enjoy working
within set parameters and the
simple design I came up with,
coupled with the choice of
timber and dimensions, lent this
piece a distinct Shaker air
while remaining contemporary
and original.

Carcass

The carcass comprises two
cherry sides joined by four
horizontal boards of the same
thickness; these form the
apertures for the drawers and
bottom fixed shelf. For the sake
of stability and economy I
made these components from
18mm (Yin) two-sided cherry-
faced plywood, with a solid
cherry lipping.

As yet I have not been able to
find a supplier of decorative
plywood with two ‘show’
veneer faces, so I made these
boards up from one sheet of
12mm (%in) one-sided cherry
plywood and another of 6mm
(4in), laminated together good
PHOTOGRAPHY BY JOHN MORLEY faces out. '
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“Any inaccuracy will be virtually
impossible to remedy with the carcass
glued up. A real case of think three
times, measure twice and drill once!”

The drawer divisions use
stopped housings while the top is
rebated and fixed with screws.

The sides are made up and cut
to 1321 by 381mm (52 by 15in),
and the stopped housings and
rebate are marked up and routed
out. Two straight-edges clamped
one either side of the router base

ensure that the router doesn’t
wander off line while making
these cuts.

Taking several passes with the
router for each joint achieves
smoother results. The rounded
ends to the housings, left by the
router cutter, are squared up with
a cornering chisel.

Door recesses

The doors are fitted flush with
the drawer fronts so must be
recessed into the carcass sides.
Before cutting this recess I made
the doors slightly oversize in
width and height, but to a
finished thickness of 13mm
(4in). The recess can then be cut
to match the door’s thickness.
Mark out the recess then cut
close to the marked line on a
bandsaw. I trim up to the line by
clamping a straight-edge exactly
on the line, then using this to
guide a bearing-guided panel-
trimming cutter in my router.
The adjustable shelves are
supported by short lengths of
6mm (%in) diameter copper rod
which locate in a series of holes
accurately drilled at the required
height and matching both sides.
Any inaccuracy here will be
very apparent when the shelves
are fitted, and is virtually
impossible to remedy with the
carcass glued up. A real case of

‘think three times, measure twice

and drill once’!

When using this means of
adjusting the shelves, I have
found that sanding the copper
rod with 120 grit abrasive to
slightly less than 6mm (in)
eases removal and replacement.

Once the shelf-support holes
have been drilled, the rebate for
the carcass back can now be cut.
Here I use a bearing-guided
rebate cutter, set to the depth of
the housings.

Cut-out, boards

The curved cut-out at the bottom
of the carcass sides is marked out
using a piece of string and a
pencil as a compass. [ measured
75mm (3in) up from the bottom
centre line, then made trial and
error adjustments to the string

i \
® GUY LEWIS is a
professional
cabinetmaker
working in
Sturminster
Newton in
Dorset. He can be
contacted on
01258 471642.

-

FAR LEFT AND
ABOVE LEFT:
Shaker-influenced
lines and
simplicity fit the
brief, the budget
and a niche in the
client’s house

EASIER DRAWER RUNNING

Everybody has his own preferred
method of making drawers, but |
would like to mention a couple of
things that | do in certain
circumstances to ease the process.
When making the drawer fronts,
and if | have good access from the
back, | mark in pencil the exact size
and shape of the aperture onto the
back of the oversized drawer front,
then use a straight-edge-guided
router to trim to the pencil line; this
ensures a good fit even if the aperture
is not absolutely square.To reduce
breakout trim the end-grain first, then
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the long-grain.

To make sure that the drawers run
easily | sometimes guide the drawer
sides by pinning and gluing battens to
the carcass; these are easily fitted
from the back.

With the drawer fully in its
aperture, they are attached to run
against the inner drawer sides just
below the drawer bottom and provide
support for a potentially over-loaded
drawer; they also act as drawer stops.

Glued and pinned battens provide guides
for drawers




MAIN ILLUSTRATION BY IAN HALL
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IDENTICAL HANDLES

To make the handles, a block of walnut
approximately 150 by 150 by 32mm (6 by 6 by How the handles are made up
1 in) is shaped to the profile of the handles, see
diagram.The recess for the finger pull is cut using a
bearing-guided rebate bit mounted in a router
table; take care to enter and exit the handle
without removing any material from the ends,

see diagram.

