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No. 62 UNIVERSAL WOODWORKER.

A WHOLE WOOD-SHOP IN ITSELF

ARE YOU LOOKING FOR
A MACHINE THAT WILL

Plane Out of Wind, Surface Straight or Tapering,
Rabbet Door Frames, Rabbet and Face Inside Blinds,
Joint, Bevel, Gain, Chamfer, Plow, Make Glue Joints,
Square Up Bed-Posts, Table Legs, Newels, Raise
Panels, Either Square, Bevel or Ogee, Stick Beads,
Work Circular Mouldings, Etc., Rip, Cross-Cut, Tenon,
Bore, Rout, Rabbet, Joint and Bead Window Blinds,
Work Edge Moulding, Etc.? If so, drop us a Postal
Card, and we will send you a descriptive circular showing
two views of our No. 62 Universal Woodworker

A WHOLE WOOD-SHOP IN ITSELFE.

We Guarantee this Machine to do the above
Variety of Work in a First Class Manner

WRITE TO DAY

J. A. FAY & EGAN CO.

153-173 West Front Street, CINCINNATI, OHIO, US.A.
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X.X. SINGLE CYLINDER
PLANER AND MATCHER

o BV A% o ﬁ . A % With New Belt Driving Device For Feed And Delivery Rolls
N y NoJiGear Train or Studs

__—THE MACGREGOR GOURLAY COY. - »
- LIMITED GALT, ONT. .

Extra Heavy Construction, Extra Powerful Feed. Large Cylinder and Spindle Bearings. Feeds 45,965 and 85 Feet Per; Minute.
Locking Devices and Shaving Hoods for all Cutter Heads. Strong, Simple, and Durable.

THE MACGREGOR, GOURLAY COMPANY, LIMITED, Q>:.. ONT., CANADA

Manufacturers of Woodworking Machinery, Metal Working Machinery, and Machine Tools, Funches
and Shears, Presses, etc., etc.
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M. L. ANDREW & CO..

CINCINNATI, OHIO. U.S.A.

INVENTORS AND BUILD-
ERS OF THE MOST
MODERN TYPES O

Vertical and
Horizontal

Wood-boring
Machines

Any style, any size, any
nomber of spindles. The
kind that will increase your
dividends, and give you per-
fect satisfaction.

( Patent Horizontal Multiple
Spindle boring and routing
machine, built in various
lengths, and equipped to bore
any number of holes, and cut
any number of routs desired
at one operation,

¢ Full information for the
asking.

WE PROTECT THE FIRM AS WELL AS THE EMPLOYEE.

o 3 T Bm b i intrscipped wih JONES OUARDS and i 10 s o Py o s, Our guards have been
Comp?:;,dlﬂv‘:iel‘l‘;a—yl:n reply to your‘inquit'y as to the result of the case of Norw;jxck vs. Steul & Thuman tested and pI'OVCd suc-
P st A ST S BRI AT L costul n e law v
o i et St i i SRR AE LTINS than
and the guard was exhibited in court, and its mechanism and wo(irking fully ex;gla?:ed. Of coJurse the evidence tion to 'day is better than

showed that it was the plaintiff’s own fault that the guard was not in place, but this did not affect the proof that

the employer bad performed his full duty by furnishing such a guard attached to the machine, and giving in- law expenses to-morrow.
structions in regard toits use. As attorney for the defendant in the action, 1 am very glad to give you this
information, and trust that the result of this case will serve you as an argument that YOUR GUARD is a
SAFETY DEVICE, Iam, believe me, very truly yours, Raren S, KENT,

This firm had their jointers equipped with the old
style board guard and had heavy damages to pay :
Toronto, Ont, April 2, 1908
Mr. J M. Jones, Hamilton, Ont. /
Dear Sir :—The action you refer to was an action
brought by the employee against his employer in re-
speet of injuries sustained while operating a buzz
planer machine, I contended on behalf of plaintiff
that the buzz planer, admittably a dangerous machine,
could be securely guarded without any loss accruing
to the employer in the working of the machine and
inorder to sustain this contention used a model and
diagram ot your guard. The Jury finding for the
plaintiff as they did, formed merely on the evidence as
to the prac}t’icabi;ity and mecha:lical efficiency o;.your
guard, The defendant seemed to concur in this as
Pressure Shar.gerngm-.ddl they did not appeal
For Double and Single Spindies Yours truly,  H. L. DRAYTON.

Our guards never have to be taken off the
machines for any class of work. SEE THE Jointer Guard
POINT? Shipped on 30 days’ trial. Write Dotted line shows it at side of
for catalogue. A Manufactured by machine for rabbiting.

Jones Safety Device Co.

Limited ﬁ
22 King William St.' - HAMILTON, ONT.

FARET O P e T
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GRAMMES CIRGULAR SAW FILING VISE

This is a new tool for the circular saw operator
It clamps the circular saw while the filer is filing it.

It is all iron—therefore cannot warp out of shape.

It is adjustable to all positions because it swings on
a swivel and on an axis. On the swivel it may be
swung to any position in acircle. On its axis it may
be set to any position in a 3-4 circle. :

Guaranteed not to vibrate or dish the saw. Fastens
on any table or bench. Weight 35 pounds.

THREE SIZES. PRICE EACH SIZE $7.50
THIRTY DAYS FREE TRIAL
No. 1 takes saws 4 to 9 inches diameter.

No. 2 takes saws 6 to 14 1-2 inches diameter.
No. 3 takes saws 12 to 20 inches diameter.

L.F.GRAMMES & SONS, Allentown,Pa.,U.S.A.

Robinson Cut-off Saw 6auge| | A cood Dust

Best and Cheapest on the Market 5 :
Adjustable and automatic stops. COllectlng SYStem

Entirely NEW principle—not copied after any other gauge.

Sent on 30 Days'
Trial

Parties ordering
please state length
ard number of stops
wanted, and whether

Hardwood Rall. Requires engineering skill to de-
making continuous

g straight edge, sign, and experienced workmen to

loubly marked in execute—it is a distinct branch of
feet and inches

to use on right or left from saw with rule engiﬂeering.
of saw, 2
: maker’s dies.

Patented 4

o e Handy to use for Our slow Speed Minimum Horse

Protected in cutting odd L A 3
canada, Ningyhes - for whitch Power System is worth investigat-

it is not worth while ing. Ask us about it,

to change the stops.
th:‘e:';:g' sos:f:;s Ca';:do; We are also sole manufacturers of
be jarred along, but easily the “Swartwout” Steam Specialties
changed when so desired. and Ventilators.

At one point in the turn stops
can be lifted off rod and dropped
n again quickly at the desired dis- Werite for our catalogue.

’ tance from the saw.
< LOW PRICE

I. J. ROBINSON CO. BLOOMSBURG, A.

509 Market Street. U. S. A. 41-.3 Michigan Ave. Cleveland, Ohio.

The Ohio Blower Co.
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MAPLE LEAF SAW WORKS

; SHURLYPEPE.IETRICH’ G ALT, ont.
LARGEST SAW MANUFACTURERS UNDER

WE THE BRITISH FLAG. ok
manufacture . git g s i ide o manufacture
Circular Saws » HBIGH'G:‘ADE
Gang Saws | 4 U Bl s i Y iy
Mill Saws | 4 — m——— UL | SAWS

‘ “ Tempered by our Secret Process. Made 2
Band Saws of Refined Razor Steel. We have the Sole ofall Widths
(ross Cut | “,' Right for the Dominion of Canada. and leﬂgths
Saws , R These Saws are
Buck Saws g s o
DAY Tempered by our
sa W s BITS N7 ? j h Secret Process;
Z . for Fine Finish
&c' i MAPLE LEAF ’” SAw ARE THE BES;—ATDEEI\'APERED SAWS ::?.I::ﬁ::'. s

WE ARE THE ONLY MANUFACTURERS IN THE WORLD WHO EXPORT SAWS IN LARGE QUANTITIES TO_THE UNITED STATES

BALL BEARING EXHAUSTERS

SPECIAL 'SLOW SPEED DESIGN

A reduction of speed ranging trom
33% Y to 507 less than standard
machines guaranteed, and a con-
siderable saving in power.

EXHAUST SYSTEMS INSTALLED
COMPLETE

LUMBER DRY KILNS

of all kinds and for all classes of

Shaving Exhauster with Chapman Ball Bearings. lumber. oo

Write for particulars to

SHELDONS LIMITED

GALT - ONTARIO.




June, 1908. CANADIAN WOODWORKEK.

R.H. SMITH CO.., I.IMITED

St. Catharines, Ontario
Manufacturers of the Celebrated ‘‘ GOLD COIN’’ Saws

We maKe We malke
Every Kind of

Saw required in

H Inserted Tooth

Saws. Saw Mills,
Planing Mills,

Shingle Saws, Furniture

Cross Cut Saws, : Factorles:
Piano Factories,

| Hand Saws, Carriage

Factories,

Etc., Etc. Etc., Etc.

We have been manufacturing for the Canadian trade since 1855, and have main-
tained the same high standard of excellence. Let us Know your saw requirements.

caomsn’

Stedeans and H-ealers

Our Heating and Drying System
will interest you—write us.

Brick Dryers

These are of the latest improved

3 type.
omser ks MOISE A Kilns
CUPOLA FANS TRANSFER CARS Both forced and natural Draft.
BLOWERS BRICK CARS No checking, warping and case-
EXHAUSTERS BRICK TRANSFERS hardening. :

Dominion Heating & Ventilating Go., Ltd.

HESPELER, CANADA.

Successors to McEachren Heating and Ventilating Co. \




10 CANADIAN WOODWORKER. June, 1908.

C. O. & A. D. Porter

Manufacturers of

“THE PORTER”™

WOODWORKING MACHINES

Send for our new catalogue
and prices of wood carving
machinery.

Standard  goods, prompt
delivery, reasonable prices.

180-182 N. Front St.
GRAND RAPIDS - - - MICH., U.S.A.

No. 1. Yankee Whittler New Pattern.

The Rochester Cooperage Company

530 to 542 Child St.,
Rochester, N.Y.

Manufacturers of

Machines for Slack Work
4 that are the ACME of In-

) e ventive Genius.

‘ Illustration shows the best slack barrel
heading turner of its kind ever devised.
Its capacity is limited only by the skill
and activity of the operator, Our Turner
has no gears or worms to wear out and
cause annoyance, the operator stands
closer to clamps and has easier access to
same, which enables him to feed faster.
Machine has Greater Range than any
other, cutting from the small sizes up to
28 inches, it also has an automatic throw-
off which works positively every time and
the heading' refuse drops down straight
from clamp, thereby doing away with any
possibility of machine clogging up.

Machines Sent on Thirty Days’ Trial.

Send for price.

Our New
Heading Turner—

Side View.

Eastern Canadian Representatives—

CANADIAN MACHINERY AGENCY, MONTREAL

Western Canadian Representatives—

ROBERT HAMILTON & 0. VANCOUVER, B.C.
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A Revolution in Graining

g We have the only perfect machine ever invented. It
makes a PERFECI IMITATION of all open grain woods.
Convex and con.ave articles can be run through without
any trouble.

¢ ONE CPERATUR and a couple of boys can do more
work with this machine than TWELVE MEN with any
other so ca led machines or pads now on the market.

€ Let us send you samples and prices.

Posselius Bros. Furniture Mfg. Co.

DETROIT, MICH. U.S.A.

Very often we are asked whether the

. . Falls No. 43 . .
Undercut Face Planer

will do as good work as is turned out on
a hand planer.

To this we reply that we have known instances
of it doing better work, for example: it turns out
better work on door stiles than is possible on a
hand feed planer and will at the same time, do a great
deal more work. We have a case in mind now
where it is doing seven times the amount of
work on this particular stock than was formerly
turned out on the hand planer.

Ask for Circular “C” which will give you full details |

Falls Machine Company
Sheboygan Falls, Wisconsin
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GOLDIE CORLISS
INSTALLATIONS.

Illustration shows power house of the

DOMINION COAL CO. at GLACE BAY, N.JS.

Equipped with three pair cross compound
GOLDIE CORLISS ENGINtS. and
two 12 x 12 Ideal] Speed Engines

EACH CORLISS UNIT 20 & 40 x 36, DIRECT CONNECTED
WE BUILD:

Goldie Corliss Heavy Duty Engines.
Goldie Corliss Girder Frame Engines.
WheelocKk Slow Speed Engines.
Piston Valve Saw Mill Engines.
Ideal High Speed Engines.
High Grade Wood WorKing Machinery.
Transmission and Elevating Machinery.
Safes, Vaults and Vault Doors.

AsKk for Catalogues, Prices and all information.

The Goldie @ McCulloch Company, Limited

Western Branch : GALT’ ONTARIO, CANADA- B. C. Selling Agents :

248 McDermott Ave., Winnipeg, Man. Quebec Agents: Ross & Greig, Montreal, Q. Robt. Hamilton & Co., Vancouver, B.C




Canadian Woodworker

A MONTHLY JOURNAL
FOR ALL CLASSES OF WOODWORKERS

Vol. 1

TORONTO, JUNE, 1908

No. 4

CANADIAN WOODWORKER

A Monthly Journal for all classes of
Woodworkers.

Subscription : Canada, United States and Great Britain, $1.00 per year; Foreign,
$1.25, payable in advance. Advertising rates on application.

SameLe Cories FrEe oN ReQuEsT.

BIGGAR-WILSON, Ltd., Publishers

Offices : 79-80 Confederation Life Building, Toronto. Ont.
Telephone, Main 6377.

Canadian Woodworker is published by the first of the month. All
changes for advertisements, news items and other matter must be in
hand by the 15th of the preceding month. Cuts should be sent by
mail, not by express.

Practical men are invited to send to the Editor signed articles or paragraphs
upon any subject of interest to their tellow woodworkers.

SYSTEM IN MILL ARRANGEMENT.

Plan before acting is a good motto to remember,
not only before undertaking any particular piece of work,
but at the time a mill is built and when putting in ma-
chinery. An awkward, left-handed relation of stock to
machine, or of one machine to another, may sometimes
save half a dozen square feet of floor space and at the
same time waste one step in six, or three or four minutes
every hour of the machine-man’s time. And time and
labor are just as valuable as space. But floor space, too,
can often be saved by a careful thinking out of the
details of mill arrangement beforehand. Often these
details, in a big plant or where the operations are of a
multifarious character, are a very complicated matter to
arrange together in proper order; so that much thought
and careful mapping out to scale have to be devoted to
it before the equipment is installed.

In some mills the most conspicuous feature which
strikes the visitor is the entanglement of its various
departments, the general disorder which prevails
throughout. The thoroughfares are continually getting
obstructed, the men constantly getting in one another’s
way. The slightest hitch in one department means a
general disorganization of the whole. One thing in the
wrong place often means that it becomes a nucleus for
a dozen other things which accumulate around it,
making the confusion worse confounded.

The first necessity in building a mill is, of course,
to see to the structure itself. The constant vibration of
the machinery is going to try th:a permanence and
solidity of the best material to be obtained. The foun-
dation must be reliable, and arrangements made to place
the heavier machines in the best position with a view to

\

their doing the least damage possible. Every attention
should be paid to the kind of floor, so as to have it as
substantial as possible. A floor in a planing mill is not
over-durable at the best; it is good policy to build it so
Do not

Posts among the

as to make renewals as infrequent as possible.
forget the roof and overhead work.
machines are a nuisance and generally in the way. Sky-
lights are lighting the
building, in addition to ordinary side windows at any

generally the best means of

rate. The constant endeavor to get at the right angle
for light to reach a machine from the latter alone is a
vexation to the spirit when doing a delicate woodworking
operation or fixing up a machine; and it is one  that
wears a man out sooner than an equal amount of time
spent in hard work. The lighting arrangements, not
only those of an artificial character, but the superior one
emanating from Nature's sunshine should be carefully
considered. Remember that good light is a factor all
the time, and that a very little falling away from the best
possible has, in the aggregate, an immense influence
over the guality and the quantity of the work done. The
same applies to fresh air and ventilation, and to heating
arrangements. In some mills, the men may be shivering
with cold, while at the same time there is enough poten-
tial heat going to waste in badly-fitted boilers, etc., to
properly heat two or three such buildings.

Above all, keep an eye on the conveniences for
handling and rebandling the stuff that comes in and goes
out of the mill. The time sometimes spent in double
handling of material would often represent a fair profit
in itself. In building, arrangements should be made for
running all finished work out of the mill itself, pre-
ferably into an adjoining room or watertight shed. As to
the plan for receiving material, it should be such as will
allow the man who first uses it to feed it in a natural
way to his machine, not left-handed, or having to make
awkward turns. The position of the next machine
should be such as will most naturally take advantage of
the position in which the material was taken off from
No. 1. The man who feeds a matcher has quite enough
to attend to without having to go all over the place
getting wood. Paths or thoroughfares between the
various machines should be as straight as possible, and
wide enough to allow passing along without having to
waste time drawing one'’s limbs and clothes out of the
danger line. In all these things there is a point of
scientific reasonableness quite easy to reach with a little
thinking out and experience. The aim should be to have
all the space necessary to get around quickly without
using up so much as to lose dividends on that unit of
floor area.



92 CANADIAN

LOOK OVER YOUR PLANT.

While business is not so brisk as it was a year ago,
nor so much so as, we believe, it will be a few months
hence, just at present is exactly the right time for mill-
owners to thoroughly examine their plants, make repairs,
put in new and improved machinery and make a general
renovation. It pays to keep abreast of the times and to
keep your mill up to date in every respect, but most
emphatically it pays tq do this at a time when there is
any degree of trade slackness, and when , as a conse-
quence, the disarrangement of ordinary business will be
at a minimum. A large firm of machinery manufac-
turers told us recently that they had scarcely ever put in
so many new boilers and other machinery as during the
so-called hard times of last winter. For not only were
they supplying equipments for a fair number of new
mills; but a good many older ones, not pressed by the
rush of orders which has been keeping them engaged at
high pressure for so long, were glad to seize the oppor-
tunity to look over their plants and put in new ma-
chinery wherever it was required. The depression gave
them a breathing spell, and, in one way almost a wel-
come one, because it allowed them to get things in
proper shape for another future rush. Replacing old and
half-worn-out machinery with new and better is often
the most truly economical thing a planing or sawmill
can do; and this is just the time to do it, when there is
a temporary lull. ;

——-————

WATERPROOF CLUE.

Aside from glue and its cost as factors in the develop-
ment of built-up lumber, there has entered the trade of late
another idea in this connection, which is that of waterproof
glue. At various times during the past, there have been
efforts at supplying a waterproof glue, but many of them
have proved failures, either through costing too much, or
~ from some other cause, yet the idea has pers:stently bobbed
up, time and again, and, during the past year or two there
have been developed some pretentious undertakings in this
line in which a glue or cement is used in making built-up
[umber that is seemingly waterproof, and, according to
mformation obtained from the promoters, who keep secret
the formulae of their glue, it is cheaper rather than more
expensive than the ordinary glue used in veneering. If this
new idea continues to make good it will be a factor con-
(r’buting materially to further development in certain lines
of veneer usage, where the work has been more or less
handicapped heretofore because exposure to moisture pre-
vented its being done with ordinary glue. . This applies to
buggy and automobile bodies, to outside work of various
kinds in connection with house building and to the making
of various kinds of packages, in the form both of boxes and
of barrels or cylindrical packages. There is, probably, not
a' branch of the veneer industry which will be watched with
more interést than this one.

Taken altogether, the veneer industry, though it has
been marked with many failures in the early days of the
past, has prospered in the later years of the decade, and its
future to-day looks bright and fully as promising as the
future of any of the woodworking industries.

WOODWORKER.

June, 1908.

CANADIAN YIMBER SUPPLY.

