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A Letter From David
Spring is upon us, bringing a new season of invigoration. Although the winter was long and harsh keeping
some out of their poorly heated shops, many of you devoted long hours to the rose engine. I’ve seen the
confidence of our group increase, leading to more success, leading to more output. This is more encouraging
than I can say; keep up the good work and keep sending me pictures.
Last fall we had a fantastic meeting of owners at John Harm’s shop near Columbus. While the details are laid
out below I want to offer a special thanks to John and his mother Kathy for opening John’s perfectly suited
shop and providing the food, that set the bar extremely high for future meetings. I think we all left a few
pounds heavier. Thanks to Mike and Diana Stacey for opening Columbus Machine Works and helping
organize activities that were outside of the meeting itself. We’d have been lost without Diana’s assistance to
choose a good hotel and places to eat. I also want to thank Al Collins for coming. His presence left an
impression on all who spent time with him and got to pick his brain a bit. Not only did he liberally give of his
vast OT knowledge, but his personality added positively to the mix. It was simply a pleasure having him there.
While learning is the primary reason for these meetings, through the years I’ve seen personal relationships
fostered through them that have catapulted learning beyond what any of us could have accomplished on our
own. In my mind these relationships are the most important aspect of these meetings. Those of you who
haven’t attended them have no idea what you’re missing.
While we continue to move forward with tool development and the writing of new instructional documents, the
pace has slowed somewhat this past year. I’m resolved to rectify that in 2014 and finish some of the tools
we’ve had in process. As your command of the machine and the presently available tooling increases, the
expanded repertoire that the additional tooling can offer is becoming more and more important. I’m often
frustrated with the pace at which we accomplish these tasks, but when I reflect and realize what we’ve done in
the past year I’m amazed.
Several of you have conquered the initial frustrations that come with making pens. The new mandrels jhave
helped immensely. You’ve developed a better understanding of the relationship of rosette and rubber
combinations and the importance of precision in the equation of your set ups. If anything demonstrates the
need for accuracy it’s making pens.
I’ve also seen some of you go from complete frustration with the curvilinear slide to unequivocal success, and
with this success comes just a small glimpse of the possibilities that lie ahead with the curvilinear slide. We’re
only limited by our imagination and our skill, and with the conquering of more and more skills our
imaginations are expanded. I can’t wait to see what you’ll do next.
I’m hoping you’re all setting aside the time on your calendar to attend the OTI Symposium this Oct. 2-5. The
format has expanded to include informal demonstrations on Thursday, and the roster of speakers includes some
of the best talent in our field. There will also be demos between the lectures that will aid in our understanding.
In addition to the OTI Symposium we are fortunate to have a room at the AAW Symposium. We’ll have 4
official OT demos and AAW has placed Bill Ooms demos on wood turning with the mini metal lathe in
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the same room. This gives us the room around the scheduled demos so we’ll have the room from Friday
through Sunday morning for OT. This is more appreciated than I can say, and I’d encourage you all to attend
and to offer a word of thanks to those in the AAW who made this possible.
It’s my hope that in the summer months I can organize a meeting at my house. Like the recent gathering in
Chicago the meeting will be relatively impromptu and likely not set up more than a month in advance. My
schedule irregularities this year prevent the possibility of long, advance notice. We’ll see how it works out, but
I’m thinking it will be in early July. Let me know if you’re interested. Speaking of Chicago, many thanks to
the Chicago Woodturner’s Association for officially sanctioning our gathering, opening up their demo space at
Normac that graciously grants part of their warehouse space to them, and also extending the invitation broadly
to all.
As always I have to offer a special thanks to John Tarpley for putting this together. Most often he has the
newsletter arranged and largely edited while waiting patiently on my contributions. As time goes by I hear
more and more references from you to a specific newsletter article or a question generated from one. At the
same time I more often refer you to an article as an answer to a question you raise for me. John’s contribution
in this regard cannot be understated. That said, John can’t do it alone. Thanks goes as well to those of you
who’ve contributed articles and blurbs. Everything is a help. Please think of something you could contribute.
We’re always looking for things to fill the pages. Sometimes even the expression of a simple idea can save the
next guy days of ruminating over a problem, often on an almost entirely different application. With the help of
many the benefits will multiply for all.
As always we hope you enjoy the newsletter. There is a myriad of information on a base of subjects on top of
the general news, and we hope you enjoy reading it as much as we enjoy presenting it.
Regards,
David

ER 16 Drilling Frame Service Update
Kick Out Screw
The ER 16 drilling frame has been relatively popular since its
introduction judged not only by the number of sales, but also by the
amount of use. A collet holder “Made in USA” model by Craftsman was
chosen because of the quality and because there is a “kick out” screw in
the back of the collet. This screw is used to eject a stuck cutter in the
unlikely event that the collar is improperly installed. In the first frames
delivered we did not remove this screw since there was no foreseen
impediment in retaining it. After using Jon Spenser’s 3" angular drills,
we’ve found it is easy to bump the tip into the screw. Therefore, we’re
recommending removal of the screw for normal operation. We also
suggest that you retain the screw in case it’s needed.
The screw is removed with a long 1/8" hex key. The screw is left
handed and must be removed through the back by turning it in the
opposite direction than for a regular screw.