Moving to the saw bench, slice off a suitable
thickness for a finished 20mm (%in) handle,
repeating the process until enough handles are
made. | have found American black walnut to be

Shape block as

- fairly brittle when routed, so | always make up one shown then slice
or two spares just in case anything goes wrong. off handles
Making the handles this way ensures that each
one is identical and also that one’s fingers are kept
away from the cutter. Finally, the square edges are
profiled with a small diameter round-over bit,
using a simple holding device for safety.

1 Handle
| detail
showing
rebate

Cut here for
door handle f

until the correct curve was
achieved.

I then cut close to the line using
a jigsaw then, using a circular
plane followed by abrasive paper,
smoothed the curve.

Having formed the curve on
one side it can be used as a
template for the other. As with
the door recesses, a router is
fitted with a bearing-guided
cutter which follows the first side
to cut the second.

A solid cherry lipping is
biscuit-jointed to the four
horizontal carcass members using
No. O size biscuits. Once this is
done they can be cut to size and

trimmed for a good fit in the cut-out using the pencil and ABOVE! Curves
housed sides. Obviously the string method outlined above. set out with
bottom fixed board will need to Using the method of templating string and a pencil
be 13mm (%in) shallower than one side from the other
the others to accommodate guarantees a symmetrical result.
the doors. Raising the bottom of the doors

Before gluing up I always slightly allows for the thickness
do a dry run to ensure that of a carpet. Each door is kept

everything is close to hand, that shut with two spring-loaded ball-
the sash cramps are at the correct  bearing cabinet catches.

length, and that it will all go TOP LEFT:
together square. Handles, shelves. Drawer detail
With the carcass glued up it’s The cabinet is then assembled
time to make and fit the drawers,  and the positions for the handles, BoTToM LEFT:
see panel. see panel, marked. These are Copper rod used
Hinges are fitted to the carcass  attached to the drawers with two  as adjustable shelf
and then to the doors; when screws each — the cupboard supports - holes
satisfied with the fit, remove the handles are slightly trickier, must be precisely
doors and mark up the curved being a single handle cut in half;,  dritled
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“I carefully painted the rear of
the cabinet with matt black
paint to cover the ugly non-
show side of the plywood”

BELOW: Front and
side elevation

this provides less area to take the
screws and therefore requires
absolute accuracy when drilling.
Also fitted at this stage are
the cupboard’s two 13mm (}5in)
solid cherry height-adjustable
shelves, one full depth, the other
half depth.
The solid top has a finished

thickness of 32mm (1%in) and
overhangs the sides and front by
20mm ('%sin). Before fixing, the
square edges of the upper and
lower faces are profiled with a
%in bearing-guided round-over
router bit.

It is jointed to the top
horizontal carcass member with
No. 20 biscuits and four No. 8
screws. For economy, the back is
made of 10mm one-sided cherry
plywood with the good face
inside the cabinet.

I carefully painted the rear of
the cabinet with matt black paint
to cover the ugly, non-show side
of the plywood back.

Finish
When happy with the assembled
cabinet, take it apart and sand to
320 grit. A coat of linseed oil
thinned slightly with white spirit
to aid absorption is applied
inside and out.

When the oil is dry, give the
whole piece a thin brush coat
of shellac sanding sealer.
When this is dry, wax along
the grain with 0000 wire wool,
following this with three more
coats of wax. Many woods
benefit from this form of
finish and, although quite
slow and laborious, it is my
personal favourite. 1]

) 31mm

1353mm

152mm

18mm

152mm

A

- 762mm ——
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Second edition

PHOTOGRAPHY BY STEPHEN HEPWORTH  MAIN ILLUSTRATIONS BY IAN HALL

@ ANDREW
LAWTON, a
member of the
Society of
Designer
Craftsmen, has
been making
furniture full
time since 1980.
He rescued
Goatscliffe
Workshops -
run by pioneer
craftsman Ben
Coopland from
the 1920s to the
1960s in
Grindleford,
Derbyshire -
from near
dereliction.
Lawton’s 1991
Spiral Table in
English walnut
inlaid with
sycamore
received a
Guild Mark
from the
Worshipful
Company
of Furniture
Makers.