In a report on the Canadian timber acreage, the
«‘Amer.can Lumlerman says: The estimate made by Mr.
Treadwell Cleveland, jr., of the United States Forest Ser-
vice, is even lower than that by Mr. B. E. Fernow, Dean of
Forestry at the University of Toronto, who placed it at
Mr. Cleveland places Canada’s acreage,
stocked with good commercial timber, as at present -not
exceeding 260,000,000 acres, a strangely low estimate when
Canada’s official figures give the forest area of the Province
of Quebec alone at 200,000,000 acres, not, however, all
stocked with good commercial timber. Mr. Cleveland asserts
that Canada does not possess much more than 50 per cent.
of the quantity of good timber still to be cut in the United
States, although the former is exporting twice as much as
the United States. In other words, Canada is in that respect
using up twice as much of its timber resources as is the
United States. To convey a rough idea of the supposed
value of the timber lands of Canada, it may be stated that
a rough estimate, said to be conservative, of the value of
Quebec’s forest area, 200,741,000 acres, oOr 327,721 square
miles, is $2,709,327,692. There is one point upon which none
of the experts can differ, namely, the necessity of dealing
with the forests of the country on business principles, and
soon.

300,000,000 ACTES.

—_——

MOISTURE AND STRENCTH OF WOOD.

The United States Forest Service made some time ago
a thorough study of this question. The results of its inves-
tigations are interesting' and instructive. It has been found
that the relation of moisture to strength follows a definite
law. The strength of all kinds of wood increases rapidly
with proper drying, the amount of increase depending on
the species and the degree of dryness. Thus the strength
of a piece of unseasoned red spruce may be increased by
over four hundred per cent. by a thorough drying at the
temperature of boiling water.” But the strength decreases
again as the wood reabsorbs moisture. Air-dried wood pro-
tected from the weather, and containing twelve per cent. of
moisture, is, according to species, 1.7 to 2.4 times stronger
than when green. Drying also increases the stiffness of
wood. These conclusions have been drawn from pieces of
small cross-section, not exceeding four inches by four
inches. Large timber requires years of drying before the
moisture is reduced to the point at which the strength begins
to increase. It has been found that, under nmormal condi-
tions, wood fibre will absorb a definite amount of moisture.
Additional water only fills the pores. It has also been found
that the water which simply fills the pores has no effect on
the strength. The fibre saturation points are: For long-
leaf pine, 20; red spruce, 31; chestnut, 25; red gum, 253
red fir, 23; white ash, 20.5; Norway pine, 30 per cent., esti-
mated on the dry weight of the wood. Timber that has' been
dried and resoaked is slightly weaker than when green.—

Engineering Times.
—  eay—————

\

—The thirty-fifth annual special issue of the “Timber
Trades Journal,” London, Eng., keeps up its reputation as
a full and complete representative of the lumber trade, not
only of Great Britain, but of the world’s great producing
countries as well. It comprises nearly 400 pages of matter,
and is well illustrated. o ’
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| Planing and Molding

CUTTINC OUT SASH AND DOORS.

By R. Pearce.
—

A few decades ago this work was entrusted to the care of
any man who could tumble over a lot of lumber in a day; and
strength was the special requirement. To-day brains count.

The increased cost of material suitable for sash and doors
permits of no unnecessary handling. While the increased
cost of lumber has been met, to a certain extent, by 'im-
proved machinery, the men engaged in cutting out the
stock are the greatest factors in keeping down the cost of
production to a paying basis. A car of lumber is now sur-
rounded by possibilities never dreamt of a few years ago.
Then it was simply a car of lumber, but to-day it means
much more to the man who has paid good money for it, and
what it means to him is fully shared in by the man whose
duty it is to see that every foot cut up will yield a fair return.
This man belongs to a class who are experts in their particu-
lar calling, a calling which has become specialized, showing
that the woodworker has kept pace with changing con-
ditions.

“When lumber was to be had at $25 a thousand, the quality
of which was such that a man would have little difficulty in
selecting as many planks as he desired that would yield four
door stiles, 7 ft. 10 in by 5 in., per plank, it can easily be
seen that any one capable of running a rip saw, or cutting
off to a length could handle this kind of work. But as the
price of material increased, and the grade and quality became
inferior, the demand for sash and doors of good appearance,
without a corresponding increase of price being offered, re-
mained the same.- In order to meet the demand profitably
only men well trained are employed to do this class of work.
A well trained man will produce from, say 1,000 ft. of lum-
ber, anywhere from 12 to 15 doors more than the untrained
man, and probably the same number of sash, and take less
time in doing it.

His work will also have a good appearance, and commer-
cially will grade No. 1.

Perhaps a few hints to the young woodworker will not be
out of place here. In making suggestions about this or any
other class of v;'ork, the writer is fully aware of the many dif-
ficulties that prevent the suggestions being carried out in
their entirety. So many things enter into the subject. The
ones to be most considered are the volume of trade handled
and whether contract or custom work, also the floor space at
the disposal of the sawyer. But a good man can always
change his own system ‘and methods to suit any circumstances
in which he finds himself placed. He will direct all his efforts
and energy in getting the best results. The first essential
requirement is the proper conception at the first glance of the
value of a plank. This gives one the ability to cut it up at
once for all it is worth and be done with it. Let us say vou
have been handed two orders, one for doors, the other for

sash. Go over them carefully, fixing in your mind every item
called for. If any of the stiles or rails are to be of an unusual

size and are not noted, underscore them so that you will not
forget them. You can, by cultivating the memory, carry a

large and varied number, of sizes and figures in your
mind, thus doing away with constant and continual reference

\

to the bills. When you have acquired this ability it will prove
a very valuable aid.

When ripping it is well, if the saw fence will permit of
your doing so, to have strips at hand that can be placed next
to the fence so that when you have set to the widest width
you require to rip, you then can rip the plank for sash or door
stiles or rails without spending time handling a plank a
second or a third time. This is one of the ways in which you
can get direct results,

In cutting off, train your mind so that you will know just
how many pieces of a certain measurement you must cut off.
Then when you have placed a length on the table cut it up for
what it is most suitable. This will keep you busy, especially
if their is much variation, but it teaches one how to do more
than one thing at a time. In order to have your work show
up well when finished, and to prevent any pieces being re-
turned to you as faulty, see to it that you supply to the man
whose duty it is to lay it out for the machines, material suit-
able for the most important doors or sash. You can always
strain a point for cellar or attic sash, the same with back or
side doors. This is often overlooked. 5

In cutting out sash you can always tell by the lengths of
the bars—if any are called for—just how many lights are in
the sash, and should know within an inch without taking
measurements, about where the mortise must be made. Be
careful to avoid knots that will weaken the piece, whether to
be used for rail or stile. It might pass sate and. sound
through all the machines only to snap off in the clamf). It
costs money and time to replace these pieces and to rectify
these mistakes; and ofttimes trouble with a large T.

It is careful observance of these seemingly trivial things
that makes one a good man at the business. Of course you
are expected to take chances, but you need not be reckless,

The word reckless,,suggcsts the term, waste, so often
heard in our business. No matter what purpose lumber is cut
up for, there will always be a certain amount of waste or cut-
tings of no value for the immediate work in hand, but which
will still be of some use for some other branch of the trade.
Find out what these left overs can be used for in the shop yéu
are working in, and lay them aside. Any pieces that have no
worth other than for firewood should be thrown out for that
purpose at once. No time should be spent in sawing them
into pieces two or three inches long. That is where the real

waste occurs. Young men should bear in mind that nowa-
days carefulness counts.

——. > -

PITCH OF PLANER KNIVES.

The pitch of knife on a woodworking machine is a very
important matter in many cases, especially when working
cross-grained and knotty hardwood lumber. Some years ago
many planers were equipped with three-sided heads. They are
not so common to-day ; the four-sided slotted head seems to be
the favorite, with two plain straight knives, with opportunity

-to put beading, grooving or molding cutters on the other two

sides. Tt is readily seen that the three-sided head gives a dif-
ferent pitch from a four-sided one. If we take a cross-section
of these two heads and continue lines across the flat sides,
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where the knives are atiached, till lines intersect, in one case
we have a triangle and in the other a quadrangle.

The back on bevel side of knife or cutter makes little dif-
ference in ease of working or quality of work done, so long as
there is sufficient bevel so that the cutting edge only comes in
contact with the material worked. The face or flat side does.
Time is too limited at present to look up data and make draw-
ings of what has been found good practice in working
straight-grained wood or cross-grained, knotty material. For
general use I have found the four-sided head gives good re-
sults for general work, both for power required and smooth-
ness of finish, but for hard, cross-grained and knotty ma-
terial a shorter pitch will do smoother work, but requires
more power and slower feed, the relative speed being con-
sidered.

On a plain, straight knife it is a practice with the best
operators to give edge of knife less projection over lip of head
when working wood where the grain tears up, than when
working straight-grained dry lumber. A projection of
3/16-in. will require less belt power than one set %-in., but
the short projection does the smoother work. In using solid
cutterheads one can secure the benefit of this principle that

he cannot on the ordinary head, where knife is bolted on.

There are makers of these tools who have made a study for
years of the best shape of the face of the cutters, and as a
result their goods have become standards of quality, as in

most other lines.
— ece»o ——

WINDOW FRAMES.

The use of more grooving saws on the outside spindle
of the moulder, saves time and reduces the number of times
the jambs are handled, by jointing the edge of the jambs and
plowing them at the same time; the saws make a clean cut
and leave the edges of the plow square, not torn out as cut-
ters do. When but one plow is wanted, but one saw is used ;
when two plows are wanted, two saws should be provided, un-
less one of the plows is to be more than }-in. wide, in which
case two saws, each thick enough to make a 7%-in. plow, and
one thick enough to make the desired width of plow when
used with one of the %-in. saws. The diameter of the saws
should be at least 2-in. more than the diameter of the head
used on the spindle; the larger the diameter of the saws the
longer they will last.

Fig. 1.

'Some molders require larger saws to reach the work, -as
they are made so the outside spindle will not go very close to
the fence of the machine. If the top of the spindle is provid-
ed with a nut, and thread collars can be provided for the
spindle and the saws placed between them, a collar should be
provided of the proper length to put between the saws to plow
jambs for 136-in. sash, and a 3%-in. collar to use with that
one to plow jambs for 13-in. sash.

Where the spindle is not provided with a nut and thread,
two short sleeves, made to fit spindle, with a setscrew in each
to fasten to spindle, may be used. One end of sleeve must be
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fitted to receive the saw like a saw arbor, except that no loose
collar is used, the nut being made large and one end being
turned round for about 4-in., so the corners of nut will not
touch the saw when screwed up ; nut should not be over 54-in.
thick, and the end of sleeve should be even with nut when nut
is screwed up against the saw. One of these sleeves should
be made to take two saws together, and a collar made as thick
as the other saw, to put on when only one saw is to be used
for each plow. This allows of the saws being placed close
enough together to plow jambs for 136-in. sash.

The arrangement described above for holding the saws is
used by some machinery manufacturers for the trimming saw
on the tenoner.

Fig. 2.

Fig. 1 shows a device for saving time in gaining frames.
A A is the saw guide or fence, B B the saw table. D should
be pine, 13-in. thick at one end and 136-in. thick at the other
end, as shown, and 2%-in. wide. E, pine, 19 x 1}%-in., and
F, ash or other hardwood, 13-in. thick at one end and 13-in.
thick at the other end, 3-in. wide, and should have a number
of dovetails in each side (although only two are shown in
sketch), one for each length of frame to be gained. These
dovetails should be 3-in. wide at the widest place and ¥%-in.
deep. The side next the gaining head should be cut in
square, all the bevel being on the other side, as shown. The
dovetail must be all alike and exactly 4-in. from center to
center, to make the proper length for each regular size of
frame. D, E and F should be put together in a substantial
manner, the angle just enough so that when D is placed
against the fence and the jamb placed on the table against
F, the gaining head will cut the gain the proper pitch for the
subsill, and should be 2-in. wide at the point. H His 7 x 35-
in., is screwed onto the back of D, and projects beyond D.

Make a stop % x ¥ x 5%-in. long, of hardwood, beveled
on one edge so that both ends will fit the dovetail, one end in
the dovetail on one side and the other end in the one in the
other side. When you have this device made as described,
gain the top of a jamb, place the device on the saw table as
shown, with the end of D at X, about 2-in. from line of cut of
gaining head, mark jamb where your gain for subsill is to
be, and put jamb on table with the outside edge against F,
in position to cut gain. Now put stop in the dovetail in the
under side of F, next to the point from the gain in the jamb
for the head jamb, place jamb with the head gain on the top,
and push it up so the lower side of the gain will be against
the stop. Now move jamb and device back so jamb will be
in position to cut the gain for subsill, and clamp device to
guide about at G, and cut gain. Cut H H off where it will
make a stop to put the top of the jamb against, for the top
gain, and mark the length of glass you have gained jamb
for, back of dovetail on both sides of device. All the dovctails
should be marked.

When the device is set for one length of frames,
to change length, pull out stop and put in proper
dovetail. For the jambs on the other side of the
frame, turn device other side up, then set and clamp to fence
on other side of gaining head. To cut jambs for brick-wall
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frames, clamp device on so the top of jamb will come against
stop and the place the jamb is to be cut for bottom of jamb
is in cutting line of saw, and clamp and go ahead. Jambs for
both sides can be cut by turning those for one side face up
and those for other side face down.

Fig. 2 shows a way of arranging stops for making the
cuts in the sills near the ends, to cut blocks out of corners.
After the sills are cut the proper length, clamp the strip L L
to the fence K K, so that it will make a stop for the first cut
in the sill at N, placing the clamp back at about M, so it will
be back where sxll O will not reach it when in position for the
second cut, as shown. After making the first cut, clamp
block P in the position shown. For different lengths of sills

- only block P needs to be moved. "The sills are cut as above

before they are taken from the cut-off saw, then taken to the
jointer and the front edge beveled, then ﬁmshed with the
band saw.

The subsills and headjambs for brick-wall frames can be
gained by the use of the strip and small block in the same
way. The cut for taking out the front corner of subsills for
brick-wall frames can be made in the same manner. The
subsills should be taken to the jointer and' beveled before they
are gained, since they have to be brought back to the cut-off
anyway to have the corner cut made. They are then taken to
the band saw and finished. When the dado head mentioned
is used, one of the saws of the head can be used to make the
cut for the corner, or a small saw can be used.—H. B.

——el

POINTS ABOUT CLUE.

There is probably no more trying proposition connected
with any factory than the one of using glue, knowing when
it is right, and being sure of the work, or that it is going
to stick and hold the parts. Even in using the same make
and number of glue, one finds that it is not always of the
same quality; one batch may be first-class and the next very
inferior to it. No doubt glue manufacturers do not always
use the same quality of stock in the making of glue, and
1 am of the opinion that some of it gets very stale before it
is made up, especially in summer time.

I find in using ground glue, one should first put the
water in the kettle and’ heat it to a temperature of 110
degrees, then put in the glue and stir for five or ten minutes,
or until it is thoroughly mixed and doesn’t lump up, as the
lumps are apt to be dry on the inside. One lets it soak for

_about one hour, when it is ready for more heat, and should

be heated up to about 140 degrees. Stir again, and when
it is thoroughly dissolved, which usually takes about ten
minutes, it is ready to test with a glue-tester to see that it
has the proper specific gravity. 7

Glue that has a specific gravity of 35 per cent. is all
right for general use, but may be used with safety as low
as 30 per cent., while on work that needs to be glued
especially strong it can be made as heavy as 40 per cent.
That is to say, one must ascertain the per cent. of specific
gravity of glue best suited for each class of ‘work, and use
the same per cent. each time for that class.

The glue-tester is much more satisfactory than weighing
the glue and water; one can test his glue in three minutes
and see just the per cent. he is using; he may have mixed
the glue five or six hours before, and in this time it has
become very heavy at the bottom of the kettle, and without
the tester he can only guess at the amount of water it needs

- and let it go at that—and if the panels come apart the com-

pany can stand for it. I have in mind now one company that
went to the wall because it couldn t make its furniture joints

hold.
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Glue should be very carefully selected. Get a good
grade, as this will take more water and cover more surface,
and is more satisfactory all around than the cheap grades.
See that it has a good fibre, or is stringy. Don’t heat it too
hot, as this takes away the strength; and always keep it as
fresh as possible. Sour glue should not be used at all; it
has then lost its life. ~

e a>e ————

MORTISING AND TENONING.

The mortising - and tenoning machines of to-day are
about perfect; any kind of style can be had. In the tenoning
machine line you get single or double-end, light or heavy.
In the mortising machine the collection is greater and
varied. An improved vertical, with boring attachment, is a
very handy machine. Then we have the chain mortiser,
which is the slickest thing you ever saw for the class of
work which it was made to do; and the automatic hollow-
chisel machine, the boring attachment arranged in such way
that the bit works through the hollow chisel. This machine
is built principally for heavy duty. One manufacturer of
this class of machines claims that it combines the handiness
of the old-style flat-chisel mortiser with a speed of operation
four to ten times as fast as that type of machine.  As the
old-style machine requires laying out the work sometimes
boring previous to mortising, and cleaning out the chips,
no one can afford to operate that class of machine if he
desires a maximum saving of labor. I.am satisfied that this
class of machine is very handy (in fact, the best) for working
wide sills, to make double mortises; also for end tenoning,
gaining, boxes, etc. The cutting-off feature can be dis-
pensed with in the case of end-tenoning sills.

So much for the machine; now for the work. Of course,
it is understood that we are dealing with two classes of
work. A man may be efficient in one and not in the other,
for the reason that he never had an opportunity to learn
both, but I think a good man on the mortiser should also
be a good man on the tenoner, as the two are so closely
related that it is really necessary.

The first thing necessary is to get the stock in proper_

shape to mortise and tenon, length, width, thickness, etc.
The thickness is very important for the accomplishment of
a passable job. The stiles, rails, etc., should be the same
thickness throughout. Do not have one piece 1-16-inch
thicker than the other; be accurate; have them all the same,
as nothing else will do. Just imagine the stile thicker than
the rail, and the time required to jack it off, all of which
time is caused by carelessness, at the expense of the com-
pany or party for which you work.

Be sure to have a face side to every piece, no matter
how small, and that face side marked; keep the face side
up against the guide when mortising, and down when
tenoning. Another important feature is to fit the tenon to
the mortise, not the mortise to the tenon. I have seen hours
of time wasted by hammering, banging and chiseling, in
order to get the tenon into the mortise, all caused by not
trving the tenon in the first place.

The same rule applies to the man who spends unneces-
sary time on a job caused by carelessness as the man who
is addicted to the habit of loafing. It all comes out of the
emplover’s pocket. Another matter that should not be lost
sight of is cutting the rails so long as to have the tenon
sticking through the stile three or four ‘inches. The tenon
should not project through the rail more than !4-inch—just
enough to cut off flush with the handsaw to make the job
pass inspection. Lots of good lumber can be saved by
adhenng to this rule
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Operators of these two machines will find an improve-
ment in their work if they will keep ther cutters sharp and
clean. The tenon cutters should have a good bevel to them
and clear of gaps; a short-bevel cutter will tear the stock
up, especially if soft wood. The same rule applies to mor-
tise cutters—plenty of bevel, and keep them sharp.

If you should come in contact with any fire-proofed
wood, swage your cutters, just as you would a saw tooth,
w.de at the extreme point. This only applies to the mortise
cutters. You will be surprised at the difference in using
this swaged cutter in comparison to the old-style cutter.
—A. H.

— -

VENEER FOR DOORS.

There are veneered doors made in regular patterns
known as stock patterns both in front doors and in interior
doors, and there are various patterns made in special orders
in the planing mills. It is these latter that are of the most
interest to the average planing mill running a veneering
department, because veneered stock doors, like the solid
stock doors, are made in large quantities by big door manu-
facturers, and, as a rule, can be supplied to the trade
cheaper than the planing mill men can make special doors.
Some planing mills enlarge their door department from time
to time, and make a greater number of doors in what might
be termed standard sizes, and thus develop a sort of special
door trade. In all doors, whether stock doors from the
factory or special doors from the planing m’ll, the tendency
of the times is toward the simpler forms and toward plain
surfaces. Quite a common type of door has from five to six
panels running crosswise in it. This door is especially
common in the larger buildings and office buildings, and,
though made very plainly, is a tasty door (see Fig. 1).

