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Overview: 

Michael Werner was born and grew up in Switzerland. “Making things” was a family 

tradition and an important part of his early development. He honed his manufacturing skills 

during a four-year apprenticeship in metalworking. Following this he was involved in 

automobile racing and aviation. His love for aviation 

brought him to the USA where he continued vintage 

aircraft restoration. Presently he divides his time between 

his own woodturning studio and teaching Manufacturing 

Technology at a local high school where he lives in 

Stanford, Washington. 

 Michael combines “Old World Craftsmanship” and 

influences from the world around him to create a variety of 

turnings. He uses both native and exotic woods. Each piece 

is the result of a detailed design process. His pieces are a 

contrast between natural and geometric shapes thereby 

creating a tug of war between the organic features of the wood, interesting lines, color and 

texture. 

 A good technical challenge and excellence in craftsmanship is what Michael likes. 

These qualities are reflected in his circular shapes that have both calm and unrest. 

 Michael is a member of the AAW, the Woodturning Center in Philadelphia, the 

American Craft Council, and the Northwest Designer Craftsmen. He teaches at Arrowmont 

School of Arts and Crafts and at many other locations. His works are included in many 

collections and museums. 

 

Morning Session: 

 Michael began his demo with a slide presentation depicting his career. The “Beauty 

of Precision” is the basic theme of his work. Much of his work is sketched first in metric 

detail. The evolution of his art was shown progressing to his present off-center bowls and 

platters. Michael uses burning and texturing extensively in his work. He completes all 

texturing and burning prior to turning so that the edges remain 

crisp. He spends considerable design time on each off-center, 

multi-axis piece. One slide depicted a piece that Michael turned 

on over 180 centers and required over sixty hours of work in the 

process. Grain alignment plays an important part in his design. 

Texturing is done on some pieces in the turned areas and on 

others outside these areas. Humor plays an important part in his 

work, attitude and life. 

 After the completion of his slide show Michael turned to 

the creation of a multi-axis, off-center bowl. He stressed:  Have 

a plan. He discussed interrupted cuts, the use of shadows, and 

body motion. He also discussed the sequence of events in his 

work:  when to sand, cutting downhill with the grain, using the 

tool as much as possible to prevent sanding or at least to lessen 

it. It is important to realize the beginning and the ending of each segment of the design and 



turning process i.e. where one is going and not just “winging it.” 

The turner needs to be aware of the A, B, C process at each 

step:  Anchor, Bevel, and Cut. It is important to develop a 

personal theme and style. One should practice each cut as long 

as one has wood to work with. Before turning the lathe on a 

turner should keep the speed formula in mind – Diameter of 

piece x RPM = 6000/9000. This assumes that the piece of 

wood is sound. One can always turn slower. With off-center 

work it is important to factor in the largest turning diameter 

of the piece and not the measured diameter.  

 Michael used a blank that he previously burned and 

colored. He laid out several small bowl shapes or depressions on the surface. He attached 

the blank to a charger plate (1/2” thick plywood) with Spax #6 

– 1” screws. (Do not use dry wall screws because they can easily 
snap or break under stress.)  This charger plate was then 
attached to a Baltic plywood circular faceplate (1/2” thick). 

MDF can also be used but it is much heavier. The surface of 

the charger plate was counter sunk where the screws would 

exit from the blank. This compensates or gives room for any 

wood that pulls out when the screws enter the wood. The piece 

was then attached. Michael trued 

up the edge of the large faceplate 

of plywood and removed all sharp 

edges. Then the blank attached to 

the charger plate was attached to the faceplate so that 

turning the first depression could begin. Again, Michael used 

Spax screws. He used the tailstock to align the center of the 

depression to the faceplate. Once attached the tailstock was 

withdrawn.  

The surface of the 

blank where the depression or 

bowl would be turned was 

made flat. Then with the lathe 

turned off, Michael turned the 

piece manually and used a 

scraper to scribe or scratch the bowl diameter. He used a 

square nosed scraper to form the opening of the 

depression. The scraper had a negative rake. At this point 

the shape of the bowl 

(depression) had been 

determined and some depth 

achieved. A Bedan tool was 

used as a scraper. This tool had a small, 2-degree angle on the 

cutting edge. Michael used it upside down and not as a typical 

Bedan. Shear scraping was done with this tool used at 45 

degrees. Small, fine cuts were made, each making the bowl 

deeper. The depth was measured using calipers. Further cuts 

were made to deepen the bowl area. When tear-out occurred, 

Michael honed the tool. This resulted in a clean cut. Michael 



sanded the interior of this flat-bottomed, straight-walled hollowed area at a slow lathe 

speed with 150 grit paper. He sanded again with the 

lathe stopped to eliminate circular sanding marks. 

After that Michael used 220 grit paper with the lathe 

stopped. He chamfered the edges of the hollowed area 

using a small, flat file. This edge was colored using a 

black marking pen. This completed the first flat 

bottom/sided area. After completing each step of the 

turning process, Michael turned the lathe speed down 

so that later on it would not be turned on at a high, 

unsafe speed. 