RIGHT: Art Deco
styling influenced
the design of this
desk and chair
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Andrew Lawton makes a chevron desk and chair

THIS DESK AND CHAIR are
almost identical repeats of
pieces which I produced in
1992-3 as speculative exhibition
pieces. The originals were in ripple
sycamore (Acer pseudoplatanusy;, the
sequels in wych elm (Ulmas glabray).

The design came about after much
sketching and doodling, in an attempt
to create pieces that were both practical
and attractive. I am an admirer of Art
Deco furniture and architecture but,
temperamentally, I feel most at home
with the restrained wholesomeness of
Arts and Crafts work. These influences,
coupled with the known rigid
properties inherent in corrugated
structures, put me on the road.

Essentially, any writing surface
which quivers or vibrates in use, no
matter how beautiful, is a failure as a
design — although, if that turned out to
be the case, you could always re-
launch it as a hall table and side-step
the problem!

What finally clinched the design
was the acquisition of some
spectacular solid ripple sycamore
which somehow had slipped through
the net and escaped being sliced into
veneers. [ hoped that the ripple of the
grain, at right angles to the shaping of
the desk sides, would look good.

Second desk

The second desk and chair were
commissioned by a client who already
had a small table of mine in wych
elm, and wanted the new pieces to
match. Other designer craftsmen have
said that they don’t like repeating a
design because subsequent versions
lack the creative excitement of the first
— repeats becoming lifeless copies of
the original. There is much truth in
this. You can become totally wrapped
up in a new piece, and get a real buzz
if it all comes off — whereas a repeated
design can sometimes feel a bit of an
anti-climax. On the other hand, from a

practical standpoint, repeats offer the
near certainty, although you can
never be entirely sure with wood,
that all the constructional headaches
have been sorted out, and, vital for
the professional maker, the job will
be profitable.

The desk

After a good period of secondary
seasoning all the components for the
desk are machined to size, allowing
for a final hand-planing. The ends
are made first, using a tilt arbor table
saw to form the angled joints,
followed by assembly of the top. Ply
tongues are inserted between the
edges to add strength, and help line
everything up. Regular readers will
know that I prefer loose tongues to
biscuits, but now that at least one
firm makes beech ply biscuits, I have
overcome my prejudice and will be
getting a biscuit jointer myself
before long!




“We considered the resulting arms to be

highly successful and

Variation on a theme
Once they had been cleaned up, the
ends and top are marked out for the
front and back drawer rail mortices,
the four sets of double tenons, and the
housings in the apexes of the inner
faces which accommodate the drawer
runners. The rails are similarly
marked out. All this is done with a
sharp marking knife and gauges for
accuracy. The parallelogram-shaped
mortice and tenons are a variation of
a classic Arts and Crafts jointing
method. I wouldn’t have the temerity
to claim that I'm the first to have
done them like this, but I’ve never
seen any made quite in this way. They
are a little more difficult to cut than
the usual through tenon and require
some patient work with razor sharp
chisels to make a neat job.

Once this stage is reached the top is
offered up to the ends, and the
chevron-shaped housings marked
directly from one to the other. These
are then routed out and cleaned up
with a chisel.

The drawer rails, runners, and dust
panels are straightforward, with due
allowance made for movement across
the grain. I am always banging on
about this, but it is surprising how
even professional makers sometimes
fail to take this into account when
designing in solid timber. The drawer
divisions are stub tenoned into the
rails and top. I felt that taking them
through would be overdoing it, and
might detract from the overall
appearance of the desk.

immensely strong”

Gluing-up

The whole drawer runner and rail
assembly and ends are glued-up with
the aid of softwood blocks
temporarily glued on, and left to set
after numerous checks to ensure all is
square and true.

Next, the three back panels are
made, and all internal surfaces which
can’t be reached once the top is in
place are waxed and buffed up. The
top is glued on and the black walnut
wedges driven home — but not before
you’ve made sure that the back
panels are in their grooves. Having
once glued-up a carcass and forgotten
to insert the panels I always do a
double check! Many makers glue-up
at the end of the working day so that
the glue can cure overnight and the
piece be ready to work on in the
morning; but there is a lot to be said
for carrying out this rather vital
operation earlier in the day when you
are more fresh and alert!