The type of door shown in Fig. 2 furnishes an excellent
opportunity to show off good veneer work, especially in
panels. It consists of two large panels, the top one full
width running practically two-thirds of the length, and the
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bottom one one-third. ~ Sometimes this is varied, and only
one panel full size is made use of, but two panels make an
excellent door, and does not involve large enough sizes to
be very difficult. In fact, the sizes are such that they can
be nicely handled in almost any glue-room, and where there
is figured wood or wood that shows a good grain it furnishes
a good chance to display one’s artistic ability in fitting
together and using face veneer.

The, real single-panel type-is a door with wider bottom
rail, as shown in illustration (Fig 3); the panel may be
glass, as shown in this instance, or it may be of any desired
veneer. For interior doors it is quite common to make them
of oak, mahogany, also of birch and gum, both in natural
color and stained, and in the front doors the glass is used
in the same frame, both square and oval, the oval glass
requiring a panel support for the glass and the frame
remaining the same. The sash and door people say there is
quite a decided tendency these days to use more glass in
front doors, not only in the city, but in the country, too,
and to use longer glass. Some use them as shown in the
style as illustrated here, and others use them in what might
be termed two-thirds length, with a small wooden ™ panel
below. In the older type of glass front doors for the country
trade, just about half of the door is made of glass, ;1n£l
possibly not that amount, but now the country people want
the glass to come lower down, so that even when sitting in
the house one can see through it out on the road or to the
street beyond. It is also stated that there is less tendency
to use stained glass, leaded glass, or any of what \\'a;’
formerly termed the artistic styles. The majority of calls
are for plain glass, either bevelled or the flat plate, and then
whatever decorations are .wanted are put on in the form of
curtains on the inside.

The birch door presents many beautiful effects, too, in
different shades and figures, and it is pretty generally recog-
nized as the best wood to stain in imitation of mahogany.
On this point of mahoganizing birch it seems the trade
frequently falls into serious error. Take the birch doors
illustrated, for example, and they are not only much prettier
as they are than they would be if stained a deep red in imi-
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tation of mahogany, but they wouldn’t look like mahogany
if so stained. It is not meant by this that birch cannot be
stained to pretty cleverly imitate mahogany, but in this
instance there is a distinctively birch figure, and this figure
is not a -mahogany figure by any means. To imitate the
color of mahogany is only one part of the process of imi-
tation; another essential part is to imitate either the grain
or the figure. There is some birch that does this, that has
a grain and figure that takes pretty close examination by
an expert to distinguish from mahogany after it is properly
stained and finished, but this figure evidently is not obtained
by using birch indiscriminately and then coating it with a
mahogany stain. 3

The writer does not claim to be intimately familiar with
the working of birch, and it is up to the birch veneer manu-
facturers to explain just where, how and when they get the
grain and figure that may best be stained in imitation of
mahogany, whether it is by quarter-cutting or by the use
of certain kinds of logs or what. It is important, however,
if the veneer user would get the best effects from the use
of birch, that he take note of and understand this distinction
of figure. If he has veneer with what might be termed a
birch figure, it is not wise to try and make mahogany out
of it, and much better results may be secured by using it as
birch and staining it a little to deepen it to whatever tone
is desired, but be careful about going into the red staining
of mahogany with a figure that anyone who knows mahogany
at all knows doesn’t belong there. 'If it is necessary to
make a mahoganized birch job, select veneer with a suitable
grain or figure, with occasional dark strips or with little
waves or some of the other peculiar characteristics of ma-
hogany, and then good results can be obtained, whereas if
birch without these characteristics is used and stained for
mahogany, it becomes a poor imitation that doesn’t look
good nor wear well.

Something of the same logic that applies in the use of
birch—and it applies in mill work just as well as in doors—
applies with equal strength to various other woods. Gum
is -another wood that is frequently stained in imitation of
mahogany, and some of it gives excellent results when so
treated. Some of the sappy or white gum with an inter-
locking grain, if carefully handled and stained, is pretty
hard to beat as an imitation of mahogany, but much of the
gum used, and especially red gum, would look better and

 be better if its natural tone were deepened and developed

instead of an effort being made to convert it into something
else with heavy stain. .

One may add a little. brown or a little dash of red to
the filler in finishing gum, sometimes with splendid results,
and in this work the aim should be to improve the tone and
bring out to better advantage the natural figure rather than
to obscure the figure and stain heavily to get an effect that
is neither paint nor stain, but a smear. \What it seems we
aneed to do more than anything else right now is to get our-
selves thoroughly awakened to the ‘beauty of figure and
color in our various native woods, and learn how to com-
bine and use them for harmonious and artistic effects,
instead of just putting up the work regardless of specific
figure or color and then stained to get the color effect.—

“Veneers.”’
——,a>-

FEEDINGC THE MOLDER.

While it is perhaps economical to use cheap feeders in
planing mill work, furniture work, and, in short, nearly every
kind of stock moldings and long runs, depending upon the
grade of lumber used and the quality of the moldings turned

N
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out, it is certainly ‘wasteful to use inexperienced help on odd
details and expensive woods.

In the case of flooring, drop siding, ship lap and other
items of planing mill work, the lumber is graded before com-
ing to the machine, and in some places even marked for face
and end. Of course, in a case of this kind all the feeder has
to do is to keep the boards in and look after the machine.
But when it comes to getting first-class moldings out of stock
containing many defects which the character of the molding
will hide, it plainly follows that an error in feeding will dis-
close one or more of these defects and thus ruin the piece for

its intended purpose.
— e

CANADIAN PIANOS IN ENCLAND.

Inquiries made in well-informed circles, says the Cana-
dian Trade Agent in Leeds, show that openings in England
for Canadian-made pianos occur, but for this trade, to be
successful, the demand must be catered to in every minute
detail. Manufacturers in Germany, who now send across a
large number of these instruments every year, have realized
this to the full, and to this is to be attributed their success
in the trade. In the first case, the popular demand is for a
small-sized case of about 4 feet 2 inches or 4 feet 3 inches
high, and the general appearance as regards build and
ornamentation must conform strictly to English ideas.
German manufacturers are sending across an instrument
exactly in accordance with these requirements—an instru-
ment which, it is said, would, from its appearance, be little
appreciated in the country of its manufacture. The piano to
suit the demand of the working classes in this district, must,
for its first consideration, be cheap, and secondly, of an
appearance calculated to appeal to the popular taste. Indeed,
the latter is looked upon by some dealers to be of more
importance for this class of trade than the tone of the instru-

ment itself.
-

—The men at bench work in the planing mill sometimes
bring jobs to the band-sawyer that have nails in the path of
the saw. Generally it is accident, pure and simple, but some-
times malice enters, and too frequently there is a sad lack of
harmony and mutual consideration between the machine men
and the bench men of the mill. The machine men are too
ready to kick when a bench man wants to use a machine a
few minutes, and the bench men are too ready to complain
when a job of machine work is not as well done as it might
be. Rub out the animosity, put co-operation in its place, and
you will not only get along better with your work, but it will
make you feel better, too. '

—Some of the old-time vehicle wheelmakers knew how
to make good wheels. A correspondent of the ‘‘Carriage
Monthly”’ tells of seeing, three years ago, a set of wheels
made in 1798, and still in use. Referring to the wheel-
makers of that period. this correspondent says: ‘‘In order
that they might succeed, it was no unusual thing to behold
the proprietor and a number of hands shouldering the axe,
the cross-cut saw, the wedge, the mall and the splitting-
knife and marching into the forest. There they would cull
and prepare the best materials for the wheels which nature
afforded. The next step was to carry the timber to a dry
and airy place and to pile it up where it would be left to
season by the slow but natural process. This process was
supposed at the time I write to require from eighteen months
to two years. A sufficient stock was always supposed to
cover the requirements for that period.”
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\ Saw Mill Department

WHY SAWS CRACK.

Wheels are sometimes too small in diameter for a 19-
gauge saw 2% inches wide, to stand the strain necessary to
make the heavy cuts you must make in resawing for siding,
ceiling, etc. This is one cause for cracks, because it puts
you between two dilemmas : if you put in enough pitch to the
front of the teeth to prevent the saw from “breasting’’ back
on the wheels, it will make snaKey lines, then when you take
out the pitch to prevent the snaking you must put more strain
on the blade to prevent this running back, with the result of
pulling the tension out of the saw. In fact, excessive strain
is the most prolific cause for cracks in band saws and is en-
tirely unnecessary; it is a mistake to put more strain on a
saw, thinking to make a bad-running saw run better, as it
only aggravates the case. Look for the trouble elsewhere.

c D E F
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Another cause for cracks is sharp throats. Take a piece
of steel wire (Fig. 1) and file a sharp notch in it as at C.
Bend it back and straight (which is exactly what a band saw
does four times at every revolution of itself), and it will break
after a very few bendings. Now, make a notch as at D and
it will stand perhaps twice as many bendings, and as you
widen out the notch, as at E and F, the number of times it
will bend and unbend will increase ir proportion to the width
of the notch. Now, the same cause will produce the same
effect, whether in a wire or any other elongate! piece of
metal

The reason a pand saw cracks first 2t the lowest point in
the throat, is that this is the weakest point and bends at a
more acute angle at this point, the blade being stiffer at the
tooth and in front of the gullet.

Another cause for cracks in saws that run on covered
wheels is lumps of sawdust and resin, oil or gum, forming on
the wheels, and which make short bends in the blade at every
revolution of the wheel, and as these lumps generally form
on the wheels immediately under the throats of the teeth, they
necessarily crack at that point. Take a sheet of No. 2% sand-
paper (not emery), double about four-fold, and, holding the
round edge to the wheel cover, clean it off frequently, par-
ticularly the lower wheel. Another way to keep t}}em clean
is to fix a stiff-bristled scrub brush at an ang}e in position to
brush the dust from the wheel. The brush should be so placed
that it can be taken out and cleaned frequently. Do not allow
the covers to get rounded off at the front edge, but keep the
face of the wheel straight crosswise, the same as the steel
wheels of log band mills should be kept. The 2% sandpaper

/

— 13

will cut the rubber cover away at the middle, if fastened onto
a flat block and held firmly onto the wheel face a short time
occasionally.

It is very important to keep the tension in your saws
even if they have to be rolled every time they come off, as
lack of tension is a fruitful cause of cracks in any kind of a
saw. Form your throats as per dotted line at A, Fig. 2. Take
out the gullet at G, as this carries the dust down onto the
wheel, and if you have no more pitch than is shown by dotted
line B, try a little more, but be careful to not get too much,
or you will spoil lumber.

Finally, the best way out of the trouble is to put in a 54-A
inch machine, with iron or steel-rim wheels, and use 4, 5 or 6-
inch saws, with no covers on the wheels. The tension will
last four times as long, the gum will not accumulate on the
wheels (use a little kerosene oil occasionally), and you can
do twice the amount of work and do it better. And, finally,
put in an automatic grinder or filer. ~Life is too short to do
hand filing and gumming these days. You will then be
happy, assuming that you have the skilled help necessary to
take care of the machines and saws.

————

TENSION IN SHINCLE SAWS.

There is a difference in shingle saws, as well as in the
amount of tension for saws. As to the amount of tension I
put into a shingle saw, it depends somewhat on conditions.
If 1 do the job for some one who does not keep a man to
keep up his saws, I put in all the tension the saw will pos-
sibly stand and do good work. For this class of work I
would recommend, on a 4o-inch saw, 10 x 16-gauge, run at
1,600 per minute, about seven gauges of tension; or, in
other words, tension the saw on both sides alike, and evenly
as possible, so it will show tension, allowing a gray light
to show under a three-inch straightedge when placed at edge
of saw. By this method you are sure to find all fast spots,
which .generally occur near the edge, say, from one to two
inches from edge. These spots must be taken out if you
wish to have a good running saw. Then see that the tension
is even throughout the plate. When this is done, take a
straightedge forty inches long and let the saw lean at about
a 45-degree angle, then apply the long straightedge, thus
allowing seven gauges of space to be between the plate and
the straightedge, which measure with a saw gauge, or, if
you have none, measure with a rule and call it 3-16-inch, .
which is very close to a seven-gauge plate.

This is 4 rule I apply to most shingle saws, and, if
followed, will give very nearly what you are after. A saw
will, however, run with less tension than this, but not nearly
as long as if tensioned as described. For horizontal ma-
chines T usually put a trifle more tension in the block or
flat side of the saw, to allow for the weight of the rim,
which hangs down, thus causing the saw to run out of the
block more or less unless considerable lead is used to hold
the saw into the block.

Should you be troubled in testing the tension on the
bevelled side of the saw, place the saw, with flat or straight
side up, upon the anvil, letting the rim drop, if so inclined.
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Use straightedge ovér every inch of it. If it has tension on
bevelled side it will cause your straightedge to rock, or the

‘plate will show full under this test. If it does not show

full or oval, the tension is not there, and the saw must be
turned over and more tension put in. Be sure to have
tension enough on bevelled .side before you call your job
done.

————> -

RESAWS CUTTINC HOLLOW.

The firm by whom I am employed has a band saw which
carries a 5%-inch blade. This machine is used principally
to resaw green lumber from the mill, and on such lumber
has not given any trouble. The saws are 19-gauge, swaged
to cut 3-32 kerf. Some time ago we received an order for
some thin spruce eight inches wide, surfaced two sides 5-16
thick, to be shipped east, and, as the lumber was to be
used in the manufacture of butter boxes, it had to dress out
smooth. As the lumber came from the drykiln it was over
an inch in thickness, so I concluded I would have plenty
of material to work on. .

Since I had nothing to do with the band resaw, I
inquired what the kerf was, and started to dress the .stock
two sides to 78-inch, which would allow X -inch for the resaw
and planer fo finish the stock. After I had just fairly got
started the manager happened to come in, and, of course,
asked me about what thickness I was dressing the stock to.
Upon my telling him, he got rather excited and told me I
wouldn’t have material enough left to finish up after.it went
through the resaw. After I had shown him that 3{-inch had
been allowed for resaw and planer, which was more than
enough in my estimation, he still insisted that it would not
be enough, so I concluded to let them try a load which had
been resawed. I set the surfacer to finish s-16-inch, and
had some of the stock fed through. Imagine my surprise
when the stock began to show rough in spots, and on some
pieces would be rough in the centre the entire length of the
board. The stock measured 3%-inch full on the edge, but
in the centre some of it was only ¥%-inch full.

" After expressing myself quite forcibly, the manager
wanted to know why the resaw did this. I told him that
band resaws had not been included in my mechanical edu-
cation, but I had heard and read considerable about their
doing tricks of this kind, and explained it to him as well as
I possibly could that saws badly fitted, machine and rolls
out of shape or out of line, might have a good deal to do
with the saws cutting hollow.

The manager then sent for the millwright, and told him
to level and line up the resaw, and to see that the rolls were
lined with the saw. I made it a point to be on hand when
the millwright started in on the machine, and kept a sharp
lookout for everything that was out of shape. The wheels
were first tested for line and found to be all right, needing
only a slight adjustment of tilt and crossline to bring the
top wheel to the proper position.

Meantime I was squinting \between, the feed rolls at the
saw blade, which hung on the wheels without any strain,
and concluded ‘that the rolls would need considerable ad-
justment. Sure enough, when strain was put on the saw, a
straightedge placed against the rolls on one side and allowed
to project out a little beyond the saw, and measurements
were made from the straightedge to the back and front
edges of the saw blade, a difference of 1-16-inch was found.
The rolls were lined, and then it was found they were not
plumb with the saw, so they were tilted to bring them right.
I made a measurement from the saw to both the top and
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bottom of the column that carried the top guide, and found
the columns out nearly 1-16-inch, and pointed it out to the
millwright, who proceeded to correct it.

After everything had been put in shape the machine
was started and seemed to run all right. I noticed that the
feeder, instead of using the tilting wheel to bring the saw
to the right position on the wheels, would grab the cross-
line. I did not say anything, however, as it was none of
my funeral; still the saws cut hollow, but not quite so bad.
At the first opportunity I measured the blades to find out
what hook they had, and found it about 3% inches in 5%
inches width of blade, but as the saws started to crowd back
on the wheels, the hook was afterwards increased to between
4 and 5 inchés in 5% inches of width.

Shortly after this I had occasion to visit the mill filing
room, and in conversation with the filer I made the remark
that I thought he had too much hook and swage for dry
lumber. ““Why,’”” said he, ““don’t you know that dry lumber
requires more hook -and swage than green lumber?” I
remarked that it was certainly news to me, and that in all
my experience with circular resaws I had never found it to
work out that way.

To make a long story short, I was forced to run my
stock 15-165. 2s., and then had considerable of it show
resaw marks. As the manager seemed satisfied, however,
I could do nothing but think of the waste of good material
that was going on while this stock was being run.

————

SCROLL SAW FITTINC.

In one department of a shop which does its own filing
there were 499 brazes in band scroll saws in the two years
previous to installing the horizontal band saw filing machine
now in use. The filing machine in use at the time caused
most of the trouble: The foreman said he had done every-
thing he could to stop the saws from breaking. We went "
over to the filer, and after looking it over went to the band
sawing machine. The strain on saw was right, but the
teeth were in bad shape, some of them having been filed
much deeper than others; in fact, some of the %4 -inch blades
were nearly filed in two, and at the brazes some teeth ‘were
entirely gone. Then, too, the teeth hadn’t enough set %Yor
proper clearance.

The foreman was inclined to lay all the blame on the
filing machine, but I told him I thought it capable of better
work in better hands; also, that I thought another style of
machine still better. He then ordered a filing machine of
the make I recommended, and since installing it about all
the breaks in small band saws have been caused by running
them with insufficient set—a common fault with pattern-
makers. It is all very well to do nice, smooth sawing and
thereby save hand work, but this should not be done at the
expense of the saws. A scroll band saw can be made to do
nice work and still have plenty of clearance by setting lightly
and often. The idea that a scroll saw only needs setting
occasionally is a very poor one.

Personally, 1 prefer a horizontal filer to the rotary type
of machine, from the fact that a more positive feed can be
attained with the saw “‘lying” in a horizontal position than
when “‘standing’”’ in a vertical position. This is very im-
portant in the matter of uniformity of teeth, as the least bit
of motion either forward or backward, after the feed finger
has pushed the tooth into position, will change the spacing
and probably spoil the tooth. :

The main points to observe in scroll saw fitting are
these: First, keen points and sset enough to insure plenty
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of clearance to manipulate the blade in short or long circle
work ; second, the teeth should all be the same length and
spacing, and hook enough to insure good work—not too
much ; third, the back of blade should be kept perfectly
straight at all times, which means a true cutting edge.

Being sure the back is straight, put the saw on the
wheels and start up. Get a piece of broken emery wheel.
Now, throw the belt on loose pulley and hold the emery just
close enough to touch the points of the teeth. Don’t hold
the*emery in one position; move it sideways. Now stop the
machine by running a line or two'in a piece of soft wood.
If all the teeth have been touched, all right; if not, repeat
the operation unt:l all are touched. If it would' require too
much filing to do this at one operation, strike the teeth off
again when the saw needs filing.

—_——————————

FITTING CIRCULAR SAWS.

A friend of mine recently stated that he had no use for
the cross-face hammer in fitting band saws. I have myself
practically discarded the cross-face hammer on circular saws
for some years now, in fact ever since I began hammering
saws to run at a high speed. I think most filers will agree
that a saw running 12,000 feet per minute on the rim requires
to be hammered quite as correctly (in fact, more so) as a
saw running 9,000 feet per minute.

My experience has been that a saw running 12,000, with
fast feed and plenty of power requires so much tension that
it will only stand straight when in motion; and if a saw
won’t stand straight on the floor I see no use for the
straightedge and cross-face hammer. 1 always hammer to
tension gauge. While I do not claim to be able to make a
large saw fit a tension gauge exactly, and am doubtful if
anyone else can, I can get very close to it, and am always
careful that no light ever shows under ends of gauge.

Before commencing to hammer a saw I examine it with
tension gauge, and if one side shows more tension than the
other, T mark all high places on that (the hollow) side with
crayon. I then turn saw over and go over the other (high)
side’ with' tension gauge and mark all high places with
chalk. I then hammer on all the chalk marks, rub them out,
turn saw over and hammer on crayon marks. My Treason
for marking both sides of saw before commencing to hammer
is this: If I hammer on one side of saw and try for tension
on the other side, the saw will be dished, and the gauge will
often fail to show the places that really require to be ham-
mered, as the centre of gauge only will rest on saw. If I
were to hammer round the saw on one line I could not
distribute the tension evenly and would cause- the saw to be
lumpy.

