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Overview: 

 Our own CMW member and club president, 

Tucker Garrison, has his home and shop in Brevard, 

NC. He began turning about 6 years ago.  His specific 

interest is open hollow form turning, and he was a 

featured “Emerging Artist” at the 2010 AAW 

Symposium in Hartford, CT. In early November of 

2011 he will be a demonstrator at the North Carolina 

Woodturning Symposium in Greensboro, NC. 

 

Morning Session: 

 Tucker began his demo with a power point presentation of his 

evolving woodturning techniques.  Much of his work deals with open 

hollow forms.  He showed the steps in the creation of one of his 

pieces starting with the blank and progressing through hollowing and 

piercing.  He showed several examples including a teapot he made for 

the AAW Symposium Teapot Exhibit in 2010. 

 The first project of the demonstration was the making of a 

tool handle.  Tucker makes tool handles for his Doug Thompson 

Lathe tools.  He sharpens these tools with the same setting on the 

Vari-Grind jig (web site:  thompsonlathetools.com).  There are 

definite advantages to making one’s own handles.  One can form the 

contour for one’s own hand and design different shapes for 

specialized uses.  Tucker also makes his own collets using aluminum 

bar stock. 

Tucker began making a collet out of 7/8” diameter aluminum bar stock (2011-T3).  He cut a 

piece 3 ?” long from a longer piece.  He placed it in a collet chuck 

and squared off the end using a square end tool.  Then Tucker 

placed a drill chuck in the tailstock and used a 7/16” bit to drill a 

hole in the aluminum (he previously drilled and tapped set screw 

holes).  He drilled the hole the length of the bar stock.  He turned a 

chamfer on the outside of the bar and another on the opening of 

the drill hole.  Then he cleaned up the outside surface of the bar 

using the square end tool.  After that he reversed the bar in the 

collet and made another chamfer on the outside diameter and the 

edge of the drilled hole.  He turned several grooves to give a better 

glue grip.  Usually, Tucker uses epoxy to put the collets in the handle but for demo purposes 

he used thick CA glue. 



 

 

Tucker removed the collet from the headstock 

and inserted a cup drive center.  He placed a 

live center in the tailstock and placed a 2 x 2 x 

12” piece of hard maple between centers.  He 

roughed it into a cylinder and turned a tenon 

on the headstock end so it he could place it in 

a chuck.  Tucker used a Vicmarc chuck with 

dovetail jaws.  He placed the piece in the jaws and inserted a drill chuck in the tailstock.  He 

drilled a 2” deep hole in the handle to accommodate 

the collet (7/8”).  Tucker drilled a second hole (1/2” 

diameter) 8 1/2” deep into the handle to 

accommodate the tool steel.  He replaced the live 

center in the tailstock and returned the handle to 

between centers (removed from the chuck).  He 

turned the thinner portion of the handle to 1 1/8” 

diameter and used a parting tool to mark key diameters on the handle blank.  Then he used a 

roughing gouge to shape the handle using the parting tool cuts as a guide.  Then Tucker 

rounded the ends using a spindle gouge and 

smoothed the surface using the roughing gouge in 

a shear cut mode. 

He then glued the aluminum insert in place with 

thick CA glue, and inserted the setscrews.  Now 

the handle could be sanded, and a finish applied.  

This completed the tool handle. 

Next Tucker placed an elbow tool with laser attachment 

on the tailstock.  He previously modified it with a support 

bar that prevents torquing while hollowing and assures 

that it is level with the center line of the headstock.  By 

being in the center line one can prevent the nub forming 

in the bottom of the piece when hollowing.  He marked 

the tool rest post when he established the center. 

Tucker then placed a 4 x 4 x 6” cherry blank between centers.  Later he will use templates 

in the demo to help him form a true or nearly true sphere prior to hollowing.  This 

completed the morning session. 