ER 16 Drilling Frame with a long 1/8"
Allen wrench

ER 16 Drilling Frame with the Allen
wrench inserted for kick out screw removal
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In Memorium
Rick Kotschessa
On October 27, 2013, the ornamental turning community and the
Lindow Machine Works family lost a good friend. Though not directly
involved in OT as a hobby, for several years Richard (Rick) Kotschessa
played a vital role in the development and production of equipment,
rebuilding over 50 Hardinge slide rests which are used regularly by
many of us.
Although he lived about 1 ½ hours away from LMW, Rick who was
born in Dunmore, PA which is about 20 miles from LMW had
numerous relatives throughout the neighborhood and the general area.
Rick considered this area his ancestral home. His involvement with
LMW and Hartwigs Clock Co. is a story worth telling, and the story
cannot be told without inclusion of how he got here.
Rick entered the tool trade at age 15 in a high school program at
Liberty HS where he graduated in Vo-Tech with the highest grade
Rick Kotschessa
point average that year where he made an impressive high school
Senior Project. His wife says, “My
apron from Home Economics no longer impresses me.” He came by
his skill naturally since his father was a tool and mold maker for
General Electric. After completing high school Rick entered an
apprenticeship as a tool maker. Years later he would obtain an
associate’s degree in Manufacturing Engineering. He always took an
academic approach to whatever subject he chose to tackle
researching the topic to obtain a nearly exhaustive knowledge of it.
During his career he worked in many different places in many
different capacities. He was involved in revolutionizing the contact
lens manufacturing process through mold making. He set up quality
control labs for super precision that made measurements to the
millionths of an inch. Such measurements require strict
environmental controls. Rick worked in race car shops and machine
shops and held management positions in several shops.
He was always extremely active. He was involved in myriad hobbies
of which he commanded a considerable academic grasp, and he also Rick’s High School Vo-Tech Senior
Project
volunteered at several organizations. He was a very active member
of his local underwater recovery dive unit where he served for many
years in a leadership capacity. From fly fishing to growing bonsai trees there was little that escaped
Rick’s interest. Perhaps his biggest interest was horology which is how he found his way to LMW. He
was a member of the National Society of Watch and Clock Collectors being very actively involved in
local Chapter #76 as a member and officer. He was also involved with the American Watch and Clock
Institute. He was past president of the Lehigh Valley Plastics Engineers and was a member of the
Society of Manufacturing Engineers.
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Rick was introduced to me and the shop through a mutual friend and clock collector that he met at a
local clock meeting. Shortly after this introduction Rick was downsized from the factory where he
worked as a tool maker and was seeking employment. Armed with a resume (something no other
prospective employee ever had) that was almost a ½" thick and wearing a jacket and tie, Rick
approached me looking for work. Since at the moment I was not planning to employ anyone and was
actively trying not to have employees, I tried my best to dissuade him from the idea but his desire to
be here was irrepressible. Realizing that he was going to be driving 1 ½ hours each direction for a job
that was going to pay about $8 per hour less than what he formerly made; I pointed out that my shop
was small, cluttered, occupied by worn out machines, generally disorganized, staffed by my children,
and undercapitalized. He retorted that he’d worked in both large and small shops and quite preferred
small ones, he didn’t mind clutter (as testified by his wife), could fix machinery, had worked in
management and could help organize the business, would like the opportunity to help the young learn,
and the added capacity would help with the undercapitalization. He also had a summer home in the
area so the commute could be reduced to a couple of times per week. I couldn’t turn such optimism
away. He started work in the summer of 2007 just as we were in the midst of delivering our first run
of rose engines and were poised to develop tooling. Not only was Rick at home in the area being
surrounded by relatives and childhood memories, but he was like a fish in water in the shop.
Although Rick came to the shop with an interest in clocks, much of the production work on clocks
seemed to be beneath his station. We were getting more and more deeply involved with ornamental
turning equipment so his energy was put mostly toward building and rebuilding this equipment. His
biggest contribution was rebuilding the Hardinge slides. With vast experience in grinding Rick made
the surface grinder sing. Although we have always had a surface grinder, none of us had much
experience with it. He taught us a lot. He also developed the jigs and fixtures needed for the process of
grinding and scraping the slides. Although he’d never done the job before it was obvious that his vast
interest and aforementioned exhaustive knowledge in all aspects of machine work came in very handy
and made conquering this new task a sure success. There were few things developed and built for the
LRE that did not have his hand involved on some level.
Through our influence in wood turning Rick also turned pens, bottle stoppers, and other items which
he sold at the store Just Around the Corner in Easton, PA, as well as at the venue Artists in the Alley
where he gave demonstrations. It appears that we set him on a path toward yet another hobby or
distraction which he embraced readily demonstrated by the many Saturdays he spent doing demos.
Rick’s love for the whole machine trade and shop, and this shop specifically, was obvious. I’m sure he
had opportunities at scores of shops where conditions were better and pay was greater, but he knew
and understood that here we were doing something quite special. He took pride in being involved in it
and making a contribution to it even though I likely drove him nuts with the “hack and slash” methods
I carried over from my training in clocks.
Unusual for tool makers and machinists, Rick was an easy going person that showed kindness toward
all without prejudice. He was full of humor and had a most positive disposition while acknowledging
the obvious hardships of the world which his indomitable personality always seemed to conquer. He
exuded all this till the end. He was taken from us far too early in an illness that took him all too fast,
though thankfully his suffering was short.
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Owners Fall Meeting
On October 17-19, the fall 2013 Lindow Rose Engine Owners Meeting was held in Columbus, Ohio with an
attendance of 22 owners. We had six Lindow Rose Engines and two Jet mini lathes available for use. It was a
wonderful weekend of learning, sharing, good food, and fellowship. Since Columbus will be the site of the
next OTI symposium, we were able to get a preview of the area.
For those who were able to arrive before the meeting the weekend began with a Thursday afternoon tour of
Columbus Machine Works owned by Mike and Diana Stacey. They also opened the business again on
Saturday evening for anyone who could not visit on Thursday. Mike helps design, test, and make many of the
components for the LRE as part of his thriving machine business doing custom machining, weldments and
fabrication, and custom project development. If you didn’t get to visit the shop it is well worth taking the
photographic tour on their Website at http://www.columbusmachine.com/index.htm. He has over eighty
machines in his shop and sixteen employees. Mike is also one of the owners and builders of the MADE lathe
and his lathe, that was birthed that day, was operating for us to see. The only problem with the lathe was that
Mike had to be careful to clean the lathe as we stood there drooling over it.
On Friday and Saturday, John Harm, ably assisted by his Mother, Kathy, hosted the meeting in his spacious
shop at his home in Groveport just outside Columbus. John works as an engineer for Mike Stacey at CMW.
John was a gracious and generous host. Kathy provided refreshments, coffee, and delicious food throughout
the weekend. They both made us feel most welcome and were a big part of the success of the weekend.
Seven wives were able to attend. During Friday they enjoyed shopping and exploring the Columbus area. One
group of ladies traveled to nearby Circleville, Ohio for their Pumpkin Festival. On Friday evening they were
invited to join us for a barbeque rib dinner prepared by John and Kathy. On Saturday Diana Stacey organized a
tour for the ladies of the Franklin Park
Conservatory where they were able to see
thousands of plants and flowers along with an
exhibit of Chihuly Glass. We appreciate Mike
and Diana’s time and hospitality to help make
everyone feel welcome and enjoy a good time.
David is always a great teacher, but this
weekend was a little different, because we had
three great teachers, the information we were
able to share with each other, and multiple
demos going much of the time. Al Collins,
another MADE lathe owner and designer, well
known for his single tool work, was able to
attend and help with the instruction. Peter
Gerstel, a LRE owner, also taught sessions on
making a triple finial and using a laser to
David was so busy during the weekend that
properly layout and cut patterns on the inside
we had to clone him so that he could share
of a bowl. I hope that in the future when the
opportunity presents itself for an owners
all the information he had for us.
meeting, you will be able to attend. It is one of
the best and quickest ways to advance your
rose engine turning skills. Perhaps the best
way to share the weekend is to share some photos and descriptions.
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Ed. Note: I want to thank Charles Waggoner for supplying photos and information for this article. With so much going on it was
very difficult for one person to cover everything. Charles’ contributions made this article much more informative.