My experience has convinced me that a saw, to do good
work, must be evenly tensioned and free from lumps around
the collar line I always examine the collar line with a very
short straightedge, as, unless that portion of saw is true, I
think it impossible to get good results. Of course, I have to
use the long and cross-face hammer on all other saws, but
only in case a saw meets with an accident do I use it on a
circ:ular. If T were to mark the side of saw which I hammer
last with chalk, the marks would get rubbed off on anvil,
but crayon does not rub off easily.

Some sawmakers ask customers, when ordering saws,

to state, among other things, the horse-power that will be
used to drive the saw, and I have read in one instance where
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a man who had saws to sell stated that it was very important
to specify the number of horse-power, as a saw put up to
work at 30 horse-power would not work at 100 horse-power.
It would be hard to give the horse-power for each saw in
the country, as many of the mills are driven by one engine,
and, of course, all the saws, machines, etc., may be in work
at one moment and only one saw the next. I believe in
having sufficient power to drive the saw at about the same
speed while in the cut as when running idle. So long as
there is sufficient power to do that it is enough, but another
500 horse-power could be added, provided the speed and
feed of saw were not increased, and there would be no need
to alter the tension of the saw. We have recently doubled
the horse-power of this mill with the object of adding more
machinery later on, and it has made no difference with the
saws. My saws make as much and as good lumber as any.

<> —— —

TWISTS IN SAWS.

These two photos of a band resaw, 19-gauge, show what
happened when it came in contact with a 20-penny spike
that was driven in the centre of the edge of a three-inch
plank. The saw hit the spike from head to point, took out
fifty-seven teeth, and the saw was outside the plank before
the sawyer could stop the feed. When the saw was taken off
the wheels it coiled up like a watch spring.

Before Treatment.

I would l'ke. to have some of the cross-face and long-
face filers tell me which way this saw ‘“‘lops,” and what kind
of a hammer they would use to remove it, as I do not take
a twist out that way; neither do I use a slotted stick nor
irons attached to my rolls. 1 simply levelled the saw and

After Treatment.

rolled it, made the back uniform, gave it the proper tension,
set it on the floor, and took another photo, which, it seems
to me, might induce some of these filers to try more modern
methods. 1 think the best wav the easiest and the quickest.

R e TR
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FITTINC LOC BAND SAWS.

Some claim that the tension should only be in the centre
of the saw blade, and that only three tons’ weight should
be carried on the saw. Many of the most successful filers
to-day open up their saws from edge to edge, and carry from
six to seven tons’ weight on the saws. No amount of strain
will make a poorly-fitted saw stand up-to its work and make
good lumber; such a saw will crack, regardless of what
strain is carried.

The writer knows of a mill that makes very poor lumber,
although the filer thinks his saws are doing fine work. I
have seen his saws run out on a four-inch cant. This filer
is not in favor of carrying much strain on his saws, and
claims that about three tons’ weight is sufficient for a saw
twelve inches wide. One thing certain, his saws either dodge
for want of strain, or they are not properly levelled after
tensioning. My opinion is that they dodge on account of
not having the proper strain. If he carried about five tons’
weight, and still his saws dodged, then I would say it was
because of not properly levelling the blade. 1 also noticed
that his saws flutter. What causes this fluttering? I think
it is because of not having the proper degree of tension the
same distance from the edges throughout the entire length
of the blade.- A saw that flutters will crack if run very long
in this condition.

Some filers are -astonished when their saws crack
through the centre portion of the blade, and claim this
cracking is caused by the saw getting ‘‘slivered,” as they
call it, but I do not think this is the .cause, but rather that
these centre cracks are caused by these places in the saw
blade being expanded the most. Places in a band saw that
are expanded most are subjected to the least strain, and the
continued striking of the saw, or this portion of it, against
the guides, causes the blade to crack.

The tensioning of a band saw is very imbortant, for if
it has not the proper tension it will not stand up to its work.
A band saw should be given all the tension it will hold, and
at the same time lie perfectly flat on the hammering bench.
Some filers claim a band saw should be tensioned to suit
the face of the wheels; that a saw does not need much
tension in it for flat-face wheels. This idea is wrong. It
stands to reason that if the mill on which the saws are run
has a strong power, and the feed is fast, the saw must be
given all the tension it will hold; if not, the saws will not
stand up to the feed, for a saw without proper tension will
not strain up evenly on the wheels; in other words, the
middle of the blade will be stiff and the edges loose, and a
saw in this condition will dodge and run in and out of the
cut. My experience has been that whether the wheels are
flat or crowning, the saw. must be given all the tension it
will hold for fast-cutting mills.

It is absolutely necessary that the saw be perfectly level
on both sides and free from lumps. Lumps very often cause
centre cracks, but these centre cracks do not amount to much
if they are punched and properly levelled and tensioned.
It is the same with a saw having edge cracks: if proper
care is given them, the cracks can be checked from going

“ farther. A filer is not always to blame for saws cracking,

for sawmakers are not beyond making mistakes themselves ;
they are just as liable to make mistakes as is the filer in the
mill. When a saw shows a tendency to crack, it may some-
times be traced to flaws in the steel. When a saw commences
to crack it is the surest evidence that something is wrong,
and right then the filer should make investigation as to the
cause, for the fault may be in the mill and not in the fitting
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of the saws at all, though 1 feel perfectly safe in saying
that a good many more saws crack from improper tensioning
and fitting of the teeth than from defects in the steel. I
know from personal experience that as soon as one’ gets a
little careless in tensioning and in the fitting of the teeth,
the first thing he knows he will have a cracked saw, and
perhaps several cracks will appear in the same saw. Under
these conditions I generally know where the trouble lies,
but when I know that my saws have been properly fitted, and
they still crack, I at once investigate to find the trouble.
A filer should never condemn a saw because it cracks until
he is sure the trouble is in the steel and not in the tensioning
and fitting of the teeth. Tl

R s o e

SPONTANEOUS COMBUSTION.

The following are actual cases where waste accumu-
lating in piles has led to fire:—

The first instance was in the glazing-room, where a
barrel of boiled linseed oil was kept on tap, and the drip
was allowed to fall into a box of sawdust, which was sup-
posed to be cleaned out at regular intervals and the con-
tents burned in the furnace. It seems this duty had been

‘neglected, and one night after dark the watchman detected

the smell of smoke, but failed to locate its source until the
contents of the box had burst into a blaze—and the fire
department was called in to put out the fire.

The second instance was in a storeroom, where a large
heap of sawdust was kept for sale to butchers or saloon-
keepers. In some careless manner an oily substance was
dumped in the heap, presumably droppings from the
bearings having saturated some of the sawdust. The
shipper’s helper had noticed a smoky odor all one day, and
the next day, in passing through the room, I asked him if
he did not notice it, when he remarked that he had smelt it
for two days. He procured a bucket or two of water at my
request, and we examined the sawdust heap, as the .odor
seemed to come from it. Upon stirring it up with a stick,
the red glow of slow combustion was seen and a little white
smoke curled up. We quickly doused the heap with plenty
of water, and upon examination it showed -a large mass of
the sawdust burnt to a crisp. It is a great wonder that it
had not burst into a blaze before we discovered and put
it out.

The third instance was a case wher¢ a painter had been
polishing a bar top with pumicestone and oil. He carelessly
put the oily rags or waste he had been using to wipe off his
work into a box and closed the lid. Our superintendent
noticed the odor of smoke, and, after some hunting, found
the box. He took the painter to where the box was, and
as he opened the lid the oily rags were aglow and just about
to blaze up.

A more recent instance was a new house we were
building. In finishing the woodwork we were using an oil
stain, wiping off the surplus to show the grain through the
varnish. When nearly done, the oily rags were gathered up,
put into a sack and placed in the pantry, with the intention
of taking them away to be burnt. They were overlooked,
however, and left behind. About nine o’clock that evening
we were told that our house was afire. We hurried over, to
find that a neighbor had forced his way into the house and
put out the fire with the aid of his garden hose. Thanks to
his promptness, a serious fire was averted. If this is not
sufficient -evidence of how inflammable materials produce
spontaneous combustion, I have two or three other instances
1 mignt relate. .
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The points to be guarded against around mills of all
kinds are, allowing sawdust, waste or rags that have become
saturated with oil, and especially boiled linseed oil, to accu-
mulate, or particularly to inclose them in boxes, barrels,
sacks or any close room where the oil cannot evaporate.
Heated steam pipes, or bearings on shafting or machines
that have run hot, should be cooled off before leaving, to be
certain that no fire will result.

e b S

WASTE AT THE DRAC SAW.

It looks like in veneer cutting there are more different
allowances made for trimming, and more waste incident
thereto, than in any other line of wood products. In the
first place, the blocks must be cut longer than the veneer
w:;\nted, so that it can be trimmed to suit the size, and then
the veneer should be cut larger than the panels wanted, at
least one inch each way, so there can be enough material to
trim and square up on, so the work will finish nicely after
it is put up.

The most liberal allowance is generally made at the
drag saw, and 'the drag sawyer that doesn’t "pay close
attention to his business can waste enough material to pay
his wages. The allowance made in cutting blocks for the
squaring up by the scoring knives probably varies consider-
ably with the size of the logs and with the peculiarities of
the drag saw and the operator—possibly two inches on an
ordinary block, say, four inches in length, is about the
average allowance. And some sawyers, in cutting larger
blocks, allow at times three inches and four inches, and
even then there doesn’t seem to be any room to spare,
because the blocks are not cut square, and the scoring
knives will take off on one side a piece probably four inches
wide and on the other side only about one inch. It is easy
to see from this that economy in drag-saw work consists,
first, in having the log to be cut so set that the drag saw will
cut perfectly square, not only across, but down through it.

It is comparatively easy to arrange for cutting squarely
across the log, because, usually, if the log is mounted on a
truck, and the truck is made square with the line of the
drag- saw, all that is required is to get the log straight with
the truck. If it is a straight log, the cutting will be square
across. If it is a.crooked log and has a bow to it, the log
should be shifted on the truck so that part presented to the
saw each time is practically square with it. Then, also, it
should be seen to that the saw cuts straight down and is not
filed or set so that it leans to one side. Then the log should
be arranged on the truck so that its centre is practically
level from end to end. On a log that swells much this means
blocking up the small end, and involves a little more work
than it would take to just roll it on and cut it any way, but
these are things that must be looked after if one desires to
economize at the drag-saw and reduce the allowance in
trimming to the minimum. 5

— @

HOW LUMBER SHRINKS.

Too much air, heat or sun on lumber will cause lumber
to warp and crack and shrink. As to the benefit, if any, that
is derived from boring columns would say that our firm, a
few years ago, received a lot of poplar squares, 8, 10 and 12-
inch, right from the saw mill, and in perfect condition except
that they were green.

The squares were taken into the mill and a 2-inch hole
bored entirely through each one. They were then piled on
the yard in neat piles, with sticks between them, to season.
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We have a lot of them on the yard now, and every one is so
badly cracked that they are unfit to make columns of, some
of the cracks being so large that a man can lay his finger in
them. Boring did not seem to do these squares any good.

A few months ago we had a lot of 10-inch colonial col-
umns to turn out, and bought 1o-inch poplar squares for the
job. The squares were a long way from being dry and were
not bored. We turned the columns and they lay in the shop
several days before being sent out to the job. I saw these
columns a short while ago, and they had shown no cracks
at all. .

We have an idle pulley that tightens the heavy saw belt.
We made it out of a gum log. It is about 16 inches diameter
by 12 inches long, has run several years, and there is not a
crack or a check in it. The piece of gum that this idler was
turned from was kept covered up in sawdust for about a year
before it was turned. We have another piece of the same log
that has been covered in sawdust about three years, and shows
no cracks.

About ten years ago I turned a lot of 12-inch columns.
It was specified that they have a 3-inch hole bored through
the center lengthwise, a 3-inch hole bored near the bottom
ot the shaft and a 3 -inch hole bored near the top of the neck,
these holes to intersect the hole in centre and allow air to pass
freely through the column. These columns were turned from
North Carolina heart pine and had a few season checks in
them. After they were painted the checks closed, and to-day
they are without a check or crack.

These few examples, I think, will show that boring col-
umns has very little effect on them one way or another. Of
course, if a column is bored as those last mentioned, so that
air can circulate freely on the inside of the column and the
outside have a good coat of paint, so that the drying process
will take place slowly, entirely from the inside, it is almost
impossible for it to show cracks from the outside. If squares
are piled in a house, where the sun, heat or strong draughts
of air are excluded, thus allowing the wood to dry very
slowly, the wood will show no cracks.

No doubt many readers remember cutting up a piece of
quartered oak that was dried too quickly, and found, to their
dismay, that there was a big hollow crack on the inside of the
board, extending nearly its whole length; but what reader re-
members cutting into a plain oak board and finding a crack
that did not show on the outside? I have cut into fireproofed
quartered oak that looked perfect to all outside appearances,
and found cracks on the inside that I could hide a 2-foot rule
in. I have cut up fireproofed quartered oak that was 2 inches
thick on the edges and would not dress 1%-inch in the center
of the 10-inch board. Wiser heads than mine must explain

this last freak. e e T

TO PRESERVE HARD MAPLE FLOORS.

The best treatment for hard maple floors, when the
natural color of the wood is to be well preserved, is to apply
not less than two coats of bleached shellac varnish to the
floor, and three coats are recommended for absolutely good
work. As the floor becomes worn, it should be gone over
with floor oil at least once a month, the floor oil being com-
posed of eight pints of raw linseed oil, two pints of tur-
pentine, and one pint of white or orange shellac varnish.
This should be applied with a brush, and rubbed in by
wrapping a cloth around a weighted floor brush, so that it
will become hard over night, and will not remain sticky.
Paraffine oil, used in the same manner, will also clean and
freshen up the floor, and in that way prolong the life of the
shellac varnish.
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SPEED OF SAWS.

We all know there is a great difference of opinion among
filers as to speed. Some claim that saws will crack if the
speed is high; others claim the speed of the saw has nothing
to do with the saw cracking. Centrifugal force does not
enter into the problem of band saws as it does in circular
saws, nor does the speed of the band saw have anything to
do with cracking or the tensioning of the saws, although
the speed of the band has much to do with the working of
the saws, also with the life of the saws, as a band improperly
speeded will have a tendency to induce cracks.

It is impossible for a saw of any kind to do good work
under heavy feed if it hasn’t proper speed. In cutting
timber, such as ash, oak, maple or birch, a speed of about
8,500 feet per minute is sufficient, although the writer has
run as high as 0,000 feet per minute with the very best
results. For saws that cut practically all kinds of timber,
wet or dry, a speed of about 8,032 feet per minute is safe
to tie to; it will be found that the saw will run much easier
than at less speed.

The writer recently visited several mills, and among
them found only one mill that had what I would call the
proper speed. The saws in this mill run 8,000 feet per
minute, doing nice work in hard maple logs. In the other
mills the saws run only about 6,500 feet, and were doing
very poor work in hemlock logs. I will not say the speed
of the saws in some of the mills is the cause of the poor
work, for they had neither the proper hook nor throat room
~to chamber the sawdust, and hook and the shape of the
teeth and throat have as much to do with the work of the
saws as does the speed. If the throat is very small, it will
fill up with sawdust and cause the saw to heat, and then the
saw is bound to be forced out of its line when in the cut.
I have found a great many instances where persons in
charge of band saws pay no regard to the shape of the teeth
or the throat; some get the teeth into all kinds of shapes
but the right one. Many saws break and do poor work on
account of the shape of teeth and throat.

Some filers claim that a speed of about 6,500 is best for
cutting all kinds of timber. Others say a low speed will
cut the evenest timber. This may be true where, say, only
20,000 feet are cut per day, but what would a low-speed saw
do in a mill where, say, 70,000 feet are cut in ten hours?
If one should undertake to’saw this much lumber with a saw
having low speed, the saw would be all over the log. One
thing certain is, where the feed is strong the saw must have
plenty of speed; if not, there will be trouble, either in the
saw cracking, or in making very poor lumber, and some-
times both.

Some sawmakers claim that saws will crack and run off
the wheels if run at too high a speed, and say they then get
the blame. There are cases where the sawmakers are to
blame, also cases where the filer at the mill is to blame for
the saws cracking. I never blame the sawmakers when a
saw commences to crack until I am sure that they are to

blame, but I notice that the sawmakers do not hesitate to

blame the filer.
R

CRACKING SAW.

—_— ¢

While it is hardly possible to say why a particular saw
has cracked, without seeing it or having a very complete
description of it and the wheels it is running on, there can
be a number of reasons given why it cracks and its mates
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do not. Same causes produce like effects, so that if three
saws of the same make are each run the same length of
time on the same wheels, in the same relative position,
the same results may be expected, provided, however, that
all three of them were tensioned exactly the same and in all
other respects treated alike.
allowed to get ‘‘fast’”” under the teeth, or is opened up too
much at this point, or the throats are case-hardened in the
bottom, or in numerous other ways this saw receives bad
treatment by the filer, or the sawyer, not knowing how
quickly he can ruin a blade, gives the wheels excessive
crossline and tips the top wheel back to counteract it,
twisting the life (crystallizing the steel) out of the saw in a
few minutes’ run, or in many other ways injuring the one
saw that the foreman never hears of, or ‘‘gets onto,” as the
boys call it. The man who causes the trouble, whether it
be the filer, sawyer, or a green hand put on temporarily,
is not going to publish his carelessness or ignorance, as the
case may be.

But suppose one of them is

—_—————

PAPER BIRCH.

The paper birch is a tree, the importance of which in
the lumber and woodworking industries of the country is
often not fully appreciated. In comparison with such trees
as the Southern pines, Douglas fir, and other important
conifers, or even with the principal hardwood lumbers, such
as oak and ash, its total annual cut is very small, indeed.
Probably there are some people who do not realize that it
is used at all except for fuel, birch bark canoes, baskets
and other similar useful and ornamental articles. As a
matter of fact, however, it is an exceedingly important wood
in a number of woodworking industries, and there are
certain articles for the manufacture of which no satisfactory
substitute has yet been found.

Paper birch is used principally in the manufacture of
spools, shoe pegs and shanks, toothpicks, etc.

The dowel and novelty mills also use paper birch very
largely in their work, although many of these also use other
hardwoods to a limited extent. The bobbin and shuttle
manufacturers may also be included in this same class,
which altogether consumes nearly as much paper birch as
the spool industry.—Exchange

—  e———

—We regret to learn of the death of John A. Mcéann,
tounder and editor of the National Coopers’ Journal. - He
was one of the best known men in the cooperage business.

—A correspondent of the ‘“Southern Lumberman”
brings up a question that has puzzled many sawmill men.
He says: “Why does thick lumber sell for more than thin
lumber, grade for grade? Ash, oak, or even poplar, three
and four-inch stock, under normal market conditions, sells
for anywhere from $5 to $8 more than one-inch stock. Why
is this? The thin lumber has to be just as long and just as
wide. Under inspection the grade is just as hard on the
thin lumber as it is on the thick lumber, and usually a little
harder. It takes six lines of the saw to cut six one-inch
boards. It takes two lines of the saw to cut two three-inch
boards. Look at how much more sawdust waste there is in
cutting the thin lumber. It looks like the thick stock could
be manufactured much cheaper and would be sold cheaper.
Where is the difference?”’
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Furniture and Cabinet ‘Making

WOOD TRANSFORMATION.

It is stated that a system has been invented for trans-
forming the pigment in wood, with the result that the
physical properties are in no wise impaired, but the coloring
and figure are very much enhanced. For many years there
have been numerous attempts to impregnate woods with
various coloring material to render the tone uniform
throughout, but up to this effort none has been successful.

According to the explanation of W. A. Hall, 1 Madison
Avenue, New York, the inventor, the transformation of
wood consists in a combined chemical and mechanical treat-
ment whereby it is ¢hanged throughout in color, and its
grain and figure developed to a remarkable extent. In fact,
the change in color is almost secondary to the figure de-
velopment. Both are produced naturally without the use of
dyes or the imparting of any artificial figure, for both the
coloring matter and the physical characteristics which pro-
duce the figure exist in the wood itself, although not readily
discernible in the untransformed lumber.