Drawers

The drawers are made in the
conventional way, dovetailed back
and front, with oak (Quercus spp)
sides and backs, and cedar of
Lebanon (Cedrus libani) bottoms.
Shaped pulls of walnut (Juglans
regia) are fixed to the drawer fronts
with stub mortice and tenons.

The chair

The design of the accompanying
chair obviously had to match that of
the desk, or at least be stylistically

“What finally clinched it was the
acquisition of some spectacular solid
ripple sycamore which somehow had
slipped through the net and escaped
being sliced into veneers”

FAR LEFT:
Assembled chair
back showing
mortice and
housing for
laminated arm

LEFT: Spreading
Cascamite on the
pre-bent
laminates

similar. I aimed to do this by giving
the chair back the same chevron
shaping as the desk ends. The inner
face of the back gently curves to
provide a comfortable support for
the occupant’s spine. As a contrast to
the crisp angles of the desk, the arms
are shaped to spring from the back to
the front legs in sweeping arcs.

Each arm is built up from
2.5mm (Y2in) thick laminates, cut
on the bandsaw, assembled in a
jig consisting of male and female
formers with cut-outs to accept
G clamps. Made of MDF, the jig
was devised with the help of
Mark Applegate who was sharing
my workshop at the time, and drew
on the expertise he had gained
during his course at Hooke Park.
Partly to reduce the stress on the
glue lines, but as much as anything
to ease assembly, the laminates are
pre-steam bent to roughly the final
curvature. We considered the
resulting arms to be highly
successful and immensely strong.

BELOW: Tenon
and housing joint
from arm into the
back.of the chair

8 First segment
" of back

® Tenon

Housing

Laminated arm &
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ABOVE: Arm
gluing-up in jig

Learning from the past
When I started out, [ took on repair
work as well as making new, out of
economic necessity and a naive
belief that the people whose old
furniture I patched up would also
commission me to make new
pieces, which rarely happened. I
didn’t enjoy this work since I had
neither been trained in restoration
techniques nor have the

temperament for it, but at least I
learned first hand how and why old
furniture fails, and try to minimise
future problems in my own work.
Thus the arms of these two desk
chairs are joined to their backs
with a substantial tenon and
housed in at the same time, see
photographs, with the aim that any
outward pressure from the sitter’s
arms actually tightens the joint

“Having once
glued-up a carcass
and forgotten to
insert the panels |
always do a double
check!”

rather than forcing it apart, in a
similar way to opening a drawer
which, in theory at least, tightens
the dovetails.

Continuing the theme of sound
construction, the front legs are
dovetailed to the arms, orientated so
that they won’t pull apart with repeated
lifting of the chair by its arms.

The front seat rail is single
tenoned to the legs. In turn, two
rails which support the seat are
doubled tenoned and wedged into it
— these are then through tenoned
into the back.

The seat itself is simply a shaped
ply base, beautifully upholstered by
Michael Davies of my nearby
Derbyshire village of Foolow.

110 FURNITURE-MAKING PROJECTS




ottty oy

s

AR s ot i AN e

“The inner face of the back gently |
curves to provide a comfortable L
support for the occupant’s spine” N

TIMBER SELECTION

~ The timber for these pieces came from a huge tree which | bought as a freshly felled log in the mid-80’s —a

victim of Dutch elm disease — and had sawn into various thicknesses at a local mill. It has been in stick since

then, out in the open air covered with old sheets of corrugated iron to keep the rain and sun off. Never put
iron or steel sheets over oak, by the way, or the timber may end up stained blue-black, as when an old nail is
embedded in it.

After all this time the elm is as well air dried as it ever will be.The main drawback to seasoning and
storing timber in this way is that it is prone to infestation by the furniture beetle.This generally seems to
attack only the sapwood of elm, or boards which are a bit dodgy, that | would avoid using anyway. Suspect
planks must be carefully checked and, if they have to go, can at least be cut up into firewood.