 The blank and charger plate were removed 

from the faceplate as a unit. Michael established the 

second off-center location was and secured the piece 

to the faceplate. He used four screws. Once again he 

scribed the diameter with the lathe off. He opened 

this area using an interrupted cut because the 

circumference of this second area intersected with that of the first. Michael used the 

Bedan again although a parting tool could be used. He deepened the area and achieved a 

smooth surface with little or no tear-out. As always he adhered to the Angle/Bevel/Cut 

system so that “D” did not occur (Disaster). He 

sanded the area and chamfered the edge. The 

chamfer needs to be crisp so that the color line 

applied says, “Look at me!”  If sanding rounds the 

edge before coloring it says nothing. This completed 

the morning demonstration. 

 

Afternoon Session: 

 Michael began his afternoon demonstration 

by continuing the off-center, multi-axis bowl begun 

earlier. Two small flat recesses had been turned. He 

now moved the piece to a third off-center position 

and screwed it in place on the faceplate. Then he 

turned a third flat-bottomed/sided recess. 

Because the piece was out of balance due to the 

off-center position a weight (another small steel 

faceplate) could be attached. For large pieces 

several counter balances might be needed to 

produce a smoother rotation. 

 This third depression was made deeper 

than the second was shallower than the first. 

Michael turned a small rim on the edge of the 

third depression thereby making it possible to use 

a small bowl gouge for hollowing. The rim 

prevented the gouge from skirting across the 

burned/painted surface. Michael’s gouges (detail, 

spindle, and bowl) are all ground at 45 degrees. He 

used the gouge to eliminate some tear-out that 

had been formed when scraping. He made the 



chamfer was made and applied color as before. Then he sanded the flat bottom of the 

depression. 

 Next Michael moved the piece to a fourth 

position and screwed it in place. He determined the 

outline and scribed it into the surface. A detail gouge 

was used to remove the center. A shoulder was then 

made for the gouge to complete the bowl shape. 

When Michael turns he places his body in a position 

that is comfortable at the cut completion and not at 

the beginning. This produces a more even, 

controllable cut. Sanding was done. The chamfer was 

made and color applied. 

 Lathe speed was reduced and the piece 

removed from the faceplate. The position was 

changed in preparation for turning the larger bowl of 

the five. Speed was increased for the fifth because 

of the larger size of the bowl formation. A bowl 

gouge was used to shape the fifth bowl. Cutting was 

begun in the center and progressed outward toward 

the scribed line. 

 Note:  Michael showed how to feather out a low spot or area created when turning. 

Identify the low spot with a pencil and then slowly 

turn away before and after the low area. Finally, when 

the low spot is gone the pencil marked area is also 

gone. Actually the low spot is treated as two high 

spots – one on each side of the low spot. 

 The fifth and largest depression was 

completed. A small shoulder was made to prevent the 

gouge from skirting. The interior was completed down 

to the final depth. It was sanded, chamfered and the 

edge colored. Lathe speed was turned down and the 

piece removed from the charger and faceplate. 

 A chuck was placed on the headstock and the 

tenon, which was made prior to the demo, on the piece 

placed in the jaws. A bowl gouge was used to round up 

the piece. Once round a skew was used to shear cut and 

remove any tear-out on the surface. Because the edge 

did not run true a sanding block was used to create an 

even chamfer. If this was done with the skew or gouge 

the chamfer would be thicker in some areas than others. 

The chamfer was then colored and the piece removed 

from the chuck. 

 Michael then showed how to cut a tenon on a jam 

chuck blank. He placed it between the tailstock and the 

chuck jaws. He scribed the diameter of the tenon on the 

tailstock side of the piece and turned a groove for the 

jaws. (The base of the tenon should be flat and the sides 

perpendicular or dovetailed depending on the brand of 



chuck used.)  This was then placed in the jaws and used as a jam chuck for the piece 

previously trued. It was surfaced and the sharp edges removed. A paper towel was placed 

between the piece and the jam chuck and the tailstock brought up. The base or outside of 

the piece was then further shaped. At this point Michael referred to a “beginning and an 

end.”  The beginning is the rim and the end is the bottom. A sharp corner was formed at the 

edge of the nubbin on the bottom. This sharp corner lets one 

define the outside shape and bring the viewer pleasingly to 

“the end.”  The outside was further refined with a spindle 

gouge. A skew was used to clean up the outside surface. The 

skew, due to its long flat edge, simply hits all the high spots 

and removes ridges. Tear-out was still present but the curve 

was good. The curve was 

checked by observing the 

shadow created by a flat edge held against the piece. 

High spots and low spots could easily be identified. A low 

spot was intentionally made and eliminated as described 

earlier. A large scraper was used on a 45-degree angle to 

eliminate tear-out. Final surface finishing was achieved 

by riding the bevel on a scraper and then a skew in a 

scraping mode. 

 Sanding was done using a self-propelled sander. 

The skew was used to remove most of the nub on the 

bottom. A rocking motion was employed using a sanding block to maintain the shape of the 

bottom while sanding. Prior to sanding a French file was used to remove wood. This 

completed the off-center, multi-axis bowl. 

 Next Michael showed his texturing and burning. A 

pattern was transformed to a circular maple bowl blank. A 

burn pattern was done and a wire brush used to clean the 

burned areas. A toothbrush was used to apply acrylic paint 

over the entire burned area. This was heat dried. Next a 

black magic marker was rubbed over the high spots leaving 

the color in the depressed areas. A clear coat would then 

be applied over the area as a sealer. 

 This completed a most enjoyable, interesting, and 

frequently amusing demonstration. Unfortunately a DVD will 

not be available in the library because of technical problems 

with the recorder. 

       

   