In transformed lumber the more porous portions, such
as concentric rings and open cellular vessels, are filled with
a natural pigment deposit of deep, dark colors, derived from
the lignin of the wood, and which produces substantially the

grain effect of tropical woods, and develops a figure which °

one would hardly suppose the wood itself to naturally
possess. Some of the plainest domestic woods can be readily
transformed in this ‘manner to resembie the remarkable
figure of old mahogany, or of rosewood, or Circassian
walnut, and at the same time a similar change in color is
produced.

This is not a process of dyeing, but one of conversion.
The natural coloring matter contained in the ligno-cellulose
structure of the wood is developed into rich reds, grays and
browns, and even blacks, and deposited in the cellular
vessels as an insoluble precipitate completely throughout
the structure regardless of its thickness—whether the lumber
under treatment be logs, planks, boards or veneers.

These colors are absolutely permanent and unfading;
in fact, many of them cannot be bleached.
The working qualities of the wood are unaltered; if

there be any physical change at all, it is a lessening of the

tendency to shrink, which is due to the filling of the porous
and open vessels, making them thereby more homogeneous.
These transformed woods are now being largely used in the
manufacture  of mechanical instruments,” T squares,
triangles, and for purposes where the greatest stability is
required.

Transformed wood is actually a more natural product
than the so-called ‘‘natural” cabinet woods now in use, in
that no filler or stain is required in the'r finishing, whereas
the largest part of the mahogany now in use is naturally
of a light color, and its dark, rich red is obtained by
filling and staining. The same is true to an even
greater extent with quartered oak, cherry and sycamore.
The deep, rich red of old Santo Domingo mahogany is almost
unobtainable to-day. Mahogany is not much darker than
cedar, and stains generally have a tendency to fade. This
can readily be seen by examining the trim around win-
dows where it has been exposed to the sun, and comparing

it with the same trim in other locations in the s®me room.

Where transformed woods are used there is no fading,
for the colors are produced in the structure of the wood
itself. They are natural wood colors, and not mineral dyes
applied to the surface. About the only imported cabinet
woods now in use,that are not surface-stained are Circassian
walnut, rosewood, ebony and a few of the very expensive
South American woods.

A most valuable feature of transformed wood is that no
surface filler is required, which is always objectionable;
surface fillers are -mineral compositions which are abso-
lutely unnatural, having an entirely different composition
from the wood itself, but it is generally necessary to use
them in order to produce a surface that will receive and hold
varnishes and shellacs. In transformed woods the filler is
produced from wood itself, is deposited naturally throughout
its entire thickness in every vessel, which makes it much
more stable and enduring; transformed woods are thus
cheaper to finish, requiring nothing but a coat or two of white
shellac; in many cases even a wax finish will answer.

For the finest interior trim transformed wood is said
to be unsurpassed. It is furnished in excellent representa-
tions of mahogany, Circassian, French and black walnut,
rosewood, cocobola and ebony; also in antique and cathedral
oak and mission wood,of uniform color throughout its entire
thickness. It is said to be well adapted for the finest fur-
niture and carvings, for the best cabinet work, for floorings,
marquetry and inlays. In cost they are far below the highest
class of imported woods, averaging about the same as quar-
tered oak, and in addition savings are made in finishing.
It is certainly a great advantage to possess a lumber of
uniform color throughout, which will not fade, and which
can show no light underbody if scratched or worn.

Of local trees adapted for this purpose the best are
maple and yellow birch, though almost any American wood
can be transformed into a higher class of lumber. The
demand for high-class finishing and cabinet woods is rapidly
increasing, due to the great improvements in interior deco-
ration and more cultivated taste; but America has been con-
sidered as rather devoid of suitable raw material for this
purpose. In large commercial quantities only three high-
class natural woods are indigenous to this country: Black
walnut, cherry and white oak. The former two have to a
great extent disappeared, and what little remains commands
prices approximately as high as that of mahogany. Quar-
tered white oak is a very fine product, but is also growing
scarce, and to-day is quite dear; besides, it is a wood that
can be used for interior trim and cabinet work only to a
limited extent, owing to the character of its figure, and,
being a naturally light-colored wood, it is frequently surface
stained. Many of our other woods possess a greater variety
of figure when transformed, giving them a wide field of
utilization.

— e o

IMITATIONS OF HARDWOODS.

Probably no people are more wide awake to the rapidly
depleting lumber supply than are the manufacturers of
furpiture, and they are preparing themselves as fast a$ they

can to meet the exigencies of the future by perfecting to a ;
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high degree methods of imitating oak, walnut and the other
expensive and rapidly disappearing hardwoods which are so
popular for high-class furniture work. Not only do they
practice economy by the use of imitations wherever possible,
but they employ veneer to a great extent, thus not only
actually improving the quality and stability of their manu-
factured articles, but effecting a marvellous saving in the
use of expensive woods.

During the last few years the great increase in the price
of hardwoods, which has become necessary on account of
their growing scarcity, has created a strong demand for
satisfactory substitutes which can be used in manufacturing
imitations. The two kinds most often successfully imitated
are mahogany and quartered oak in the golden and darker
finishes, but comparatively little deception is attempted by
manufacturers, and they market the goods for exactly what
they are, or under some special trade name which they have
coined.

For imitating mahogany, cherry was formerly used
almost entirely, but, of course, that wood itself is now one
of the scarce ones, and its consequent increased price has
led manufacturers to seek a material which lends itself more
readily to the stain, shows the grain, and holds the gloss.
Birch best fulfills - these requirements, although in same
parts of furniture maple, beech and gum are used as sub-
stitutes for mahogany. Even in the better grades of furni-
ture, birch is often used for posts and frames—panels, tops
and other parts being of mahogany veneer. It is, indeed, a
pity that birch finds its chief function in furniture work,
and even inside finish, as a substitute for mahogany, for
its beautiful grain, color, and the high finish which it will
take eminently fit it for a high place of its own in work of
this character. In making imitation quartered oak many
woods can be used, as the original grain is first covered
with a filler, and then the quartering is imprinted in dark
ink by the use of actual quartered oak prepared by a special
process. Birch, maple, and poplar are much used for this
purpose, and after finishing and polishing, it sometimes
takes an expert to detect the difference between the real and
the spurious. .

There are certain woods used in fine furniture con-
struction which are exceedingly expensive owing to the diffi-
culty of obtaining pieces with a good grain, of sufficient
size for working. Such a wood, for instance, is the Circas-
sian walnut, which comes from the Ural Mountains, and
which is so popular at present. It makes handsome veneers
for table-tops, beds and dressers, and forms one of the most
costly furniture ‘“‘novelties”” on the market to-day. The core
or backing is sometimes made of American walnut in the
natural finish, and again of red gum, or satin walnut, as
it is called by the English trade, which has a texture very
similar to Circassian walnut, while its grain is also very
much like it.—Hardwood Record.

— e

FACTS ABOUT MAHOGCANY.

Mahogany is all the fashion for high-grade furniture.
The United States is not a mahogany-growing country,
unless Cuba may now be said to be a part of the United
States. It is a tropical wood. Its home is in Central America
and in Cuba, Jamaica and San Domingo. These islands
give the smallest but heaviest and prettiest wood. British
Honduras, Guatemala and Nicaragua give the most and
Mexico 'the largest timber. The richer, solid, heavy varieties
come from the islands. These will not float. . They are sus-
ceptible of a high degree of polish, and the wood has a rich,
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wavy figure. These pretty-figured pieces of wood are of
great value. - A six-foot piece (which included the crotch of
a tree) in a certain shipment will bring $500 when cut into
veneers.

No matter where a shipment of the wood comes from,
or of what variety it is, there are always more or less of the
fine, flaky sticks that make veneer. Mahogany is a phe-
nomenal wood, in that it does not warp under any conditions
of weather, use or age; neither does it shrink. It is of great
beauty, hardness and durability. In no other wood can
these qualities be found, combined with large size, uni-
formity of grain and richness of color and figure. The
island timbers are eight to ten feet in length by twelve in
diameter; some from Cuba, however, reaching thirty-five
feet in length by two feet in diameter. Honduras squared
timbers are as long as forty feet by two feet in diameter,
and the three-foot and four-foot timbers come from Mexico,
The softer mahogany comes from the swampy lands. There
are no mahogany forests; the trees are not grouped that
way, the individual trees being more or less widely sepa-
rated. Like other trees, the core is the poorest part, often
being worthless.

A schooner load represents an expenditure of about
$13,000. That is mot all, for the timber, the labor and
freight, a considerable part of it representing ‘‘grease’ to
the. Spanish customs officers, whose favor is not obtained
by a smile. There are no sawmills in the mahogany-growing
countries. The trees when cut down are squared by hand.
An Indianapolis company is going to have them hewn in
octagon shapes hereafter instead of squares, believing it
will get 25 per cent. more timber out of them this way.
Oxen are used for the haul to the water, and the timbers
are rafted and floated to larger streams, where larger rafts
are made and sent to a loading port. Having arrived there,
the lumberman’s trouble and expenses are not half over.

The coming and going of ships to these small ports is
not regulated like the running of railroad trains. It may
be announced that a ship will be there on the 4th, and there
is great scurrying to get the timber ready. When the ships
do get there, they will not wait for the arrival of their timber
cargo, but will sail .away without it if it is not ready. So
the rafts are anchored. There is a worm, or marine borer,
that likes mahogany, and he goes promptly to work. If the
ship does not arrive on time, and is not sighted within a
day or two, the timbers must all be hauled on to the beach
or every timber turned over daily. The worm does not make
fast time in boring, and if the side he is working on is
turned to the hot sun before the borer gets more than an
inch or so in, it scorches him to death.—Furniture Worker.

s —

If the teeth of a saw swage out nicely and evenly .all
around, and hold the edge the usual length of time, there
is no reasonably honest man who is onto his job as filer
that will condemn the steel,but it is so easy to lay the trouble
onto the saw that a lazy, ignorant or dishonest workman
will, like electricity, always take the easiest route out of the
trouble. My experience is that almost without exception the
trouble is hot in the steel. In an exper'ienpe of forty years
in using almost all classes of saws for use in wood, I have
only condemned ten feet of one band saw and two large
circular saws. .I have always had my doubts about the
circular saws; too—that the hammering was not at fault,
as they broke around the collar; not claiming, however, that
there may not have been some few of them defective in steel
or temper. I have in nearly all -cases found other causes
for the. trouble, either in the- mill or in the handling of
the saw. s il
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THE COOD MACHINIST.

As the workman who operates the machine or any other
part of a woodworking plant is more essential to the welfare
of the business than the machines themselves, it might be
well to discuss his merits and his failings just as we discuss
the good and bad features of a machine. The workman in
some respects is very similar to the machine. His behavior,
like the machine, depends to a great extent upon the handling
he receives.

Put a foreman over him who is incompetent in the hand-
ling of men, and no matter how good material there is in the
man and how willing he may be to do his duty, it won’t be
long till he is ready for the scrapheap, so to speak. First, the
keen edge of his aspirations begins to wear off, then he gets
loose in his bearings or his habits, and the fact that he is out
of order soon shows in his work. Instead of a little adjustment
of some difficulty in one place and a little oil where something
is running dry, he gets nothing but the tight belt of fault-
finding, and he grinds away for'a time, and finally goes all
to pieces and is discarded for another, to be used in the same
manner.

The ideal workman, finding himself in the hands of a rea-
sonably good employer and a sensible foreman, will show the
material there is in him. You will find him on hand about
ten minutes before the whistle blows in the morning, with his
working clothes on, ready for business when the power starts,
instead of coming in about a minute after the whistle stops
blowing, and getting his things on and his machine started
about ten minutes after seven.

When he commences a job, what is he thinking about? Is
it that little racket he had last night? Not a bit of it. He
devotes his mind to studying as he goes on with his job, to
see if there is not some method by which he can do that work
a little easier, quicker and better. He reasons in this man-
ner: If I use my head to save my hands, I will be making it
easier for myself, improving myself as a workman and mak-
ing my work more profitable for my employers, and if they
are like the majority of employers they will notice and appre-
ciate it.

We frequently see our man turn out twice the amount
of work in an hour that another man does at the same price,
simply by placing a truckload of material right close at his
hand and running two pieces at a time, while the other man
doesn’t care if he runs 500 pieces in a day or 50. He would
much prefer to run only 50, as it would save him so much. As
long as he gets his pay for to-day he does not know enough

to look forward to his chances for to-moirow, so he places his -

truck 6 feet away and rTuns one piece at a time, any way to
get his time in. If he is allowed to stay any length of time
he soon begins to think he must be getting very valuable to
his employers, so asks for a raise of pay, and is much grieved

" when he is told to watch out or he will not have what he is
already getting very long.

The ideal workman goes about his business and keeps his
mouth shut. He does not consider it his duty every time a
fellow-workman comes near where he is at work to hold him
up in order to talk and visit. If there is anything he wishes
to know concerning the work he goes to the foreman instead
of going to some of the men and stopping them from their
work to ask their opinion on the matter. The foreman can
always find him steadily pegging away at his work any time
that he takes the trcuble to look for him. In other words, he
is entirely reliable, and if the foreman is obliged to step down
to the office for an hour, or for any reason his back is turned,
he has the satisfaction of knowing that this man, at any rate,
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is attending to his business. A When the foreman comes back
he does not find him gone from his job on a tour of investiga-
tion and visitation to some part of the works where he has no
business.

The ideal workman will devote his mind to improving his
work, both in quality and quantity. If he feels that he is not
getting as much pay as he ought he will ask for an increase,
and if, for any reason, his employers are not able to grant the
same, he will not say, ‘“Well, 1 won’t tear my shirt; if they
won’t pay me but a dollar I guess I won’t earn but a dollar.”
He will continue to do his best just as long as he remains
in the establishment, and if he sees that there is no prospect
of improvement, then he will begin a still hunt for a better
position. When he has located one he will give his employers
2 week’s notice and go quietly away to his new place.

Before making a change, however, he will be sure that he
is making a change for the better, as it is poor policy to go
traveling about the country unless there is opportunity for
improvement by so doing. Each time that he changes, if he
is observing, persevering, and applies himself to the principal
end in view, he will gain experience and knowledge that is
more valuable than money, for it makes him independent and
self-reliant. However, it is easy for him to make a mistake
if he is not on his guard, and think because he has had some
experience and acquired some little proficiency in his profes-
sion, he can command any price or condition that he may de-
mand, with the assurance of getting it.

In order to be successful he must put all egotism behind
him and bear in mind that, although he may have had years
of experience, yet he is only beginning to learn a little about
his business. Quite frequently some shop boy or helper will
tell him something he never thought of before, thereby con-
vincing him again that he does not know it all. It is fre-
quently the case that there are men employed at the same
work who are getting more pay than he, and are not doing as
much work, but are inclined to shirk. This fact, however,
must not take him on his feet; he must continue to do ‘his
best, and not think that he is doing himself harm by doing
more and better work for less pay than some other man, for
instead he is improving himself and making himself a more
valuable man to himself and his employers.

He must bear in mind that it is only by such methods as
these that he can fit himself for a successful foreman, and by
this means to the position of superintendent, and from that to
general manager and partner or owner, He must continually
look forward to something better and remember that the Lord
helps the man who helps himself.—Exchange.

el

COVERNMENT TESTS FOR COMMERCIAL WOODS.

1t is doubtful if any of the laboratories maintained by the
Government for scientific research are more unique in char-
acter, and yet bear promise of more important results than
one which has just been established in Washington by the
United States forest service for investigating the structure of
commercially important woods.

Laymen will not understand the significance of the pro-
posed investigations carried on in this laboratory so quickly
as architects, builders and other wood users, who in these
days of growing scarcity of the more valuable woods, are
seriously preplexed in identifying substitutes. Mistakes of
this kind in identification have, in the last few years, in sev-
eral instances, meant the JToss of thousands of dollars and
many embarrassing lawsuits.
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Many of these woods look alike, even to the trained eye
of the millman or the builder, and yet they are widely differ-
ent in value for certain purposes, and it 1s the greatest im-
portance to be able to distinguish them quickly and certainly.
Again, a new wood may come to a man’s notice for the first
time, and it may be necessary for him to decide what it is
and what it is worth.

The Government has been helping individual lumber
users for some time, but the facilities have not been near so
complete as they are now. It is to meet such needs and an-
swer such questions that the forest servicc has established
the laboratory and placed it in charge of a trained dendrolo-
gist. Architects, lumbermen, manufacturers and makers of
woodware are already sending in samples of wood for identi-
fication, and asking if there are not some structural characters
by means of which such woods may be conveniently separated
from relative species having greater or less value for some
s_ec.fic purpose.

The laboratory wil.l investigate in a practical way. The
structure of the woods, sections lengthwise and crosswise,
will be studied so as to separate by structure alone the various
species of a genus. Analytical keys to the trees of each
group will be worked out. These will be based on the ar-
rangement and character of the pores discernible to the naked
eye or by a hand lens,

’ —eeetlp- D

COOPERACE STOCK MARKET.

(Report by James Innes, Chatham, Ont.)

May 26th, 1908.

There has been very little change in the cooperage stock
situation during the past month. The weather has not been
very favorable for getting out material, except during the
last 10 days. All the mills are running full, at the present,
but a great many of them are shutting down at the end of
this month, for lack of material, and will not be able to start
again till the fall; in other words, until they can get into the
woods, and truck timber to the mills. -

Prices are, however, firm, with a slight upward tendency,
more especially on hoops, which are very short, at the present
time.

The demand for apple barrel stock is now commencing,
and coopers are laying in a car or two, to make up barrels
ahead, as indications are excellent for a good apple crop.
Reports from all over Canada are, that the trees have come
through the winter in first-class condition; the bloom is
heavy, and with the exception of the report in some districts
that the Baldwins are going to be light, a bumper crop should
result this year.

The sugar refiners are running a little heavier than usual
on barrels, and the flour mills are running strong, since the
opening of navigation and using large quantities of barrels.

The salt and lime trade is also opening up, and there is
very little indication of trade depression this year.

At the present time, we are certainly inclined to be
optimistic, as everything points to one of the most prosperous
years we have had in Canada. Crops never looked better;
fruit promises an abundant harvest, and the general trade of
the country is beginning to boom again.
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CONSERVATION OF FORESTS.

“The development of our waterways and the conservation
of our forests are the two most pressing physical needs of the
country,’”’ said President Roosevelt in a special message to
Congress, February 26th, transmitting the preliminary re-
port of his Inland Waterways Commission. ‘‘They are inter-
dependent questions,’’ he declares, ‘‘and should be met vigor-
ously, together, and at once. The questions of organization,
powers and appropriations are now before Congress. There
is urgent need for prompt and decisive action!”’ )

The President believes that no right involving water-
power should be granted to any corporations in perpetuity,
but only for a length of time sufficient to allow them to con-
duct their business profitably; that the improvement of the
inland waterways can and should be made to pay for itself
from the incidental proceeds from water-power and other uses,
although navigation should, of course, be free; but that the
greatest return will come from the increased. commerce,
growth and prosperity of the people. ‘‘For this work,”” he
continues, ‘“‘we have waited too long ; adequate funds should
be provided by bond issue if necessary, and the work delayed
no further.”’

In the report of the commission it was recommended that
the president be authorized to appoint and organize a national
waterways commission to bring into co-ordination the corps
of engineers of the army, the bureau of soils, the forest ser-
vice, the bureau of corporations, the reclamation service, and
other branches of the public service in so far as their work
relates to inland waterways; and that the permanent commis-

sion continue the investigation of all questions relating to the

development, improvement and utilization of the inland water-
ways, and the conservation of our resources related thereto;
and to consider matters of irrigation, swamp land reclama-
tion, control of floods, extension of forests, relations between
waterways and railroads, etc.

Even the bitterest opponents of President Roosevelt must
accord him full credit—as will future generations—for a policy
of broad and far-seeing statesmanship looking toward the
regulation, improvement and extension of traffic, and the con-
servation of our natural assets. His remarkable grasp of the
subjects at hand and his energy and persistence in bringing
to the attention of the public and Congress, various feasible
projects for the accomplishment of his plans, will mark his
administration as one in which notable progress has been
made in too-long neglected lines.