Newest MADE Lathe

We were fortunate enough to see the first items to come from Mike’s MADE lathe which had been birthed
that day and is located in a spacious room at Columbus Machine Works. Like all of the MADE lathes it is a
beautiful piece of functional engineering and craftsmanship.
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Columbus Machine Works

A

B

C

D

Mike Stacey graciously opened
Columbus Machine Works for a
tour. Mike has a wonderful shop
and has made several
contributions to the MADE and
Lindow RE. I highly recommend
you follow the link to his Website
at the beginning of this article and
take the virtual tour.
Photo A shows base plates for the
LCA in various stages of
machining. Photo B shows parts
that we all recognize. Photos C
and D show some of the tooling in
the his 10,000 square foot shop.

John Harm’s Shop

John Harm hosted our weekend at his spacious shop at his home. The
shop is a steel frame building with a 20 foot peak. John utilizes the
space both horizontally and vertically. After the meeting I realized I
didn’t get any photos of John because he was in perpetual motion
making sure we were comfortable and helping provide any additional
tools or equipment needed for a successful weekend. As you can see
John has a lot of equipment and he graciously moved many machines
aside so that we could have space for 6 Lindow Rose Engines and 2 Jet
mini lathes. The left middle photo shows one of the tables of RE
goodies available for use during the weekend. Several owners
generously brought lathes and accessories to make the weekend
possible.
As a perfect end to the first day the spouses were invited to join us for a
meal of John’s barbequed ribs and other goodies lovingly prepared by
John and his charming Mother, Kathy. We were even treated to a
beautiful full moon rising over the countryside surrounding John’s
home.
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John has a Field Rose Engine. As
you can see it is becoming
somewhat of a hybrid now using
both original Field parts and
Lindow Rose Engine parts.

Handle Project

1. The procedure starts with fitting
the Hardinge Mount and the LCA
on the mini-lathe.

The Lindow Curvilinear Apparatus has made possible an amazing
number of new projects which were much more difficult to make
without it. A simple, but interesting, project that illustrated this is
making and then decorating a handle.

2. With a blank and the LCA mounted
the LCA can be hand cranked to
rough the shape of the handle.

When making templates
from plastic use
polycarbonate rather than
acrylic. Acrylic tends to
crack. Be sure to make the
follower surface of the
template as smooth as
possible. It is also a good
idea to apply oil to this
surface in use.

3. To make this handle more graceful the
difference between the concave and convex
portions of the template was exaggerated. To
do this elongated or slotted holes are made in
the template so it can be angled on the pattern
bar as shown in photo 3A. The arrows show
B
that the template is touching the ways at the
upper arrow and in from the ways at the
A
lower arrow. The multiple positioning holes allow the template to be placed as
needed on the pattern bar. Photo 3B shows the 1.5" follower (or touch) used to follow the template. The larger
diameter touch rather than a point touch also exaggerates the differences in the template.
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5. The handle continues to be shaped by cutting downhill and
moving the tool to each area where wood needs to be removed.
4. This is the cutter used on the
mini-lathe. The tool holder is a
forerunner of a more refined holder
that will soon be available.

7. It was decided to decorate this
handle with fluting so the piece was
transferred to the RE fitted with the
LCA using a duplicate template and
touch both setup the same way as
the mini-lathe. Note that the LCA is
driven by the slow speed drive
making it possible to start the lathe
and let it cut on its own.

6. Once the handle has been
shaped, a final light cleaning
pass is made to leave the surface
as clean as possible. At this
point you can sand as needed.

8. The flutes were cut using an 8
bump rosette to index the cuts using
the Universal Cutting Frame in the
vertical position. Also, decorative
beads were cut without rocking.

9. As the fluting proceeds the
handle begins to take its final
form.

10. To finish the handle end a “flower” was cut on the tip to produce a
finished surface. A simple indent could also be cut without using a rosette.
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Pen Turning
In the last issue of the LREN (V4N2) there was a detailed project article
using the new pen mandrels and the straightline chuck to produce various
patterns on pen blanks. We put that article into practice during the
weekend. There are several critical steps for this work and perhaps the
most critical is the initial setup and alignment. If this step is incorrect
then all the subsequent work will not give the desired results no matter
how accurately they are performed.
Another critical point is developing a system that works to keep up with
the various steps of the pattern so that you do not become confused and
miss or duplicate steps.

