Deep Hollowing System
Designed and Built by Doyle McConnell
Article prepared by Loyd Ackerman
This article is a description of the development of a shop made system for hollowing deep
wooden vessels on a lathe. The developer made two systems for much less than the cost of one
commercial product. The article is published here so that interested club members will see how it
is made and have the opportunity to make one for their own use. Interested members can contact
Doyle McConnell to discuss details of the design.
The lathe which, initially conceived to turn spindles for furniture parts such as legs and
finials, soon found other uses such as bowls and tabletops. Since then, the lathe has
become a major tool in woodshops, and in the past few decades has become an
important tool for wood artists.
Manufacturers have made chucks, jigs, fixtures, specialized tools, etc. commercially
available to the turner. In most cases, these devices are originally the result of a turner
creating a solution to a need. Often, the designer enlists manufacturers to produce their
invention. Other times, on seeing a market for a device, manufacturers pick up the
design and commercialize it themselves. The individual woodturner is better off for this
process, but these commercial products are costly and many amateur turners will not
purchase them.
One can easily argue that most jigs, tools, and fixtures for the lathe are the result of an
individual reacting to a need rather than an engineer in a laboratory coming up with an
idea and a tool to address it. This should, and obviously does, encourage other
woodturners to be inventive themselves.
Once someone has invented and shown a device to other turners, it becomes a
challenge for others to improve. Such is the case for the subject of this article.In the
spring of 2002, Doyle and Juel McConnell attended a symposium at Provo, Utah. One
of the products shown there was a deep hollowing system for creating closed form
vessels on a wood lathe. The inventor designed the system to perform the deep
hollowing function without the attendant wear and tear on the turner’s arm and shoulder.
The presenter invited the class to look at his web site for the instructions on how to
make one of their own. Checking the catalogs, Doyle found several versions of the
design. To put it mildly, they were costly. However, they did not look too difficult to
recreate, so after clearing his shop backlog of the required projects, he began to look at
making the tool. Fortunately, he had a welding machine on loan in his shop for another
job, and while he was so equipped, he enlisted the help of the local metal working shop
to cut the steel tubing to size, and then he welded it into the final form himself.
During its maiden run, Doyle realized that the angle of the cutting tool was not optimal.
His original angle was about 15 degrees negative. He determined that a five to 7-degree
negative angle would be better and modified the holding tool to hold the cutting tool at
that angle. The result was that the tool worked fine, and in a short time, he had created
a closed vessel with a very small entry hole and without his shoulder being traumatized.
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