However, in spite of the ‘‘strenuous’ efforts of Mr.
Roosevelt and the attempts of other public-spirited men to
secure ‘‘a square deal” for the nation, and although the in-
telligent citizens of a whole country are calling for the pas-
sage of the Appalachian-White mountain forest reserve bill—
it seems that Congress, or rather a few petty congressmen,
aided and abetted by the czar of the House—are going to
allow the measure to be side-tracked for another vear. It
must be concluded their ability to accomplish this lies in the
fact that the majority of members of both Housec are either
indifferent just now, or are not thoroughly familiar with the
facts regarding our timber supply, and the consequent im-
portance of the bill, so have allowed themselves to be silenced
by pretended doubts as to the constitutionality of it—rvaised
by a few demagogues who for personal, or worse reasons,
have learned enough about the measure to fight it down for a
while at least.

It seems hardly probable that ignorance can be attributed
to the congressmen, but indifference may play some part, in-
asmuch as the great game of national politics is now on in
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full swing, and they are less interested in analyzing and
meeting the needs of the country. So that when J. Cannon
gravely shook his head over the legality of the forest bill,
and supported the doubts of his rooters down in front—the
measure went over to the judiciary committee, in whose none
too solicitous care it will probably remain indefinitely. What
the speaker’s objections to it were, neither he nor anybody
else seems to know, but inasmuch as he seems to be for J.
Cannon first, last and all the time, they are probably suffi-
cient unto himself..—Hardwood Record.

—— -

THE PROFITABLE SAWMILL.

A friend of mine recently requested me to go with him to
look over a sawmill plant which had been built some sixteen
years ago, but which had been standing idle for the last six
years. This gentleman has quite an extensive plant situated
right alongside this idle one, and, having a desire to expand,
wished to remodel the old mill and make it up-to-date. After
we had looked it over and under pretty thoroughly, an1 had
found as much in the underlooking as in the overlooking,
which did not commend the proposition to one who has been
up against the like before, he asked me what I thought of it.
I replied that as an ashpile it would be of much more value
to him than as a mill. He rather stared at me, but when I
explained that out of an ash pile there maight arise a good
mill, but out of this old structure, filled with antiquated ma-
chinery, he would find that his pleasant dreams of an up-to-
date sawmill would vanish into the bitterest of disappoint-
ments, he agreed after some little discussion that it would
not be just the proper thing to try to convert this plant into
the kind of mill he had been thinking of, and, like a wise
man, abandoned the idea then and there.

Many a man who might make money out of a good plant,
is struggling along with old machinery in an unsuitable build-
ing. This is all wrong. The man who makes money to-day
is the man who does not allow any one to get ahead of him.
If you have to stop and jack up some parr of your building
occasionally, and line up your shafting and machines six
times as often as the other fellow, yet not half as often as you
should, you are going to have a pretty hard time to keep him
from going on and leaving you behind. It always seems to
me a great pity to see modern machinery placed in an old
rattle-trap of a building. Take it in the instance of a band
mill. If you put modern machinery in a mill where the align-
ment is changed every time a different wind blows, you are
not going to get any satisfaction, even with a good man look-
ing after it; but under such conditions the good man is not
often found looking after the machines, for once he knows
the conditions—and it does not usually take him long to find
them out—he will not stay, and then the machines are sub-
jected to all kinds of abuses by the transient throng which
follows. If we would be found anywhere near the head of the
procession, give us a modern mill, equipped with modern
machines, run by men of modern ideas under modern man-
agement.

I heard the statement made by a manufacturer’s agent,
not many days ago, that in his observations in travelling
among mills throughout the country, he had found that more
than half the steam plants were not taxed to more than half
their capacity. This man represents one of our largest manu-

“facturers of mill-working machinery, as well as steam engines
and boilers, and he certainly ought to know what he is talk-
ing about; and yet his statement in this regard is just the
reverse to what T have found in my travels. It may be that I

have just happened to find the mills that he missed, but be
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this as it may, I have found more mills that could use extra
power if they had it than that had power to spare. I will say,
however, that I have found many mills lacking power more
through lack of modern methods of developing it than from
the power plant being light, and it may be that this was also
his finding and warranty for making the assertion.

In a sawmill plant where fuel is not considered as an item
of expense, it is far better to have 200 or 300 horse-power
more than we think we need at the start, than to have that
money in the bank. Of course, from the above it will be
understood that I am speaking of a plant of from 500 to 1,000
horse-power, for in a plant of 50 or 100 horse-power, 300 of a
reserve would be out of all reason ; but take a plant of the size
first above mentioned, and if you start in without a reserve
you will soon find you have not enough, and the longer you
run the worse it gets, because we add a machine here and
another there, and before we know it we have used up our
little surplus, if we had any to use, and quite a lot besides,
and as a result we find the whole mill lagging at times. Too
much power, where one of the great questions is how to get
rid of the by-product, is a mistake made on the right side,
but a mistake which is not made as often as it should be, as
many have found out to their sorrow.—N.E.

— e

BE UP-TO-DATE.

That a manager of a new furniture factory should for a
moment think of leaving a shavings exhaust fan out of his
factory equipment, otherwise strictly up-to-date, is rather
surprising, to say the least, and yet that was just what a man-
ager with whom I am acquainted, did. I happened at the
factory just before it was ready to start, anda noting the ab-
sence of the fan and piping, asked the manager about it. He
said he hadn’t ordered a dust and shavings handling outfit be-
cause he considered it more of a luxury than a necessity. He,
kowever, showed he wasn’t entirely satisfied on this point by
asking what I thought about it. I told him I wouldn’t work
in a factory that hadn’t such outfit, and didn’t believe any
other man who cared for his health would. T then pointed out
to him that it would take all of one man’s time keeping the
place clean, to say nothing of the filth that would accumulate

on the machines. He told me such an outfit would cost

$1,000, and I pointed out to him that $60, the interest on that
sum for one year at 6 per cent., wouldn’t go very far towards
keeping the place clean. I also pointed out the fact that the
fire risk must nécessarily be much greater because of dust
and shavings everywhere, and that the men would do so much
more work in a clean shop as to practically pay for the dust
and shavings handling apparatus in a single yvear, Fans on
certain machines—the sander, for instance—were absolutely
necessary, anyway, since the men couldn’t stand the dust'.
When I wound up by telling him that a plant minus this part
of what should by all means be its equipment, would probably
be a losing investment, he became greatly interested, result-
ing in taking the matter up with his company and the instal-
lation of a very complete plant. G. H;
———,ao

—D. G. Courtney, manufacturer of white oak cooperage,
railroad ties and lumber, Charleston, West Virginia, has
opened up a distributing yard in Toledo, Ohio. under super-
vision of W. T. Hubbard, who is well-known in the lumber
trade. He does this with a view of being able to make ship-
ments more promptly than direct from the mill’; he will also
be able to fill orders for mixed cars to better advantage. They
will yard a complete stock of poplar, oak, basswood chest.
nut, ash, cypress and gum, and make a specialty of pane
poplar in most any width or thickness.

A

Lol




June, 1908

\

CANADIAN WOODWORKER. 109

Boxes and Cooperage

NEW IDEAS IN THE BOX FACTORY.*

By C. A. Stafford.
As far as I am acquainted with the different factories the
short lumber at the present time is all piled in yards by dif-
ferent methods and air-dried ; but I think the modern sugges-

tion is: Direct from the sorter to a dry kiln and then to the-

factory. The short lumber is taken on platform trucks
directly from the yard to the surfacers. In transit, however,
all stock is weighed and charged to the factory as so many
feet, based on the results of frequent tests, This, I think,
gives the most correct per cent. of waste, as you have the feet-
age shipped by scale and also by railroad weight. This can
be carried still farther to advantage and the finished stock
weighed before loading in cars. This would give us a check
against railroad weights and a fair test as to the contents of
the car.

The modern factory, if practical, should be on one floor,
all shafting in the basement and machines driven from be-
low; or, better still, T think, each machine driven by an in-
dividual motor giving the operator positive control of his ma-
chine, thereby avoiding many accidents and doing away with
the expense of belting, shafting and incidentals.

Stock going first to the surfacers should thereafter be
handled as far as possible on conveyors to the saws or dif-
ferent departments. I think on this question of éonveyors the
box man has keen especially slow. .There is no other manu-
facturing business with which I am familiar where this labor-
saving device is so little developed. With the proper con-
veyors our trucking could be reduced to a minimum.

Where handling short to any extent—and I am not sure
but in all box factories, regardless of the class of lumber
used—the rippers and cut-oftf saws should be ‘‘divorced” and
handled entirely separate, and each operator forced to stand
on his own record. This plan would permit stock to be car-
ried by movable conveyors from the surfacers direct to the
rippers, or, where necessary, to the cut-off saws, where, after
being sized, it can go to the matcher and squeezer. If using
short lumber I would suggest, directly back of the squeezer,
connected by a conveyor, a double cut-off saw, on which could
‘e used two or three saws, where one man can easily trim the
‘output of two or three ripsaws. This gives an absolutely
square, piece of lumber. From this point a conveyor carries
the stock to a horizontal re-saw, printer or nailer.

The dividing or separating of the box factory into depart-
ments or sections and systematizing all parts of the business
will go far toward increasing our output and thereby decreas-
ing the manufacturing cost per thousand feet. The time has
come, with high-priced labor and increasing expenses, that
we must look in every direction for this increased capacity.

In the sawmill the one high-priced man, the sawyer,
forces the balance of the crew to handle the increased produc-
tion; but in the box factory we have no one man who can
occupy this place. This leads me to the belief that piece

%*Read before the Convention of National Association of
Box Manufacturers, Cleveland, Ohio, ‘February 26th, 27th
- and 28th.

work is the coming and necessary system. Were we to

analyze the individual work of our rippers and cut-off men I,

think there is a surprise in store for nearly all of us. We will
find that each and every man is of greatly different value, and
when they know we are analyzing and comparing their daily
productiveness it will lead to greater endeaver.

The question of piece work is perhaps not applicable to
all departments, but, with the proper system, it could be
applied to nearly every machine in the box factory. I think
our association could well afford to appoint a committee to
investigate this important question of system and, by compar-
ing the different methods employed by the 150 or 200 factories
represented here, they could offer us a general plan, which by
slight modification to suit special requiremrents, would be of
value to all of us.  This applies more especially, of course, to
what we will term the clerical work of the factory; but as we
systematize that part it will lead to the correction of many
faults in our manufacturing.

To illustrate my meaning, we will suppose a factory built
with the surfacers at the front, and the cut-off saws in one
department between the surfacers and rip saws, but arranged
in such a way that, where advisable, stock can be trucked to
either of the cut-off saws or rip saws. In front of the rip
saws come the matchers, horizontal resaws, printers, nails,
etc., in their proper order. 1 find in many factories the rip-
pers are paid from $2 to $2.25 per day, and the cut-off men
from .$1.75 to $2 per day. A ripper can size more than he re-
ceives where he is paid by the day, for he is not in a position
to force the cut-off man supplying him to greater endeavor,
and there are times that he is short of stock. If we planned
as above and pay our cut-off men by the thousand feet,
according to the lengths and widths cut, and have our saws
located so that the stock from two or three cut-off saws could

be carried to any one rip saw, we put the ripper in a position

of always having surplus stock. By arranging the same sys-
tem for the ripper and paying him by the thousand feet—cut
based on size, all lumber figured surface measure—there is
no question that the average operator of any machine who
finds his stock piling up on him naturally increases his speed ;
and if we give him an added incentive of more money or a
premium over a certain production it will go far toward reach-
ing a maximum output of our factories.

On the important question of waste we have our past
reports and percentages. I think we ought to acknowledge
that the question of waste is largely in the hands of our saw-
men. If our waste has averaged 20 per cent. for the past year
and our lumber is worth $20 per thousand, would it not pay
vs to make a report to our employees. each month as to the
waste, and where it has been cut to 12 per cent., or, as some
of our friends have reached, a desired point of 10 per cent.,
we have saved 10 per cent. of our lumber bill.
divide a certain per cent. of this saving among the men,
through whose efforts we have saved this amount of money?

There is no use in my suggesting any new machinery to
vou as our friends of that department are very prompt to call
our attention to their new devices, but are we not prone to in-
vesticate their machines as applicable to our plants as they
now stand, instead of considering the new machines as aoply-
ing to ncw methods and new systems of manufacturing ?

IQ/ Y

Why not
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IMPERFECTIONS IN VENEER LOCS.

Rotary veneer cutting has its little worries, like any
other industry—and sometimes it has its big ones, too. It
is the imperfections in timber that make a man operating
a veneer machine keep his thinking-cap on, and, as there
are no absolutely perfect logs, the thinking apparatus of the
veneer man is kept moving along pretty steadily. The
operator of a veneer machine has a task that is at the outset
similar to that of the sawyer in a sawmill—to work the log
to the best advantage and get all the good stock possible
out of it—but as soon as the actual work begins the task
before the veneer man takes on some of the peculiarities of
rotary-cutting. When a sawyer observes a crack in a log
he turns it so as to bring that crack either straight up and
down on the carriage, or else levels it up horizontally, much
depending on the nature of the special work on hand at the
time, and thus the fault in the log is kept within com-
paratively narrow limits. With the veneer man, however,
_there is no chance to do anything of this kind, for the pro-
cess of cutting takes in every part of a log’s surface, defects
and all, at every revolution.

It is obvious, says ‘“‘Barrel and Box,”” that when working
for large sheets of veneer there is more waste from cracks
and faults than when working for narrow stuff, especially
as far as the sheets themselves are concerned. There is the
opportunity left to make into smaller dimensions such matter
as the defects spoil for the' larger ones, but that involves
more or less expense, and frequently it is more, but it is
the larger sheets that are in the mind of the operator for
the time being. Let us assume for example, that after the
block is rounded up and the cutting fairly started, that one
revolution of the log will produce a sheet that will trim and
make two of the size on the order. We can also assume that
just at this point the block is free from serious faults, that
the crack has not extended near the outside. It will be plain
sailing in this case till the crack shows up, and then it takes
some thinking—thinking which involves the manner in which
the veneer is handled after it leaves the machine.

If the veneer goes directly onto an endless-bed table,
where it is piled up to several inches thick and is then cut
out to dimensions, the = problem
develops under the above conditions is that of so placing
these short lengths that they will make stock instead of
waste. When the log was larger it would make two sheets
. of stock from one revolution, but it has been growing smaller
“ at every revolution, and by the time the crack is tapped it is
too small to make the two pieces. Then suppose - that a
sheet is so placed in the pile on the table that in cutting
out at the clipper it will be cut near the centre; the result
is nothing but two pieces of waste, at least so far as the
work in hand is concerned, where at least one good piece
might have been secured if it had been properly placed.
Still, the proper placing of stock of this kind may at times
so hamper the operations of the veneer machine that the
time lost is of more value than the piece of veneer, and it
1s just as important for the operator to keep this in mind
as it is to try and reduce the waste pile, for profit is the goal
in business.

" In some factories they get around the matter of ham-
pering the operations of the veneer machine by loading all
stock on trucks and taking it entirely away from the rotary
cutting machine to do the clipping, and in working fine
wood—where the value of the timber is the important item—
it is frequently, one might say generally, necessary to do
this, but the making of fine veneer is a special industry,
and the present . discourse has to do especially with the

involved when a crack -
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making of plain veneer from the cheaper woods of to-day,
and in work of this kind, especially where the stock cut is
thin, it simplifies matters wonderfully to be able to draw it
out on a table direct from the machine. It is quite common, °
too, in this work for the machine crew to cut up blocks
enough to make a ‘‘table full,”” and then let the rotary stand
while they gather up the odds and ends that were obtained
in rounding up, etc., place them properly on the table,
ripping out the faulty spots, and reduce it to dimensions on
the clipper. There is a way to avoid this, though, when it
is desired to keep the rotary moving steadily, by having a
“clipper crew’” and providing two lengths of endless table.
Of -course, in this case there is no clipper on the first length,
it being used merely to pile on as the stock comes from the
machine. As ,soon as a pile accumulates on the first table
of the required size for clipping out to the best advantage,
this table is put in motion—it may be either by hand or by
power appliance—and the whole pile is shifted to the other
table, which stands at the end as if it were a continuation
of the first table. By this arrangement the cutting crew
works continuously filling the one table as the other is being
emptied.

But the veneer man’s troubles do not end with the
question of cracks in the sheet, not by a whole lot. About
the time a crack gets well acquainted with the knife of the
machine off will come a few innocent-looking splinters, and
the tenacity with which a splinter can cling to the edge of
a knife is demonstrated then and there, and the section of
knife embraced by these splinters immediately goes out of
business for the time being—until the splinters are removed.
Did you ever stop and study about what would likely happen
with a block revolving and a knife-carriage being fed to
it with a rigid power feed if something should suddenly
block the cutting qualities of a section of the knife? The
carriage moves on—there is no stopping it unless something
breaks or the feed is thrown off, the other portion of the
knife cuts, and that which is hampered with splinters simply
gets up an enormous pressure as it keeps squeezing back
the wood it cannot cut. Of course, if the veneer man did
not keep an eye out for such things as this something would
happen pretty soon after the conditions outlined developed,
and then the veneer man and the office would have an un-
pleasant half-hour together. The amount of energy expended
in punching at splinters with a strip and in backing out and
cleaning splinters off the knife in the industry would operate
the biggest machine built, and it is pleasant to note that the
machinery men are now striving to so build machines as to
save some of this work and worry.

Nor are splinters the only thing, for there are hard,
curly places and knots of all sizes and degrees of hardness.
Sometimes a hard lump in a block will cause the-knife to
shy a little, strain back and cut the stock a little thin, and
maybe on the next round the knife will hook under the hard
place at the start and cut a little thick. Frequently this
would not be a matter for the veneer man to worry over,
and again it might. If the stock should be for the glue-
room, where it is to be made into built-up lumber and faced
with fine veneer, there is a chance for trouble. This fine
veneer facing is usually very thin, and some, time in the
process of converting the built-up wood into a finished article
it will be put into machines for finishing and polishing, and
wherever there is too much unevenness in the stock the
entire facing of fine veneer will be cut away before the
whole surface is finished. This means that the stock is
spoiled after it reaches the stage where it is most valuable.
The veneer man may not be there at the time, but the
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chances are that the information will get around to him, and
that he will be ‘‘jacked up’’ about it.

The little, hard knot, that is not much in point of size,
but has a degree of hardness that no amount of boiling will
touch, makes trouble, too. It may be only a little nick that
it breaks out of the knife edge, but that nick leaves its mark
on the veneer, and that makes trouble. Then, to get rid of
that nick, no matter what the size, involves grinding the full
length of the knife till it disappears, and that costs money,
as well as time, for those long knives that make up the busi-
ness end of a rotary-cutting veneer machine are expensive
articles. With all its worries, however, the veneer industry
is a great and a growing one, and it really has no more
troubles than any other industry, but they are of a somewhat
peculiar character. By-and-by, when those in the industry
get more accustomed to the peculiarities of these troubles,
they will get simpler, and the task of operating a veneer
machine will not present the obstacles to the ordinary
mechanic that it does to-day. The industry is now at a stage
where we might compare the expert veneer men to the expert
sawyers in the early days of big sawmills, and, like in the
sawmill industry, knowledge of how to master the difficulties
will spread and their peculiarities will disappear.

—ea»o

REQUIREMENTS OF A VENEER PLANT.