The various parts of the chair and desk were rolghed out and stacked in the warmest part of the
workshop, allowing air to circulate freely,and left for a couple of months until the moisture content had
fallen to 10 or |1 %.The success of a piece of furniture relies heavily on careful timber selection. For
example, make sure that a row of drawer fronts are all cut from the same board. If it is not possible to get a
good grain match between adjacent boards, then adapt the design to make a deliberate feature of this.
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BELOW LEFT:
Arm joint
showing ‘ear’ to
assist assembly

BELOW RIGHT:
Arm to leg
dovetails
offered up

515

The original ripple sycamore desk
and chair were sanded down to 400
grit and sprayed with pre-catalysed
lacquer, which is my preferred finish
on most light coloured woods which
don’t have to work hard for a living.
If hard wear is likely then an acid
catalyst lacquer would be used.

The almost unreal figure of the

several people to remark that it was
hard to believe it was actually wood —
I’'m not sure if that is a compliment or
not! Such a finish is in my view not
appropriate to an open grained timber
like elm, so the sequels are sanded to
280 grit and given several coats of
Danish oil, carefully steel wooled and
cleaned off between coats, then
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Finishing timber, combined with the finish, led

buffed up with a soft cloth.

Having recently seen the sycamore
pieces again — the couple who
bought them have gone on to
commission several fore items —
I'm still not sure whether I prefer the
design in one timber or the other, but
it reminded me what an amazingly
versatile material we have available
to us, as woodworkers. [l
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“Repeats offer the near certainty
that all the constructional
headaches have been sorted out,
and the job will be profitable”

RIGHT: Desk and chair =
note sweep of arms into
back and wedged tenon
from seat support rails



Shelving some pr

Peter Scaife takes a piece of lime straight from the bandsaw to

malke a set of book shelves

@ PETER SCAIFE
trained as a
woodwork
teacher during
the late 1950s
and early 1960s
at the former
Borough Road
and Trent Park
Colleges, but
found that while
he loved
woodwork he
hated teaching, so
switched to
woodworking
journalism. He
describes his
experience as
broad rather than
deep, ranging
from boat-
building to
sculpture,

BELOW LEFT:

The dilemma and
the challenge -
lime ripped by the
focal sawmill
produced tapered
boards

BELOW MIDDLE:
Simple but
effective - a
feature is made of
the fixings
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HIRTY YEARS AGO, in the
T first warm glow of marriage, 1

told my new wife I'd make her
a hall table. It’ll be an elegant Jong-
legged piece, | said, with a half-
round top probably made from
satinwood enhanced with marquetry
and fine stringing.

Well, I didn’t actually promise. ..

...S0 — how about some shelving,
I asked her? She agreed.

I had in my workshop a 1000mm
(39%in) by 400mm (15%in) by 75mm
(3in) piece of lime (Tilia vulgaris)
left over from a carving of Christ
that T had done for a Norfolk church
20 years ago.

My muscles having become softer
and the timber harder, conversion by
hand was out of the question, so I
asked the timber yard to tidy up the
edges, rip it down the centre and
deep-saw it into eight boards of
about 1000mm (39%in) by 180mm
(7in) by 18mm (%in).

Instead of putting it through a
circular saw to produce all eight
pieces of the same dimension, a
power-fed bandsaw which did not
cut in a straight line resulted in
timber ranging in thickness from
12mm (%in) to 37mm (17%ein), some
of it curved along its length but none
in wind.

Design opportunity

In this kind of situation you
remember that there is no rule book.

No law exists that says every
member of a piece of furniture has to
be of equal thickness, has to be flat
and has to be planed smooth. Design
nannies do not exist.

Lime, being devoid of figure, of
even colour and very crisp, is ideal
for carving. The band-sawing had
given it a pleasing texture; sunlight
raking across it revealed small,
regular ridges across the grain. My
mind was made up — use it as it is, in
the knowledge that any marks on the
precious surface cannot be erased.

Because the texture could never be
replicated, the first job, before
marking out even, is to put on a coat
of hard, clear varnish.

Only after that can the next stage in

the mental design process be pondered:

with the best two, slightly curved,
pieces chosen for the sides, would
they slope in or out? I set the lower
ends vertical to the floor, sloping
them slightly outwards at the top.