C

A

B

Once the pen mandrel and the straightline chuck have been setup
and aligned, the pen can be cut with the tool and pattern of choice.
A and D show a fixed tool in use. B and C show the drilling frame
and a Spencer Drill in use.

A completed and assembled pen.

D
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Triple Finial
Peter Gerstel did a demonstration of one of the finial designs originated by Gorst DuPlessis which Gorst
shared at the 2012 OTI Symposium. Peter made it clear that this is Gorst’s design so he does not sell or
distribute these finials and encourages everyone to use the techniques to develop their own designs.
1. This project requires straight grained wood that can be cut thinly and take
crisp details. African Blackwood which meets these requirements is commonly
used for these finials. It also contrasts well with vessels turned from lighter
woods.
The finial was made using the LCA, however, it can be done with manual
advancement of the cross slide. Just like plain turning thin finials you must work
in sections starting from the tip of the finial and working each section to
completion. You should not try to go back to a completed section.

1

2A. A 3 bump puffy polygon
(trefoil) rosette is used with a T
rubber (D3-440). Set the rosette for
equal movement at top dead center 2A
2B
and rotate the rosette so that the T
rubber covers the indent of two of the lobes. At this point tighten the level adjust nut and back the rosette off
the T rubber about 1/16". Lock another nut to the first to secure the setting during cutting. This process
produces a small flat on the finial allowing the cutter to enter, cut, and also cut during rotation keeping the
cutter from getting stuck and speeding the process of turning the finial. The cutting begins on the very end of
the finial forming the points. After forming the points the slide is moved left by 8.5 turns (0.85") to begin
forming the finial shafts. 2B. The flat is being formed, shown by the arrow. If a smaller rubber is used
allowing the cutter to more closely follow the rosette, then much more stress is placed on the thin finials
making a break much more likely.

3. This photo. without enough depth
of field, shows that the cutting frame
needs to be angled to create the taper
in the finial. For this example the
angle is 1°.

4. The first cutting step is
to form the points of the
finial.

5. The next step is to begin to
form the three stems of the finials.
Note that the cutting proceeds
until the cutter breaks through and
separates the three stems.
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7. The completed finial. Since this finial was
turned for demonstration, the bottom was not
rounded or prepared for fitting into a vessel.

6. Cutting can now proceed along
the finial until the taper is
completed.
Guilloché or Engine Turning is the art of engraving geometric patterns using a fixed
tool. It can be done in various materials, but is usually thought of being done in metal.
To setup the LRE the lead screw on the top slide of the Hardinge cross slide is removed to allow the slide to
move freely. The cutting is then done with hand pressure.
Guilloché Turning

The ring used for the demo is
German Silver. Photo 1 shows
the partially completed ring
mounted on a step expansion
chuck which allows different
sized rings to be mounted on its
steps. The cuts are done with the
engine turning tool holder. The
1
depth of cut is limited by using
the guide on the tool holder. The RE is setup with an appropriate rosette 2
and rubber and a pattern is cut. The RE is then adjusted as needed for
cross slide movement and phasing, and the pattern is repeated until the ring is completed. Photo 2 shows the
completed ring.

Photo 3 shows a brass disk held
in a 6 jaw chuck being turned
using the engine tool holder.
Photo 4 shows the completed
disk.
3
4
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Steve White brought a Hardinge slide that he modified for engine turning.
This slide is similar to the slides on classic straightline machines. The
upper three photos show an overview. You’ll notice the lever for
advancing the tool. This gives more leverage and comfort for longer
turning sessions.

These three photos show details of the ratchet that allows the slide to be
moved a set distance with each turn of the ratchet. This allows for
precise and repeatable movement of the slide when creating patterns.
Peppermill
Peppermills are another example of an item that can be made more
easily with the LCA. Usually the first steps in making a mill are to
round the blank and drill the central hole. Some mechanisms require
different sized holes in different portions of the blank. There are
several ways the blank can be held on the RE, but for smooth and
accurate cutting the blank needs to be held securely along its length. A
simple method is to modify an Expansion Chuck as shown in the photo at left. A bolt of the needed length, a
threaded coupler, and the correct sized washer are all that are needed. All these items are available from most
hardware or big box stores.
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The 104
rosette is used
for this mill. It
is mounted on
the auxiliary
rosette holder,
but could also
be mounted on
the barrel.

Using the LCA to move the
cutting frame, multiple
passes are made until the
mill is shaped. As always the
final pass is a light cleaning
cut.

This series of photos shows the mill being shaped as each successive pass
is made. This particular mill includes a handle and top fitting made of
metal so only one blank is required. The template and touch on the LCA
control the chosen shape. By using the LCA stops along with the Slow
Speed Drive you can start a cut and then leave the lathe to operate on its
own while you do something else important like having another cup of
coffee. Achieving cuts this deep requires multiple passes so it is very
convenient to let the lathe do the tedious work of rotating the blank and
advancing the slide along the length of the blank. The left photo shows the
bottom of the mill being softened and detailed. It also shows how the modified chuck adds support to the
length of the blank cutting down any vibration or movement of the blank during cutting.

These photos show the finished mill. The fit and finish are both excellent.
The detailing at both the bottom and top are done at the same angles to
provide the best design.
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Peter Gerstel gave a demonstration on using a laser to guide the decoration of the
Laser Guided Design inside of a bowl. This technique makes it easier to properly layout and orient the
design you plan to produce on the inside of a bowl. It starts by doing a layout drawing for your design. The
bowl is turned using templates, and the laser used is designed to fit on the same base as your dial indicator.
The downside is that the laser usually costs just over $100. You can attempt to use a laser pointer, but they do
not have the lens that is on this laser which keeps the beam focused at the distances used for this technique.

1. Peter pre-turned several bowls of
the same size for this demo. They
were turned on a plain turning lathe.
The bowls are made from African
Blackwood.