 

Afternoon Session: 

 Tucker continued to work on the 4” piece of cherry that 

he placed between centers. He turned a tenon on the headstock 

end.  He used a bowl gouge to initially rough it into a cylinder.  

He formed a dovetail tenon to fit the Vicmarc jaws.  Then 

Tucker marked the center of the sphere portion, as well as the 

base of the sphere.  First, he rounded the front (tailstock end) 

of the sphere, using a template to fine-tune the shape of this 

part of the sphere.  Then he shaped the back of the sphere; again using the template as a 

guide.  The back portion should only be shaped into a partial sphere so that enough mass 

remains on the headstock end for support when hollowing. 



 

 

 Next Tucker placed a drill chuck in the tailstock, and using a 

Forstner bit (1 1/8”) he drilled a hole in the sphere in preparation for 

hollowing.  At first, he used a short bit.  Then he added an extension to 

enable the hole to be drilled to the required depth.  He began hollowing 

using a bent neck tool to hollow just inside the opening of the sphere.  

He desired a 1/8-inch wall thickness.  The tool rest that had previously 

been set to the center height was placed at that mark on the post, and 

the elbow tool was attached to the tailstock.  Tucker showed the use of 

the laser to achieve the desired 1/8” wall thickness. 

 He replaced the above partially hollowed cherry piece with another one that he 

previously turned and was now dry and somewhat distorted.  

Because of this, the wall thickness was unequal.  Tucker placed 

it in the jaws in the same position that it had previously been.  

He set the laser so the light was 1/8” from the cutter tip.  

This setting produced a 1/8” wall thickness. 

 The next step in the demo was to show an earlier 

hollowed piece that a wall pattern had been drawn, and some 

sections cut out.  He set up a high-speed Presto air tool (400,000 

rpm) and a microcarver (50,000 rpm), as well as a woodburner.  

Before the demo began, Tucker drew the design on the surface of 

the piece with a pencil.  He used the woodburner to go over the pencil 

lines.  The woodburner made the lines straighter.  Then he used the 

air tool to cut along the woodburner line going through the wall of the 

piece.  Hearing protection should be used when using the high-speed 

tool.  The surface produced by the high-speed tool is rough, so 

Tucker used small sanding mandrels to smooth the cut edges.  One can purchase these 

mandrels, or they can be made by using 1/8” metal rods inserted into small (dowel) wood 

cylinders.  Sandpaper is glued to the surface of the cylinder.  Sanding begins with 80 or 100 

grit and proceeds to 220 and occasionally to 320.  He also uses sanding sticks.  One can 

make these of Masonite with sandpaper glued to them.  They can be in various shapes.  

 For finishing, Tucker uses India Ink on the inside surfaces of the piece.  He applies 

this with an airbrush.  Before applying the India Ink, Tucker sprays lacquer on the outside 

surfaces so they will not be stained when the ink is sprayed. 

 Next Tucker showed cup burrs.  He uses these for detailing his seed pods.  He uses 

them with the Foredom tool.  He also uses tree-shaped carbide burrs to open areas on the 

surface of the pods.  Then he used a reciprocating carver (Auto 

Mach) to carve details.  He used a Flexcut gouge in the carver handle.  

Tucker also showed a stump cutter.  He used it in the Foredom tool to 

open areas along the detail lines.   

 Using a Foredom tool with the cup burr Tucker detailed the 

open (recessed) areas of the pod. He pushed the burr into the wood 

while it rotated.  In so doing it both carved and burned the cup 

design.  He used progressively smaller cup burrs to alter the design.  

Tucker used a brass brush to clean the resin off the burrs that builds 

up during use.  Once he completed the design using the cup burrs, he used round dental 

burrs to clean up the small membranes between the individual cup burr cuts. 



 

 

 This completed a very informative, interesting, and fast moving 

demo.  A DVD will be available in the CMW Library in January 2011.  

Tucker’s resource list is available on the CMW Web Site. 

  

 