The four shelves start with the
thickest at the bottom, with the
thinnest at the top and the slight
concavities upwards.

Fixing to sides
My next conundrum was how to
join the shelves to the sides.

Because the sides are not
parallel, the housing is tricky
to mark out. I discarded the
possibility of using through
tenons because of the problem
posed by their ends: smooth and
flush would result in a clash of
texture; allowing them to stand
slightly proud would be too arty-
crafty; but something brass
would look good.

Countersunk screws are too
ordinary, and cannot be screwed
into end-grain. Look for bolts in the
ironmongers, and find brass, 6mm
by 40mm, pan-head, parallel-sided
screws to be fixed into holes drilled
in the ends of the shelves.

Instead of using glue - too risky
— or chemical filler - unknown
quantity — consider fixing nuts into
the underside of the shelf, about
20mm (%in) from the end.

This means a little [Omm by
3mm mortice must be cut to take a
square, zinc-plated nut.

“No law exists that says every member of a
piece of furniture has to be of equal
thickness, has to be flat and has to be planed
smooth. Design nannies do not exist”
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“Picture wire zig-
zagging across the
back and stapled in
position adds greatly
to the overall effect”

Back to the rule book: who says
mortices must be rectangular? Why
not round? A trial run in scrap timber
demonstrates that a hole drilled to
10mm (%in) allows the nut to wobble,
so make it 8mm (¥sin) with a Forstner
bit to achieve a flat bottom, chopping
out just over Imm on each side.

The result is remarkably stiff, but
will it need some additional rigidity —
perhaps some triangulation at the back
with brass picture wire? see right.

Drill all the holes for the two lower
shelves; where the sides are parallel,
chisel out grooves for the nuts, put
them in, offer up the screws and
tighten them. Offer up the next two
shelves, mark the length required and
drill more holes.

In fact, these 16 nuts and screws,
with copper washers under their heads
for the sake of appearance, do make
for a rigid structure, but picture wire
zig-zagging across the back and
stapled in position adds greatly to the
overall effect.

Cleaning up

All that remains is to clean up the
front edges with a smoothing plane. I
applied a blue-grey stain to the back
edges, but found this added nothing,
so varnished the front edges to
match the rest.

So what did I gain from this?
While many traditions are to be
respected — and I'm very glad I once
made a cabinet with secret lapped
dovetails, all hand-cut, and then
French polished it — taking a risk by
innovating and experimenting is fun.

When success comes, it is all the
more welcome — especially when the
result has relied not on drawing but
on eye and imagination alone. [ ]

LEFT: Bottom shelf detail - note
the smooth planed finish to the
whole of the front edge, in contrast
to the sawn sides and shelves

RIGHT: A design that evolved from
the material

SHELVING SOME PROBLEMS
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METRIC/IMPERIAL CONVERSION CHART

11732

- 0.34375

8.7312

0.6875

mm inch mm inch mm inch mm inch

I 0.03937 26 1.02362 60 2.36220 310 12.20472 | mm =0.03937 inch
2 0.07874 27 1.06299 70 2.75590 320 12.59842 I em =0.3937 inch