Peter explained how he makes and uses his drawing, “The drawing is done
using E Machine Shop. It is a free program and easy to use. Any simple
cad program will work. First, decide what size bowl to decorate and make a
size drawing of that size. The bowl that is turned must be the same size
outside diameter as the drawing to guarantee that the wall thickness will be
constant. While using the pattern for the outside it is easy to cut away more
at the bottom. Take care that this does not happen so the cutter does not cut
through the wall thickness. I usually leave extra thickness and then turn it
off at the end.
For example if I want a 4" diameter bowl, I make a 4"circle with vertical
and horizontal lines through the center. I then decide how many cuts I wish
to make on the inside. Since we have 90° to work with, the easiest pattern
would be perhaps 15°. You could also use 18,10 or 30°. A fewer number of
cuts means the peaks of the pattern will be higher. The bowl will be
progressively thicker with a larger numbers of cuts. You work with the
bottom half of the pattern which allows you to use the cutter on either the

2. These photos show the
templates for these bowls. Peter
designed these templates for a
3" diameter bowl. The bowl
needs to be accurately turned so
that the design will layout
correctly. The templates also
make it possible to repeat the
technique on more than one
bowl. The template on the top
left is used to set the interior
depth and diameter. The one on
the right establishes the exterior
curve with the photo at the
lower left showing this template
in use on a half bowl which also
shows the uniformity of the
wall thickness.

Bowl
Position

RE Table Edge
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left or right side of the bowl. Using a 15° separation for the center of the cutting tool, I mark the
circumference and draw lines from the center of the circle to the outside.
I then draw two more circles using the center of the 4" circle. The first circle will be my finished wall
thickness and in this case the diameter of that circle will be 3.750". The next circle is the inside rough diameter
of the bowl. In this case the wall thickness will be 1/4" so the circle diameter will be 3.500". I use a pattern
guide to get close to this measurement. The wall thickness gives some ability to adjust the thickness of the
bowl.
The cutter diameter of the UCF with triangular inserts is 1.1" so the next step is to draw a circle on the
horizontal center line with the outside circumference at the finished wall thickness. In this case the finished
diameter of the cutting will be 1.875" from the center of the circle. Subtracting 1/2 the diameter of the cutting
tool (0.550") from the radius of 1.875" the center of the circle is 1.325" from the center of the drawing. This is
very easy to do using the cad program. Draw a circle of 1.100" on the horizontal center line on the drawing.
Then draw another circle from the center of the drawing to the center of the cutter circle on the bottom half of
the drawing.
The positions of the cutter for the various cuts have now been located. I usually draw some horizontal lines
and number them. Moving the cutter using these lines allows me to go back to the center and then down so I
do not hit the work with the cutter when phasing. Remember the last two cuts are very small and should be
taken with great care. When doing the last cut I suggest staying short of the line and speeding up the cut taking
a number of small cuts. Some woods will burn easily and I use a little walnut oil or even a little water to cool
the wood.”
Peter continues, “After setting the machine using the rubber and rosette (I
selected a 24 bump rosette for the 15° pattern) and making sure that the RE
rocked the same for both sides of Top Dead Center, I made sure my cross slide
was square to the table by checking with a square. I brought my cutter up just
touching the end of the work. I then set my top slide to zero and moved the
bottom slide out of the way toward the center of the bowl. I then taped my
drawing containing the quadrant with the 15° angles and the circles representing
the cutter to the table making sure that the center line of the drawing was at the
same alignment as the bottom slide. Next I moved the cutter inward ½ the
diameter of the cutter toward the bottom of the bowl. I started the rotation of the
headstock at a slow speed and brought the cutter toward the edge of the bowl until
I was at the correct depth (0.125"). I aligned the laser to the center of the first
cutter circle and set the magnet so the position would not change. With the first
cut completed I moved the cutter away from the work, phased the rose engine,
moved the cutter to the next horizontal line and slowly moved the cutter toward
the work stopping at the center of the next circle. This procedure was followed for
all the other cuts. At the bottom of the bowl speed up the rotation of the rose
3A
engine as a small cut will burn the work.”
3. Photo 3A shows the laser attached to a
mag base. It is placed on the cross slide as
described above. Photo 3B shows the layout
drawing taped to the lathe table. Photo 3C
shows the layout drawing in use. Since the
laser makes such a sharp, pinpoint image it is
difficult to see in the photo so it is indicated
3C
by the blue arrow.
3B
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4B

4C

Photos 4A-C show the interior of the bowl being decorated with the 24
bump/15° pattern. Photo 4D shows the completed bowl cut in the demo. You
can see that the pattern is cut cleanly and is properly distributed and aligned
inside the bowl.
This method makes it possible to make patterns such as this quickly, easily,
accurately, and reproducibly.
4D
One project that ran the better part of one day was making an oval lidded box. We have seen
oval boxes before, but each one is a little different. One of the interesting things about this demo
was that it was done on two different LREs. David made the box using the LCA while Al made a matching lid
using another LRE. It was very interesting to see the differing approaches each took for the project, to see
them collaborate to create a finished piece, and to see the adjustments they made to create a piece made on
two different lathes. I’ve seen pieces created by multiple plain turners, but I think it is unusual to see a
collaborative OT piece. I think that as we all mature in our abilities, collaborative turning is something that
should be explored.
Oval Box

1A

1B

1C

The outside of the box was shaped using the LCA, an appropriate template, and an oval
rosette. One of the interesting parts of this demo was seeing the box cut using the LCA.
This allowed both the outside and inside of the box to be cut almost unattended. Photo 1A
shows the box already cut on the outside and now being cut on the inside. One of the
1D
problems the LCA initially had was that when the cross slide was moved to make interior
cuts the pulley driving the LCA would be out of position and the belt tended to jump off the LCA pulley. As is
shown in Photos 1B-D this is simply solved by adding an additional pulley on the table and this pulley is now
available for the LCA. Either a longer drive belt is used or, depending on the position of the additional pulley,
the drive pulley on the LRE yoke shaft can be moved to create extra length in the drive belt.
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2B

2A

2D

2E

2C
This series of photos shows the
box being hollowed. The LCA
stops are used so that the cuts
stop at the correct depth. 2C
shows that the cutting frame is
angled to open up the sides of
the box and create a uniform
wall thickness. A 60° round
cutter was used to shape the
inside of the box.