One is sometimés asked by those contemplating the
establishment of a plant to manufacture box shooks, crate
slats, etc., what machinery is required. Such an-enquiry is
answered in ‘“Veneers’’ in the following fashion. It should
be understood that there is quite a difference existing
between a veneer mill and one for cutting up box shooks.
There is some sawed veneer made into box shooks, but the
majority of veneer sawing is done in making fine quartered
oak veneer, and it is very tedious, expensive work, requiring
the finest kind of adjustment, and a veneer sawing mill is
not convertible to any other use. The cheapest way to make
veneer for thin box shooks and for crate slats, is to make
it on a rotary veneer cutting machine, and the equipment
required in a plant operating one veneer machine of this
kind depends somewhat on the kind of work you want to do.
In making veneer, pure and simple, it requires in the way
of machinery a drag-saw to cut the logs into block lengths,
a veneer machine, a veneer clipper, and, if you expect to

dry your veneer artificially, a veneer dryer. To this may-

be added rip saws and cross-cuts for saw-sizing veneer; even
if the majority of the box shooks are cut to proper size at
the machine and the clipper, these are useful, because some
of the waste can be worked over on the rip saws and cross-
cut saws into other sizes. It is quite a common practice to
include with a veneer plant a sawmill of some kind. Some
use short-log mills, and some wuse one kind and some
another, depending on the amount of work they expect to
do with the sawmill end, and by having a small sawmill and
rip saws and cross-cuts, you can, in addition to making
veneer with such a plant, manufacture small dimension
stock out of the cores from the veneer machine, and make
lumber, too, if it is desired. This will probably be the
cheapest and best equipment in the way of a veneer plant
for making box shooks, crate slats, etc.; that is, have a
rotary veneer machine, drag-saw, clipper, cross-cut and rip
saws, and a small sawmill rig for working up material that
doesn’t work well in the veneer machine, thus converting the
cores into strips of small dimension. Of course, a power
plant equipment sufficient to drive the machinery is under-
stood to be installed.
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THE CANADIAN COOPERACE INDUSTRY.

By James Innes.

Next to trapping and fishing, the cooperage industry is
probably the oldest trade on the continent of “America.
Newfoundland is undoubtedly the cradle of the industry, as
when the hardy Scotchmen and Frenchmen came there to
gather in the harvest of the seas they had to have receptacles
to hold their pickled herrings and salted codfish, and
naturally used the packages they were accustomed to at
home, the barrel. Barrels are still the principle packages
used there for her—ringS for export, for seal oil, cod liver oil,
pickling codfish, and tubs of every description for handling
the green fish and shipping the dry fish.

While Chatham, Ont., can hardly claim to have had the
first cooperage stock manufacturing mill, Iroquois probably
having this honor, there is no doubt that Chatham was the
first centre for manufacturing staves, hoops and heading
by machinery on a large scale, and for thirty years has held
this supremacy. Forty years ago it was also the largest
market for oak staves. Old residents tell me that forty to
fifty years ago McGregor’s Creek at Chatham every spring
was full of butt, pipe and hogshead staves, vessels being
loaded there for Quebec, and in some cases going through
to Great Britain. While oak staves are no longer manufac-
tured to any extent in Canada, the oak being almost a thing
of ' the past, the names, commercially, still linger, and
Canada butts and Quebec pipe staves are still going forward
from the Southern States to all parts of the world.

Twenty years ago there were more slack barrel staves

made in Canada than the United States, nearly every station-

on the Michigan Central Railway from Essex to St. Thomas,
from St. Thomas to Courtright, and on the Grand Trunk
from Windsor to London, London to Sarnia, Sarnia to St.
Mary’s, having its stave mill. Dozens of these mills are now
out of existence. Fifteen or twenty years ago a stave dealer
would have no trouble to purchase fifty million staves in a
few days; now it would be quite as difficult to purchase five.
While at least 100,000,000 of staves at that time were yearly
exported to the United States, now 10,000,000 is a good
vear’s export. The consumption in Canada has, of course,
increased ; in fact, Canada in an ordinary year can use 0o
per cent. of the output of staves, hoops and heading manu-
factured in the country.

Elm—the principal timber for slack staves and hoops,
is fast disappearing; basswood, for heading, is almost a
thing of the past, so that it is only a question of a short
time when hardwood staves and heading, half-round or iron
hoops will go to make the barrels of all kinds not requiring
to hold liquids, while we will have to continue importing
our oak staves from the United States. Unless the Govern-
ment takes up the reforesting movement energetically and
grows the timber necessary, fifty vears from now we will
have no timber to make cooperage stock, and a barrel will
be a museum curiosity, instead of the most universally used,
handiest and best package on earth for carrying liquids
without leaking and solids without contamination.

—_— - -

UTILIZING THE REFUSE.

Sawdust shavings in the box factory are gold dust.
They have got actual value, and, if you do not save them,
you have got something yet to learn in the box business.
I will cite an instance of this. In the upper peninsula of
Michigan, in the go’s, I built a box factory. I did not know
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much about the box business, but I d.d know something
about engines and boilers, and I had a hobby in my head
that I would not operate a plant unless I had a Corliss
engine. I put one in. There were a lot of wise old sawmill
men about the town, and there were at that time about ten
or a dozen burners burning up the refuse, and they all
quoted the old proverb about the fool and his money, and
told me I had better go to work and buy a second-hand
engine and go to burning up those shavings; that they
would be in my way anyway, if I did save them—and such
was the fact. I gave them to the farmers and to the livery
stables and begged people to come and haul them away.
Then, I hired a team and had them hauled to a wet place
behind the building, and dumped them there until the
insurance people came to me and said I was creating a fire
hazard, and I saw I was getting in trouble. But I began to
look around, and I found a market for fuel shavings; I
found a market for clean resaw dust in carload lots and sold
them—and I didn’t take them to the city, either. So that

~at the expiration of three years my fuel account showed a

net profit that offset the total cost of the Corliss engine and
all the equipments that I had to buy to utilize my waste. If
you really want to do it, you can find a .way to utilize that
waste.—Z.

——ear-

THE ARCUMENT FOR BARRELS.

One of the strongest arguments for the use of the
barrel, and a justification as well of all that has been said
against packing flour in sacks, is the following from the
‘‘Northwestern Miller”” :—

Says an Indiana miller :—

“We manufacture soft winter wheat flour, and handle
spring wheat for bakers’ trade. The last part of a car we
sold, which was stored in our warehouse, was damaged by
rats. Many of the sacks were torn, and some of them were
tunnelled. The writer examined the flour carefully, and
found some ‘unfit for use, while the most of it looked all
right. 5

“We sold the good of this to a baker, He made several
bakings of bread, and it appears that the third baking was
complained of. On receiving the complaints they examined
the fourth baking, still in the shop, and found occasional
rat filth; also its presence in some of the bread called in
from selling points. The baker knows to a certainty of
three or four families who, having had the foul bread, have
not patronized him since. He asks for a ‘fair settlement.’
We grant his right to one, and offered to cancel the invoice.
He asks ‘damages’ instead, to more than the value of his
shop.”’

This case was, submitted to William Furst, a Minne-
apolis attorney, who gives special attention to milling liti-
gation, and he replied :(—

“If the purchaser examined the flour before purchasing,
or had an opportunity to do so and no fraud was used, he
cannot be heard to complain-as to any defects.

“In order that a man may have a legal claim for
damages, by reason of a defect in an article sold to him,
two. facts must exist. In the first place, deception must be
used in the sale, and in the second place, the purchaser
must have relied on the deceptive representations.

“In this case, neither of these elements is apparent,
if the letter is read correctly. The miller should not have
granted the baker’s right to a settlement. The baker has
no such right.
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“We take it from our experience in such cases, that
the buyer thought he had a chance to get some flour cheap,
and after an inspection, he bought it, but it proved to be
much inferior to what he thought it was. That is his
lookout.”’

The “Northwestern Miller’’ prints the above under the
heading, ‘“No Recourse.”” We do not doubt for a moment
that the lawyer to whom the matter was referred under-
stands the law. We believe, however, that the purchaser
of the filthy flour has a recourse, and one which he should
take for philanthropic as well as for selfish reascns, and that
is, to insist that his flour come to him in the good old-
fashioned packages which is by nature intended for flour—
the barrel of our daddies. Nobody should ever buy flour in
bags if he can afford to buy a barrel of flour at a time.
The best housekeepers everywhere are learning this.
Grocers and other dealers should take the fact to heart that
the barrel is the only practical sanitary package for the
staple food product, and they should tell their customers so.
It is the right thing to do, and it pays.

-

COOD CEMENT FOR WOODTURNERS.

(1) Mix and melt together: One part of resin; 1 part
of potash; 2 parts of beeswax, and brickdust to make of the
desired consistence. v

(2) Mix equal weights of resin, pitch, whiting, and
yellow wax.

(3) Use 8 parts of resin and 1 part of wax.

(4) Melt together 4 parts of resin and 1 part of pitch,
then add enough brickdust to make the melted mass hard
when a little 1s dropped on a stone. This will hold wood in
the chuck, and is easy of removal by a smart tap with the
hammer. An application of benzine will remove all trace of
the cement from the wood. To use the cement, take suf-
ficient of it to cover the chuck one-sixteenth of an inch. Lay
it over the surface to be cemented, mixing it with one-eighth
of an inch of its bulk of guttapercha cut up in thin slices,
then heat an iron to a dull red heat, and hold it over the
chuck until the mixture and guttaperc}ia are mixed, stir the
mixture until it is well mixed, chuck the work, lay on a
weight to keep it in contact, and in twenty minutes it will
be perfectly cemented.

—_— -

—The ‘National Coopers’ Journal,”’ Philadelphia, Pa.;
gives the ‘“Canadian Woodworker” some very nice compli-
ments on its typography, general make-up, etc. It, however,
criticizes a statement in an article on the ‘‘Slack Barrel” in
our April issue to the effect that ““if only 25 per cent. of the
volume of the log was utilized for slack heading, as stated
by the ‘Canadian Woodworker,” we fear the manufacturers
would soon go to the bow-wows.” We may say that this
estimate was derived from a circular issued by the Forest
Service of the United States Department of Agriculture.
We may also add, for the information of our esteemed con-
temporary, that in this country the bulk of the straight
gradé timber is put into lumber and only the balance put
into heading.

————a

—Somehow the substitutes for wooden packing-boxes
have not materializéd to any appreciable extent, probably
because the wooden box is still the best obtginable, and
cheap enough.




June, 1908.

CANADIAN WOODWORKER. 113

-

RUNNINGC BELTS SLACK.

Some do not realize the real import ot the practice of
running slack belts. Now I very much doubt if many cases
occur where belts are run slack for a fad, as it is some-
times called. There is a big operative economy in this prac-
tice, as I have had some experience in knowing.

Why does any man run belts tight? Simply to overcome
loss of power from slipping—to get power to run the ma-
chines. But to get this power the extra load of tightening
strain must also be carried by the belt in question, other
belts which drive this one, and, last, the engine. The usual
rule of practice puts this tightening strain at 65 pounds per
inch of width for single belts and 85 pounds for double belts.
So a single 6-inch belt has not only its shop load to carry, but
almost 400 pounds of tension as well. A 12-inch double belt
would have over 1,000 pounds of this extra load, and the en-
gine has to carry the sum of all this on every belt in the mill.
It’s like putting a big stone on a horse’s back and then try-
ing to drive him to work.

This tension is the largest part of what is known as the
“friction load’” of a mill, and is a most important element in
the operative expenses of a mill. All these tight belts mean
high friction in bearings, requiring a large amount of lubrica-
tion to overcome; they often mean hot boxes, and they con-
stantly mean work on belts, breaking of lacings or the belt
itself, stoppages (often during busy hours) to take up belts,
shafting pulled out of line, and always short-lived belts.
Every man of practical mill experience knows these troubles,
and they are bound to follow in the train of tight belts.

The writer knows of a long series of trials which some of
the largest cotton mills of New England have been making
with a prominent oil company to cut down their friction load
by more perfect lubrication. I have seen a number of the re-
ports, and they have succeeded in reducing it from 12 to 20
per cent. They realize what a constant expense it is. An
eminent mill engineer is quoted as saying that the power
necessary to turn the shafting alone in eight of the best New
England mills varied from 22 to 30 per cent. of their engine
power. These were the best mills, not the worst. Machine
shop friction load runs higher; woodworking plants average
high, also. This friction load is a clear loss and tight belts
form its largest element.

It is all put up with simply because it has been necessary
to keep belts tight to overcome slipping. Now, if any man
finds something which will overcome slipping, and not injure
his belts in the doing, I look upon that man as very much in
the advance, and his slack belts are not a fad, but an indica-
tion that he is not using up a third of his power between his
engine and his machines; and, furthermore, every practical
engineer knows that the more contact a belt has on a pulley
the more power that belt can transmit. If you decrease the
point of contact to, say, one-eighth of the pulley circumfer-
ence, you wouldn’t get much power. So, if you increase it,
by the wrap which a slack running belt has, to two-thirds the
circumference of the pulley, you are bound to get more power
from that drive. D.

= ’
Machinery and Mill Equipment ' \I

LOOSE PULLEY.

We have a shavings exhauster driven by a cast iron pulley
on a countershaft. The pulley was babbitted on the counter
and is held in place by two setscrews. Some time since this
pulley worked loose and twisted around on shaft, scoring
shaft badly. I loosened the setscrews, but couldn’t move the
pulley one particle, though it had moved 1% inches out of
line of fan. = With a rope I tied the pulley to the hangers, and,
with a pipe wrench and pipe-extension handle, turned the
shaft back in the pulley. It required two men to turn the
shaft, but it finally turned. I drove hardwood wedges be-
tween the driving and driven pulleys to prevent the pulley
moving back again, nailing the wedges to the driven pulley.
Had there not been another pulley close to the cast iron one,
we should have had to take down the entire shaft and rebush-
ed the pulley. The best way to do, when the bore of pulley
is larger than shaft, is to use a cast iron bushing to fit bore
and keyed on shaft, or buy a new pulley or larger shaft. No
more babbit or setscrews for me. W. W.

PATCHING BAND SAWS.

I have been patching centre cracks successfully for a
number of years in this manner: Place the saw on ham-
mering bench and overhead brackets, put a block four inches
thick under saw at the crack, and apply two clamps on each
side, bending the saw as in dressing a braze. Now file
across the crack perfectly level until almost through the
blade. I always leave the place filed off about $4-inch wide,
which can be regulated by bending the saw and filing until
almost through. File square to end of crack, then bevel
back %§-inch, take out block and level saw, and there is a
perfect groove almost through the blade. Now take a strip
of saw blade one gauge thicker for patch, and file or grind
it to fit the groove and braze. If a little care is taken in
dressing down there will be a patch that will be hard to find.
I have used this method successfully for a number of years
for centre and edge cracks, and prefer it to any patch
machine I ever saw. I think the objection some filers have
to patching a crack is caused by a lack of proper care in
applying the patch or the manner of holding it. For an edge
crack I always make the patch long enough to bend to one
side and apply clamp, which will hold it perfectly solid; for
a centre crack I press the patch firmly in the groove and
hold it there with a thin strip of pine wood held by clamp.
As soon as the irons are applied the wood will burn up and
cause no inconvenience. J. W

—Man is a tool-using animal. He can use tools, can
devise tools; with these, granite mountains melt into light
dust before him; he kneads iron as if it were soft paste;
seas are his smooth highway, winds and fire his unwearying
steeds. Nowhere do you find him without tools; without
tools he is nothing, with tools he is all.—Thomas Carlyle.
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Woodworking News from all Canada

Readers of the ‘‘Canadian Woodworker’’ are cordially invited to forward to the Editor items of
interest to the trade, particularly those relating to the erection or extension
of woodworking establishments.

Arthur Sewell is erecting a sawmill at Gibson, N.B.
g, s ANEL
: M. W. White and Co. will erect a mill at Beaver Cove
this year. £ 55 e B E o
The Cooke Lumber Co. will erect a
“Nelson, B.C.

sawmill at

S, e, 17

The sawmills of McLachlin Bros. at Arnprior are now

running full blast.
* E » -

The Imperial Furniture Co.’s factory at Hull, Que., has

been burned down.
* O * * *

C: J. Moore, Victoria, B.C., will erect a sawmill  at
: Prince Rupert.
¢ X TR W
The Danville, Que., Lumber Company’s sawmill has been
burned down. Loss, $25,000.
®* % * *
Brown, McMillan & Calder will erect a sash and door
factory at Welland, Ont."
g N M T
/ The Wm. Scott Lumber Co.’s sawmill, near Fredericton,
N.B., was destroyed by fire. 3
* % % %
Tilton & Raymond’s steam shingle mill at Smith’s
Mills, Que., was totally destroyed by fire. S
T % R %

James Hamilton, the well-known carriage wheel manu-
facturer, Lindsay, died suddenly of heart trouble.
* * % x ; ;
Loftus Bros. are putting up a plant near Boundary
Falls, B.C., for the manufacture of fruit boxes.
b feey, B RS
The sawmill of F. D. Sadlier, Rowena, N.B., was

destroyed by fire at a loss of $5,000.
® % * *

Christie Hughes, an employee of the Shawville sawmill,

had a couple of fingers badly cut while operating a saw.
* % % %

W. T. Farrell is removing his large sawmill from False 3

Creek, near Vancouver, to the Capilano River, B.C.
L R St G

Taylor & Jamieson will rebuild their sawmill at Scots-

town, Que., on an extended scale.

* ® % *
’

The Renous Bridge Lumber Co.’s sawmill at Millerton,

N.B., has started operations again.
* * * *

The Kettle River Lumber Co. have put up a box mniill

at Grand Forks, B.C., for the manufacture of fruit boxes.
; * % * ¥

The Canadian Cooperage Co., of Galetta, Ont., have
started up their stave mill at Galetta and their hoop plant

! at Sand Point.
" * % ¥ *»

The North American Land and Lumber Co., Dubuque,
lowa, operating the Cedar Valley mill, Fernie, B.C., will
enlarge their plant.

J. D. Sinclair has sold his sawmill plant and timber

limits, including water rights, etc., at Roy, B.C., to David-

son, Ward & Co., Seattle, Wash.
®* ®R
D. McKackon’s entire planing and stave mill at High-
gate, Ont., has been destroyed by fire. Loss, about $10,000;
insured for $4,000.
[ SSGE S SR
Dumas & Grughel Bros., of Eganville, have purchased
the sash and door factory there, and are making some ex-
tensive improvements to the factory.
* 0 X *
Geo. Tennant has purchased the Bracebridge, Ont.,
Furniture Co.’s factory, and will convert it into a sawmill

and woodworking factory.
* * * *

The large sawmill at Bathurst, N.B., belonging to the
Bathurst Lumber Co., was destroyed by fire, including a
quantity of new machinery.

® #® * @

The Eastern British Columbia Lumber Co., Ltd.; Fernie,

B.C., is making extensions to the plant and completely over-

hauling the mill.
* ¥ * %

A. Cushing & Co.’s lumber mill business a Moncton,
N.B., is being turned into a joint stock company with a

capital of $350,000.
% % % %

The Fraser River Sawmills, Millside, B.C., are being
fitted with a new steel refuse burner, made by the Vancouver
Engineering - Works, Limited.

* * * ¥*

The timber limits, sawmill, etc., of the East Templeton

Lumber Co., Limited, East Templeton, Que., will' be sold

by public auction at Ottawa on September 15th next.

* X X %
Robert Watt, Toronto, will erect a planing mill and fac-
tory at the corner of Campbell Avenue and Tennyson

Avenue, Toronto, and establish a general lumber business
* % ¥ %

The Selkirk Saw and * Planing Mill, Warsaw, Ont.,
began operations for the first time on the 12th inst. The
planing department will start up in a few days.

* % % %

The Foley & Gardiner Manufacturing Co. have leased
a factory on Orillia Street, Toronto, for the manufacture of
meat and bandsaw filing and jointing machines.

* * % *

The Vancouver Sash and Door Factory has secured a
site from the C.P.R. for the erection of a new plant, and
plans for the building are now being prepared.

* * * »

An appeal was made to the High Court, Torento, to
have the sale of the Cornwall Furniture Co.’s factory and
plant to M. F. Beach declared irregular. The appeal was
made on behalf of some of the shareholders of the Company-
Settlement re the lien of the Bank of Montreal on the stock
of the Company for $10,000 was deferred until a later date.
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The factory, site, buildings and water power privileges
of the Canada Cabinet Co., Limited, Gananoque, Ont., will
be disposed of by public auction this month, the Company
being in liquidation.

[ BN SeR e

Efforts are being made to establish lodges of the
Brotherhood of Lumbermen at different points in the Ottawa
Valley, paiticularly where large sawmills are located. The
headquarters of the Brotherhood are at Pembroke.