3 0.11811 28 1.10236 80 3.14960 330 1299212 Im =328] feet

4 0.15748 29 1.14173 90 3.54330 340 13.38582 | inch = 25.4 mm

5 0.19685 30 1.18110 100 3.93700 350 13.77952 | foot = 304.8 mm

[ yard = 9144 mm

6 0.23622 31 1.22047 110 4.33070 360 14.17322

7 0.27559 32 1.25984 120 4.72440 370 14.56692

8 0.31496 33 1.29921 130 5.11811 380 14.96063

9 0.35433 34 1.33858 140 55118l 390 15.35433

10 0.39370 35 1.37795 150 5.90551 400 15.74803

I 0.43307 36 1.41732 160 6.29921 410 16.14173

12 0.47244 37 1.45669 170 6.69291 420 16.53543

13 05118l 38 1.49606 180 7.08661 430 16.92913

14 0.55118 39 1.53543 190 7.48031 440 17.32283

15 0.59055 40 1.57480 200 7.87401 450 17.71653

16 0.62992 4] 1.61417 210 8.26771 460 18.11023

17 0.66929 42 1.65354 220 8.66141 470 18.50393

18 0.70866 43 1.69291 230 9.0551 1 480 18.89763

19 0.74803 44 1.73228 240 9.44881 490 19.29133

20 0.78740 45 1.77165 250 9.84252 500 19.68504

2] 0.82677 46 1.81102 260 10.23622

22 0.86614 47 1.85039 270 10.62992

23 0.90551 48 1.88976 280 11.02362

24 0.94488 49 1.92913 290 11.41732

25 0.98425 | 50 1.96850 300 11.81102

IMPERIAL/METRIC CONVERSION CHART

inch mm inch mm inch - mm

0 0 » 0 23/64 0.359375 9.1281 45/64 0.703125 - 17.8594
- 1/64 0.015625 0.3969 23/32 0.71875 18.2562
1/32 - 0.03125 . 0.7938 3/8 0.375 9.5250 47/64 0.734375 18.6531
3/64 . 0.046875 1.1906 - 25/64 ~ 0.390625 9.9219

1716 0.0625 1.5875 13/32 0.40625 10.3188 3/4 0.750 19.0500

: =Sl 27/64 0.421875 10.7156 »

-5/64 0.078125 1.9844 : i 49/64 0.765625 19.4469
3/32 0.09375 2.3812 7/16 0.4375 I1.1125 25/32 0.78125 - 19.8438
7/64 0.109375 2.7781 29/64 .0.453125 11.5094 51/64 0.796875 20.2406
: ; | 15/32 0.46875 11.9062 13/16 08125 - . 20.6375
~1/8 0.125 - 3.1750 31/64 0.484375 12.3031 ,

9/64 0.140625- 3.5719 » 53/64 0.828125 21.0344
-5/32. - 0.15625 3.9688 1R 0.500 12.700 27/32 0.84375 = - 214312
11/64 0.171875 43656 33/64 0.515625 13.0969 55/64 0.858375 21.8281

e = : 17132 0.53125 13.4938 ;

316 - 0:1875 47625 - 35/64 - 0.546875 13.8906 2Bk 0.875 - - 222250
13/64 10.203125 5.1594 9/16 0.5625 14.2875 57/64 0.890625 22.6219
7132 0.21875 5.5562 -29/32 0. 90625 23.0188
15/64 0.234375 5.9531 37/64 0.578125 14.6844 59/64 0.921875 234156
1/4 0.250 6.3500 19/32 0.59375 15.0812 s .

' S ' 39/64 0.609375 15.4781 15/16 0.9375 23.8125
17/64 . 0.265625 6.7469 A : 61/64 . 0.953125 24,2094
9132 - 0.28125 7.1438 5/8 0.625 15.8750 31/32 0.96875 24.6062

- 19/64: 0.296875 7.5406 41/64 0.640625 16.2719 63/64 0.984375 25.0031
5/16 0.3125 7.9375 21/32 0.65625 16.6688

: : LBITAY 43/64 0.671875 17.0656

21/64 - 0.1328125 8.3344
11716 17.4625 I inch = 1.000 = 25.40 mm
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Projects include:

Furniture-makers today are working in the widest range of idioms imaginable and, while
able to draw on traditional technigues, can let their work develop free of constraint on
design. This abundance of choice is reflected in these projects, compiled from Furniture &
Cabinetmaking magazine, which not only provide a useful source of ideas for furniture, but
also some refreshing and innovative approaches to making it.

Chevron desk and chair

Rosewood dining table _ , , . ,
There is something here to please all tastes: ranging from traditional pieces, such as an

early 16th-century-style trestle dining table, and linenfold chest, to an Arts & Crafts-inspired
writing desk and dressing table mirror to a deceptively simple bed and a desk and chair
designed for a musician.

Set of book shelves in lime

Versatile wall cupboard
P All the projects are devised by practising cabinetmakers who are fine craftsmen, and the

clear instructions, fine photographs and comprehensive illustrations will help to ensure a

Folding screen made from offcuts oleasing result

Two-drawer cabinet
in American cherry

A modified mule chest

Corner cupboard

ISBN 1-86108-140-5

9781861081407
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