While David was making the box bottom on a lathe with the LCA and
working on other projects at other lathes while the LCA made each pass,
Al Collins was making a top for the box on a different LRE. This proved
to be a very interesting exercise. Obviously most of us only have one RE
and would make both parts of the box using the same setup and tooling,
but this collaborative project allowed us to see some of the decisions and
design considerations that may be required doing a progressive,
collaborative piece. Additionally, we saw the approach of two excellent
turners showing their different approaches to the same project. Al
commented that he uses an oval chuck to turn oval boxes so using an oval rosette was a different experience
for him.
Once the box was completed it was used to fit the top while the top was still on the chuck. It was quickly seen
that the overlap for the edge of the top was not even on both sides of the oval. By using the worm and phasing,
or clocking, the rosette it was possible to adjust the shape of the top so that it matched the bottom of the box.

3A

3B

3C

3A shows the interior of the lid being hollowed with a 45° rubber and oval rosette. The cutting frame is tilted
from vertical to form the desired interior curve. The oval rosette will leave points in the center of the lid
interior which can be removed later if desired. 3B shows the edge of the blank being reduced to form the lip of
the lid. 3C shows the lid after it has been hollowed, the bottom fitted, and the bottom of the lid being trimmed.
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3D is a close up showing the finish
off the tool while the lid continues
to be refined.
3E shows the lid almost finished
and reversed in the chuck. A recess
is being formed for an insert into the
lid.
3D
3E
There was a good selection of attendees’ work displayed. At each meeting the work
Displayed Work becomes more diversified and complex illustrating the growth of the turners attending.
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Charles Waggoner took photos of the meeting attendees.

Al Collins

Bob Barbieri

Brad Davis

Charles Waggoner

David Lindow

Ed Demay

Geoffrey Saver

Jeffery Chermaie

Joe Bates

John Calver

John Harm

John Tarpley

Len Boerma

Michael Ezzo

Mike Stacey

Peter Gerstel

Ray Simmons

Roy Lindley

Sam Seaton

Steve White

Camoron Boyer

Richard Boyer
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It was two days of
learning, fun, food,
and fellowship.
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Editor’s Note: David suggested that we publish two different approaches to making similar boxes using oval rosettes. The articles
give you different perspectives on this type of project. Brian’s method uses the Paper Chuck and Pen Holder to develop an oval
rosette template which is used with section drawings of the planned box to calculate the settings for the Dome Chuck. You may note
that some of the material has been previously published from a demo done on the method. Roy’s method uses a spreadsheet to do the
calculations and produce a graph of the box to be made.

Small Fluted Box Using the Oval Rosette
Brian Clarry
The following document describes the steps to make a small box that is fluted on the outside. The outside
shape of the box follows the contour of an oval rosette. The Lindow Rose Engine is used with a double
eccentric dome chuck, a horizontal cutting frame, segment stop, oval rosette (LMW-180) with a ¾" roller
rubber, and an expansion chuck with a ¾"-16 thread to hold the box during ornamenting.
An additional document, Small Fluted Bowl has many of the same steps used to flute this box. Before making
this box it is necessary to make an oval rosette template. A companion article, Drawing An Oval Rosette
Template is also available. Both articles are available from Lindow Machine Works.
1. Designing the shape of the box.
a. First, draw the size and shape of the box on tracing paper as a side view or section drawing. Draw the
dimensions of your block of wood placing the rims on the top and bottom of the drawing. Then using the
oval rosette template draw the curve that fits the project. The box can be any size. In this project the
outside shape of the box is a part of the circumference of the oval rosette LMW-180. If a rim at the edge of
the box is required mark this on the design.
b. Second, transfer the box design from the tracing
paper to card or stencil stock to make the two
templates shown below. The template on the left
will be used to check the shape of the box when
rough cutting the outside, and the template on the
right will be used with the oval rosette template to
calculate adjustments to the double eccentric
dome chuck. Note: the template’s edge must show
the center line of the box as shown in the right
template.

Using the oval rosette template and box templates.
a. The oval rosette template at right was made using the
instructions detailed in the document Drawing An Oval
Rosette Template.

Ed Note: This template was created uing the Paper Chuck and
Pen Holder.

Box Center Line
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b. For accuracy ensure the box template card is cut smoothly.
Place the template on the oval rosette template and line up
the contour of the box with a line on the oval rosette
template. On the oval rosette template draw two lines. The
first line is drawn along the center of the box template. (Line
AB). The second line is drawn 90°from line AB and goes
through the center of the oval rosette template (Line CD).

c. Place the baseline of a protractor (the line from the 0 point of
the protractor and the 90° scale point) along the horizontal
line of the oval rosette template with the zero mark at the intersection of the horizontal line on the oval rosette template
and the center line of the box. The reading on the protractor is
the number of degrees the double eccentric dome chuck has
to be moved from vertical. For this box the number is 63°.

B
C

90°

A
D

B
63°

C
AA
D

d. Place a rule or calipers measuring from the center line of the
box to the center of the oval rosette template. This is the
offset that the slide on the double eccentric dome chuck will
be moved. For this box the offset is 0.774".

e. Place a rule or calipers along the centerline of the box and
measure from the top of the box to the 90° line drawn above.
This is the third measurement that the double eccentric dome
chuck will be moved. This measurement is 1.069".

0.774
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2. Preparing the box for ornamenting.
a. Refer to the document, Small Fluted Bowl, to prepare the box
for ornamenting. Because the box has a small base a 5/8" tenon
is held in a collet chuck to cut the hole for the expansion
chuck.
Note: Ensure the diameter of the holding chuck is smaller
than the diameter of the box, otherwise the cutting head
will cut into the expansion chuck, especially in cases where
there is no box rim.