L * * *

J. C. Seaman, of Wiarton, Ont., is negotiating for the
purchase of the Collingwood, Ont., Furniture Co.’s plant,
that concern having gone into liquidation some months ago.
He would begin operations at once.

(A, HNTT, RS

J. & D. Harquail’s lumber mill at Campbellton, N.B.,
has been totally destroyed by fire along with several houses
filled with lumber and large piles of sawn Ilumber. One
hundred men are thrown out of employment. The insurance

amounts to $34,400.
- * * *

The Pigeon River (B.C.) Saw Mills are now again in
operation after a shutdown of some months. A large amount
of new machinery has been installed and all of the ma-
chinery been overhauled and made as efficient as new,
increasing the capacity of the plant from 200,000 to 225,000
feet.

* % %X *

The Canadian Manufacturers’ Association has received
an enquiry for collapsible furniture and canoes for the export
trade on the West African coast. The enquirer is Henry G.

Halin, 19 Pelzerstrasse, Hamburg, Germany.
5 % X X »

William Henderson, employed in the Canada, Furniture
Co.’s factory at Seaforth, Ont., was carrying a board in the
factory, when one end of it caught in a belt, causing the
other end to strike him violently in the face, giving him
a bad cut across the cheek. )

b S * *

Albert Hindle, eighteen years of age, employed in
Curran Bros.” portable sawmill at Singhampton, Ont., under-
took to free a saw which had jammed in a big log. The
saw started and Hindle’s right arm was almost severed from
the body, a couple of ribs were cut through, and the skull
cut into by the saw.

= * * *

W. A. Caton is organizing in Danville, P.Q., a company
called the Danville Furniture Co., with an authorized capital
of $100,000. The citizens of that place will shortly vote on
a by-law to loan the Company $25,000. The factory is to
be in operation within twelve months, and must employ at
least twenty-five hands within a year and seventy-five after

the third year.
LIS NS TR

M. J. Scanlon, of the Scanlon-Brooks . Lumber 607,
Minneapolis, the largest individual lumber operator in the
United States next to Weyerhauser, has closed a’deal in
Vancouver for the purchase of forty-seven limits in the Har-
rison Lake district. He is paying $s520,000 for the timber.
Next year he ‘will consfruct two mills, one at Harrison and
one at Vancouver, to jointly cut 350,000 feet of lumber per

day, and to cost $750,000 ‘for the plants.
® % * *

We regret to hear of the accident to Robert MacGregor,

senior member of the well-known machinery manufacturing
firm of MacGregor, Gourlay Co, Limited, Galt, Ont. Mr.
MacGregor, in co-rnpax'ly\ with Hon. James  Young, was
driving to a funeral when the horse shied at a load
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of hay, throwing Mr. MacGregor out. He alighted rather
heavily, and struck his head against a tree. At last reports
the patient was resting easily, and it is hoped his recovery

will be soon.
* * * *

D. Van Wagener, of London, Eng., and J. G. Fitch, of
Los Angeles, Cal., have completed a timber deal involving
250,000,000 feet of lumber, comprising cedar, fir, hemlock
and spruce, on a site four miles from Vancouver, B.C.,
being on Manquim Creek, on the Squamish Valley, and will
build three large mills. One of the sellers is J. McShane,
of Vancouver. The new plant will be erected on the limit,
and the raw lumber will be conveyed in flumes. Trade will
be opened up with the Orient and Australia, and the cyprus
cut will be shipped direct to California.

— oo —

NEW COMPANIES.

Vanccuver
Capital, $10,000.

Victeria Tie and Timber Co., Limited, Victoria, B.C.—
Capital, $10,000.

Lippert Furniture Co., Limited, Berlin, ont.—Capital,
$100,000. G. F. Lippert, Berlin.

Valley Timber Company, Limited, Vancouver, B.C.—
Capital, $25,000. G. F. Gibson.

Western Lumber Co., Limited, Fernie, B.C.—Capital,
$50,000. R. W. Wood. ;
Watkins Logging and GCeneral Contract Co., Limited,
Vanceuver, B.C.—Capital, $100,000.

Terminal Lumber and Shingle Co., Limited, Vancouver,
B.C.—Capital, $100,000. T. F. Paterson.

Wilson Logging and Timber Co., Limited.—Capital,
$50,000. P. A. Wilson, 45 Davis Chambers, Vancouver, B.C.

River Valley Lumber Co., Limited, Oronocto, N.B.—
Capital, $24,000. Robt. B. Smith, Central Blissville, N.B.

Pennsylvania Lumber and Mineral Co., Limited, To-
ronte, Ont.—Capital, $100,000. J. F. Ancona, of Reading,
Penn.

Malcoim Lumber Co.,

Island Logging and Mill Co., Limited.

Limited, Vancouver.—Capital,

$500,000. To carry on a sawmill and deal in wood of all
kinds

Sanderson Moore Lumber Co., Limited, Vancouver,
B.C.—To carry on a lumber and woodworking “business.

Capital, $100,000.

Hurdman Lumber Co., Limited, Ottawa.—Capital,
$20,000. To carry on a lumber business, make furniture,
etc. G/ J. :Hurdman, Ottawa.

W. T. Clover Manufacturing Co., Limited, Burlington,
Ont.—Capital, $20,000. To make baskets, boxes, crates,
barrels and veneer. E.-W. Lewis of Burlington, and W. T.
Glover, of Nelson, Ont.

Westholme Lumber Co., Limited.—Capital, $25,000. To
take over the lumber manufacturing business of Frank,
Lloyd, Westholme, Vancouver. Chas. D. McNab, of Cran-
brook, B.C.

Heolton Lumber Co., Limited, Belleville, Ont.—Capital,
$40,000.  To manufacture -and deal in builders’ materials,
boxes, sash, doors, windows, étc. Sir Mackenzie Bowell
and G. H. Holton, of Belleville.

Scotland Box and Manufacturing Co., Limited, Oak-
land, Ont.—Capital, $40,000. To make crates, caskets,
boxes, hay-racks, washing machinery, wheelbarrows, etc.

J. E. Elliott and W. E Stuart, Oakland, Ont.
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The Talge
Mahogany Co.

Tahasco
Mahogany

Indianapolis, Indiana, U.S.A.

For Sale —! umber and Veneers

225000
430,000
73,000
24,060
60,000
38,000
87,000
312,000
71,000
93,000
138,000
286,000 ft.
23,000 ft.

RICE

. Bird’s Eye Veneers.
Mahogany Veneers.

. Mahogany Crotch Veneers.
Cedar Crotch Veneers.

Long Figd. Walnut Veneers.
. Figd. Walnut Butt Veneers,
Curly Birch Veneers.

Qtd. Sawn Oak Veneers,

. OQtd. Sliced Oak Veneers,-

. Circassian Walnut Veneers.
Cuban Mahogany 1 in. to 4 in.
Afr. & Mex. Mahog. 1 in. to 4 in.
Circassian Walnut 1 in. to 3 in,

VENEER & LUMBER CO.
Grand Rapids, Mich.

MAPLE LLEAF

StitcHep CottoN Duck

BELTING

Dominion BELTING Co.LiTD
HaMiLToN CANADA

ra

For Sale - Second~hand List
Coe, Extra Heavy, 52 inch Knife, 52 inch
Swing, Veneer Lathe.
1 Coe, inch Knife, 32 inch Swing, Back
Roll, Veneer Lathe.
Coe, 52 inch Knife, 42 inch Swing, Veneer
Lathe,
Coe, 48 inch Knife, light pattern, Veneer
Lathe,
Grand Rapids 88 inch Knffe, Veneer Lathe,
Pony, Veneer Lathe, 10 inch Knife.
Sawn Hoop Machine.
MERRITT MFG. CO.
Lockport, N.Y.

-

—

—

Position Wanted.

A First-Class Spindle Carver wants
position at once. Has had six years
experience and is capable of doing any
kind of work on the spindle Machine.

ORSON GASHMEIER,
Box 3, Bridgeport, Ont.

| CEDAR FOR LEAD PENCILS.

Red cedar has a soft, straight grain,
land when grown under best conditions
is very free from defects. Because of
its peculiar qualities no equally good
substitute for it has ever been found,
and it is doubtful if any other wood-
using industry is so dependent upon a
single species as the pencil industry is
dependent upon red cedar. In fact, red
cedar suitable for pencil manufacture
is the only wood the price of which is
always quoted by the pound.

The lead pencil is one of the most
common articles in everyday use, and
nearly 320,000,000 pencils are manufac-
tured in the United States every year.
To manufacture these millions of
pencils there are required 110,000 toms,
or 7,300,000 cubic feet of wood, so that
i each day in the year 300 tons, or 20,000
" cubic feet of wood are used for pencils.
Since practically all of the wood is red
cedar, and since the pencil industry is
steadily growing, the supply of red
cedar is greatly depleted; yet no sub-
stitute has been found for it. Leaving
out of consideration the imported
pencils, the average educated American
over ten years of age uses six pencils
of home manufacture each year. Ten
years ago he used less than five.

Strange as it may seem, no steps
have heretofore been taken to provide
for a future supply of red cedar. This
has been largely due to a lack of in-
formation on the rate of growth and
the habits of the tree, and to the wide-
spread belief that red
cedar never reaches merchantable size.

In accordance with its policy toward
the conservation and economic
commercial woods the Forest Service
has made a careful study of red cedar,
and has come to the conclusion that it
can profitably ‘be grown in regions of
its development. Several changes are
recommended in present forest manage-
ment in order to secure the desired
growth. In the Southern forests the
cedar will have to be given a better

second-growth

use of
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chance instead of being considered,- as
now, a negligible quantity in its
younger stages, and many of the forest-
grown trees which are now cut for
fence posts can profitably be left to
attain their full development, and thus
become available for pencil wood.

ESTABLISHED 1849

BRADSTREET’'S

Offices throughout the civilized
world
Executive Offices, 346 and 348 Broadway
New Yokrk City, U.S.A.

THE BRADSTREET COMPANY gathers informati,
reflects the financial condition gnd the <:cmtr::ltlli?1:r tlcliarE
cumstances of every seeker of mercantile credit. Its
business may be difined as of the merchants, by the
merchants, for the merchants. In procuring, verifying
promulgating information, no effort is spared, and no
reasonable expense considered too great, that the re-
sults may justify its claim as an authority on all mat-
ters affecting commercia] affairs and mercantile credit*
Its offices and connections have steadily extended, and
it furnishes information concerning mercantile persons
throughout the civilized world.

Subscriptions are based on the service furnished, and
are available only by reputable wholesale, jobbing and
maunufacturing concerns, and by responsible and worthy
financial, fiduciary and business corporations. Specific
terms may be obtained by addressing the Company at
any of its offices.

Correspondence Invited

Orrices IN CANADA

Montreal, Que.
Ottawa, Ont.
Quebec, Que.
St. John, N.B.

Toronto, Ont.
Vancouver, B,C.
Winnipeg, Man.

Calgary, Alta.
Halifax, N.S.
Hamilton, Ont.
London, Ont.

THOMAS C. IRVING

General Manager, Western Canada
Toronto, - - - - Ontario.
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D. G. COURTNEY

M-ANUEACTURER

| Yellow Poplar, Qak, [ow

Railroad Coop-

mmees|  Chestnut @ Basswood | eree

CHARLESTON, WEST VIRGINIA
AND TOLEDO, OHIO.

Modern Mills and Perfect Manufacture

We make a specialty of getting out high grade Soft West Virginia Panel Poplar, and are
in position to ship either straight or mixed cars of lumber. We also get out a Sound
Wormy grade of -Chestnut, suitable for veneer purposes. We will load cars to suit the
requirements of our customers. We seek the trade of woodworking factories who want a
dependable lumber supply and fair treatment.

Write us for Prices on Chestnut—all grades.

C. €. MENGEL & BRO. CO.

INGCORPORATED

LOUISVILLE, KY., U. S. A.

MAHOGANY LUMBER

AND

VENEERS

LIMITS AND LOGGING CAMPS IN WEST AFRICA, MEXICO,
AND BRITISH HONDURAS
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DEFIANCE LINE OF wWO00OD WORKING MACHINERY

Write us for our 1908 Catalogue illustrating
all of our latest improved machines, designed
for planing mills, wagon makers, contractors
and pattern shops.

We make a specialty of the following
machines: Band Saws, Saw Tables, Swing
Saws, Jointers, Planers, Turning Lathes,
and Variety Wood Workers.

' OUR CATALOGUE IS FREE

The] Sldney Tool Co., Sidney, Ohio, U.S. A

When you Buy

VENEER MACHINERY

Be sure and buy the Best and that means

MERRITT of LOCHPORT

MERRITT has spent years perfecting the tools they make
and their line of VENEER MACHINERY, CRATE arnd
BASKET machinery is conceded to be about perfect. They
embody a long line of good points and any one who is inves-

tigating this particular kind should look into these without fail

May we send you our catalogue?

IMERRITT MFG. CO., LOCKPORT, N.Y.

New “YANKEE” Tools

Have all the virtues of our other lines.
Send for TOOL BOOK telling all
about them—it's FREE
North Bros. Mfg. Go.

Philadelphia
Pa.

Refined

PARAFFINE WAX

FOR COATING BARRELS OR ANY WOODEN PACKAGE

WAVERLY OIL WORAS

INDEPENDENT OIL REFINERS
PITTSBURG, PA., U.S.A.
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OUR SPECIALTY

Bird's E.yeMaple

ALSO

ROTARY CUT and SAWED MAPLE

MAHOGANY, WALNUT, QUARTERED OAK and FIGURED WOODS

Prompt shipments

HENRY S. HOLDEN VENEER COMPANY.

Let us sample you.

GRAND RAPIDS, Mich., U. S. A.

SLICED MAHOGANY

1/300 - 458,000 ft.

1/28 - 67,000 ¢
1/24 - 5,000 *
120" - 43,000 **

Crotches 70,000 ¢

ALL, CUT IN OUR MILLS.

AND READY FOR QUICK SHIPMENT.

MARKLEY & MILLER,

SAWN MAHOGANY

1/20¢ - 35,000 ft.
1/16” - 10,000 *¢
18 - 27,000 ¢
3/16* - 10,000 *
1/4 - 3,000 *

IN CHICAGO WAREHOUSE
WRITE FOR PRICES

CHICAGO

Rotary-Cut Birch,

Dimension- Cut Red Gum,
Indiana Quarter-Sawed Oak

Local and Carload Shipments.

J. J. NARTZIK,

Warehouse at Clybourne, Racine and Maud Avenue,
Office at 1413 North Campbell Avenue,

CHICAGO, ILL.

If you are inter-
ested iz
LATHES,
SANDERS,
BORING and
CHUCKING
MACHINES,
RIP SAWS,
etc.

Write to

We make LATHES for The OBER MFG co

turning Handles, Spokes
it et A P 28 Bell St., Chagrin Falls, 0., U.S.A.

Catalogue free.

SAND PAPER

FLINT PAPER FLINTCLOTH
GARNET PAPER GARNETCLOTH
EMERY PAPER EMERY CLOTH
ALUNDUMPAPER ALUNDUMCLOTH

IN REAMS AND ROLLS

Our goods are the recognized standard

quality, surpassing all others in durability

and perfection of manufacture. In useevery-

where. Samples and prices sent immediately
on request.

THE ARMOUR SAND PAPER WORKS

205 La Salle Street, CHICAGO

—— STORES —

211 Pear] Street, New York 128 North Delaware Ave., Philadelphia
49 Purchase St., Boston, Mass. 216 North Main St., St. Louis, Mo.
423 Montgomery Block, San Francisco, Cal.

Armour & Co., Ltd., Holborn Viaduct, London, England.
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DO A% HUNDRED@ OF OTHERS DO

@ If you are having trouble aboutthe disposal of your dust
A and shavings use

"MAHONY'S” IMPROVED DUST
COLLECTING & SHAVINGS SYSTEMS.

Especially designed for handling all classes of finely
divided material such as shavings, chips, saw dust, etc.
Our dust collector is constructed of the very best heavy
galvanized steel, and is guaranteed to accomplish its
work without back pressure. Will do the work for
which it is designed in a first-class, practical manner.

Collecting

Systems.
I have had several years’ experience with the best

firms manufacturing these specialties in the United
States, and can save you money. Personal supervision
given to all contracts.

0il Filters.

Exhaust Heads.

Ventilators @c. A‘ MAHONY’

505 KING ST. WEST, TORONTO

Phout iviain 4095.

Balata Belting

GUARANTEED the Best for SAW MILLS
SHINGLE MILLS. PLANING MILLS,
FURNITURE FACTORIES, and for all
exposed- situations. We stock all sizes
and make an Endless Belt in Two Days in
our own Factory.

D. K. McLAREN,

LIMITED
Montreal, - Toronto, - Quebec, - St, John, N.B., - Vancouver, B.C.

A DS R

R st
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SOFT YELLUW POPLAR

We carry at Cincinnati a very large
stock of this wood especially selected for

PLANING MILLS, COACH, CARRIAGE,
AUTOMOBILE, SLEIGH MANUFACTURERS.

Furniture-Interior Finish.

g and 1linch selected stock, 18 inch and up, 24 inch and up and
30 inch and up wide. We have 100,000 feet Prime, Soft 1 inch
Yellow Poplar 18 inch and up wide, and 250,000 feet same stock
12 inch and up wide.

RED
QUARTERED UAK ~
WHITE

Figured Mahogany, Ash, Walnut, Cherry. 4 sizes second
growth White Oak Wagon Poles, SAWED TAPERING, alwayslin stock.

RED

PLAIN

WHITE

MixeEp CARLOTS A SPECIALTY.

Chas. F. Shiels @ Co.

Assembling Yards and Offices.

Cor. GEST STREET, McLEAN AVENUE & COURT STREET.
CINCINNATI, OHIO, U.S.A.

=

SUMMER OUTINGS

1000 ISLANDS, RAPIDS ST. LAWRENCE, MONTREAL,
QUAINT QUEBEC (celebrating Ter Centenary this summer)
and the WORLD FAMOUS SAGUENAY RIVER

VIA THE

RICHELIEU & ONTARIO
NAVIGATION COMPANY.

For illustrated booklet ** Niagara to the Sea '’ send 6 cents in

postage to
THOS. HENRY, H, ROSTER CHAFFEE
Traffic Manager, AGPA.
MONTREAL. TORONTO.
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L. G. McKNIGHT & Son Co.

Largest manufacturers of Chair
Machinery in the world.

Special machinery for piano,
cabinet and turniture factories.
Rubbing and polishing machines
for finishing chairsand furniture.
Nineteen different styles of single
and multiple boring machines
from one to fifteen spindles, with
H spread up to and including 49<
Manufacturers of McKnight's
patented automatic screw driver,
twenty standard machines for
sanding and finishing stock.
Manufacturers of McKnight's
[ patented adzing machine that
shapes two thousand saddle
wood seats per day of ten hours,
four times as man as any other
machine on the market. Thirty
years’ experience in manufactur-
ing machinery is sufficient
guarantee that above statements
are correct.

Write for photographs,
prices, etc.

L. G. McKNIGHT & Son Co.
Gardner, Mass.  Thomasville N.C,
Canadian Representatives

The A, R. Williams Machinery Co.,

Limited
TORONTO.

4

s— T

Adaped to all kinds of Woodwork, Car-
pentery and Building.

CEMENT BLOCK MAKERS, CEMENT WORK, ETC.

Ask for Catalogue No. 142,

BATAVIA CLAMP COMPANY

78 CENTRE STREET, BATAVIA, N, Y

j. A. DeCEW

CHEMICAL ENGINEER.

Wood Distillation. Utilization of
Chemical Pulp. Waste Woods.

LUBRICATION ANALYSES,—REPORTS.
Canadian Express Building.
Montreal.
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Wood Working Machinery

TWO SPINDLE VARIETY MOULDER

DOUBLE SURFACE PLANER TRIPLE DRUM SANDER

wOOD WORKING MACHINERY

with the Latest Labor-savxng Devices. Distinctive Features
that Provide for a Greater Capacity in a Shorter Time

The CANADIAN FAIRBANKS CO., Limited

MONTREAL TORONTO  ST. JOHN leNNlPEG. CALGARY VANCOUVER

T A Y
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