Expansion
Chuck

3. Preparing the RE for ornamenting.
a. Install the horizontal cutting frame and align the cutting head to the center of the mandrel.
b. Install the oval rosette LWM-180 and set the ¾" roller rubber against the rosette.
c. Install the double eccentric dome chuck on the RE and adjust all slides so that they are aligned central
with the mandrel.
d. Find the top dead center of headstock using an adjustable level and a dial indicator and ensure the headstock rocks equally either side of top dead center. Refer to Step 1 in the document, Drawing An Oval Rosette Template, for detailed instructions.
e. Screw the ¾"-16 expansion chuck attached to the box onto the index chuck, and set the index wheel to
0°. Position the cross slide 90° to the box.
Hint: Always tighten the index wheel when installing or removing an object from the Index Chuck. If
not, the teeth on the aluminum index wheel inside the index chuck will be stripped.
f. Place a level on the headstock and move the oval rosette until the headstock is at top dead center. Place
the level on Slide A and using the crossing wheel worm key turn the worm until the slide is also level.
4. Positioning the box for ornamenting.
There are three adjustments to position the double eccentric dome chuck which were calculated in section
2 above.
1. The angle of the box is 63° from horizontal.
2. The offset is 0.774".
3. The distance from the top of the box is 1.069" when box is vertical.

Ed Note: I want to take this opportunity to thank my wife Jean for the help she gives me for each issue. She
takes time from her busy schedule to proof each issue even though much of what she reads is probably
not of interest to her. Without her help you would find far more mistakes in these newsletters.
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a. Using the red adjustment wheel on Slide A move the box
toward the cutting frame head by the offset amount of
0.774" i.e. approximately 15 turns counter-clockwise.
Note: When making another box that has the same
outside profile, but a different diameter, it is only
necessary to add or subtract the difference in diameter to
the offset of the slide. A new oval rosette template is not
required.
b. Move the red adjustment wheel on Slide B so the cutting
head is at the top of the box. Move the same adjustment
wheel so the cutting head is 1.069" from the top i.e.
approximately 20 turns counter-clockwise.

Do Not Adjust

Slide B

Slide A

c. Move the box so that it is in a vertical position. Using its
key move the crossing wheel 63°, i.e. 31.5 turns
counterclockwise. The box will move from a vertical
position away from the cutting head.

d. Move the cutting head toward the box. Swing the box from the top to the bottom ensuring the cutting
head follows the contour of the box. Use the red adjustment wheel of Slide B or change the number of
degrees to make any fine adjustment. The offset of Slide A should not make much of a difference to
following the contour.
e. Set the Hardinge slide rest dial to zero. Install the Segment Stop on the RE base and install one of the
metal stops in the index wheel. Adjust the upper adjustment bolt to touch the metal stop. Swing the
box to ensure the box stops at the correct position; otherwise make fine adjustments to the upper
adjustment bolt.
Note: Before installing the Segment Stop and metal stops it is necessary to ensure there is a ¼" gap
between the rear portion of the headstock and the index wheel.
f. Install the second metal stop and adjust the lower adjustment bolt so that the cutting head does not
touch the tenon.
5. Cutting the flutes.
a. This particular box will have 24 flutes set 15° apart. To start cutting the flutes ensure the index chuck
is set to 0°.
b. Swing the box up and down to ensure the movement is smooth and the box stops at the top and
bottom.
i. Turn on the cutting frame and bring the cutting head in slowly until a flute is cut. Note the depth of
cut.
ii. Turn off and retract the cutting head.
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iii. Carefully move the index by 15° clockwise and make another cut to the same depth.
iv. If the sides between the first and second flutes are not sharp or have flats between them it will be
necessary to deepen the cut and repeat steps i. thru iii.
Note: The final flute cut should be just a few thousandths of an inch.
v. Once the depth has been established repeat i. thru iii. until all 24 flutes have been cut. This completes the outside of the box.
vi. Finally, examine all flutes for flat spots. If there are flat spots select the worst flat spots and cut a
few thousandths deeper until they disappear. Use this depth to cut all the flutes.
c. Remove both the metal stops from the index wheel.
d. Lock the index wheel and remove the fluted box.
6. Finishing the fluted box.
To cut the rim of the box, hollow the inside, and finish the base, refer to the document, Small Fluted
Bowl, for additional detailed instructions.

Example Finished Oval Fluted Boxes

Two boxes made by David
Lindow using this method.

Finished Oval Fluted Bowl
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“Apple” Box with Finial
by Roy Lindley
Overview:
This project is a fluted apple shaped box with a threaded lid featuring a stylized stem finial. The bottom
section is Iowa Cherry burl and the lid/finial is made from African Blackwood. The finish is sprayed Deft and I
have worked on correcting minor imperfections with careful use of fine abrasives (wet sanding). I suggest not
storing the finished item in contact with materials such as bubble wrap. The lacquer and bubble wrap material
react and ruin the finish.
Completion of the project employs a number of Lindow lathe basic capabilities and a number of accessories. In
addition, the project requires careful hollowing of the vessel blank prior to work on the Rose Engine. In
general, my practice is to remove considerable excess material using conventional wood turning rather than
doing all material removal using ornamental equipment. When hollowing the objective is to create the correct
inside profile allowing proper thread length and uniform wall thickness prior to the fluting using the dome
chuck on the Rose Engine. A Jameson “D” Handle setup with a laser following a pattern profile or a similar
tool is suitable for this aspect.
Accessory Notes and Remarks:
The major Lindow accessories and their application to this project are:
Double offset cross slide with dome chuck and indexing head in combination with an Oval Rosette:
The double cross slide positions the work pieces so the center of rotation of the lathe is coincident with
the intended centerline of the work piece rotation. One setting is the centerline above the work table and
the second is the work piece centerline positioned axially a specific axial distance above the work table.
The third aspect is the index head positioned every 15° to produce the 24 flutes. The fourth adjustment
is correctly phasing the oval rosette with the centerline axis of the work piece.
Small eccentric head:
This accessary is used for three steps. It generates the interior dome on the bottom of the threaded lid.
After the dome is created the vertical position of the head is fine tuned to cut the interior pattern using a
tight fitting rubber and a 24 bump sine Rosette cutting 24 relatively shallow circles creating the inner
lid design. It also generates the ball section of the finial.
Threading setup used in double lead mode for the box lid:
The threads appear to be 16 threads per inch but are double lead 8 threads per inch. The lid portion is a
precise axial length so lid removal or replacement requires a specific degree of rotation as specified on
the drawing. The axial length of the male thread determines this.
Conventional spindle face pattern generation:
The only position on the piece which uses this simple process is the bottom of the main body. This is
done after the flutes have been cut and the bottom milled flat to yield the overall design height.
Fabrication of male and female threaded holding chucks:
For the first stages of work on the lid and body, a conventional four-jaw chuck is quite satisfactory.
However, to accurately form the finial and cut the flutes, a custom chuck is a near necessity. I start with
hard maple and cut 1x8 threads which fit both the Lindow Rose Engine and my mini lathe. Then I make
threads matching the dimensions on the apple box base and lid. In addition to providing adequate
clearances, it enables accurate remounting.
Curvilinear apparatus:
The finial has a fluted tapered section that flares to make the flange that fills the counterbore of the
base. This can be done by patiently advancing the cross slide approximately 0.030" with each
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revolution, but a superior finish results with the continuous motion of the curvilinear apparatus. I stop
the automated cutting and advance it by hand incrementally to cut the proper flange thickness.
Slow speed drive:
This accessory greatly aids cutting the finial flutes and is also useful to uniformly cut body flutes. I
disable the locking arm and use the belt as a clutch. This enables smooth cuts.
Drilling platform operations:
The project requires cutting accurate bores and cylinders as well as counter bores and threading, all of
which use this hardware. In addition this is the mounting for the eccentric head.
Horizontal cutting frame:
The frame is used to create the flutes in the finial and its tip, the bottom Rosette pattern, and the flutes
on the body. When setup to cut the flutes, I find the head must be tilted and lowered in the tool post to
fully cut the flutes up to the angled band around the counterbore.
Phasing worm:
While it is possible to manually position the rosettes with regard to the dome chuck, the worm makes
this phasing relatively easy. The peak of the oval is used at the top of the box and when the box is
vertical in the chuck the rosette is 50° off the major axis and the spindle is at top dead center.
Adjustable stop:
Flute cutting must stop at a precise position with regard to the band on the bottom section of the box.
This is controlled with the adjustable stop assembly only one position is needed since no stop is
necessary for the bottom of the work piece.
Miscellaneous comments on working with the Lindow Rose Engine:
Since acquiring the Lindow, I have done a number of Excel spread sheets to predict various setups including
the body and thread for the apple box. In this instance the geometry is rather complex, not only because of the
degree of headstock rocking, but also because of the impact of the oval rosette on the final contour. The
spreadsheet tool enabled me to explore a range of setups and by trial and error. I thought this setup was a
pleasing compromise.
A copy of the spreadsheet which is the reference of most parameters for this project is attached on the next
page. In some cases, I have deviated slightly for one reason or another. The purple line is the outer profile and
the green line is the pattern at full size for the interior.

The exterior and interior of the
finished box.
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Stop Holder
Michael Ezzo
As soon as I started working with my new auxiliary rosette holder I could see I did not want to keep moving
from one side of my engine to the other when setting my stops. I designed a stop holder to mount on the
auxiliary rosette holder using one of the existing threaded holes. By keeping the stop holder on the same side
as the hand crank I can easily and quickly set the stop. A small piece of brass or aluminum 2x3x3/4 inch can
be milled for the holder using a 3/4 inch and a 1/4 inch end mill. It took me just over an hour to make.

Brass Plating Rose Engine Parts
Steve White
A few weeks ago I was thinking that if there was a small pocket on the top of my hand crank yoke I could put
small machine parts right where I need them. I milled a pocket and sanded the top of the yoke to give it a
smooth finish. Before I repainted it I thought I would try brass plating the cast iron yoke. I also decided to do
the overhead parts. The local plating shop said it would be $150 so I also gave them the two stop collars. It
took about 4 weeks to get the parts back. The yoke looks great, but the pores in the cold rolled steel overhead
look fair. I polished the cold rolled before I gave them the parts, but that didn't make much difference. All in
all the project makes the machine look richer.
A Comment from David: It looks like you should have used some ground stock which wouldn’t cost but a
margin more. The cost is probably about the same as if we’d done the parts in brass from the start, but the
plating gives a good bit more flash after it’s done. It’s not to my taste personally, but I’m sure there are a
number of others out there that will like it.
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Geartrain for the Curvilinear Apparatus
Steve White

While I was in Ohio at the owners meeting, Sam Seaton asked if I
could make a gear train to drive the Curvilinear fixture. Sam wants
to do spirals on a contour. As I drove 7 hours home I thought about
it. I have a gear train for a Hall rose engine which solves some of
the problem. I have about 5 hours in the project and it works ok. It
has more work to go before I see it drive a cutter on the slide. Once
it does that, I will make a 1/4 adapter for Sam’s Curvilinear fixture.
As it is it drives the Hardinge slide. I have a gear with a one inch
hole mounted on the backend of the spindle. When you hand crank
the shaft that comes out of the lower gear it turns and drives the
Hardinge slide. I have two universal joints fixed to the shaft for
alignment mismatch.
When it makes a chip and works well I will post a YouTube video.
This is a fun project and I want to thank Sam for the idea. David
has told me this is a project that will be available sometime in the
future.
David’s Comments:
Steve,
The U joints are done, the banjo is half drawn as are the gear holders. There is a second banjo that will hook
up to the Sherline lead screw (you might have noticed it sticking out on the two of them but Mike bent his and
broke it off trying to straighten it). I decided that two banjo arms were needed to move the gear train out from
the tower more allowing it to be used in a more versatile manner. The second banjo will also broaden the gear
train options. The indexer that is necessary for doing the fluting is one and the same as the auxiliary rosette
holder which had its worm made to completely escape the worm wheel for quicker indexing.
The biggest struggle with putting the U joint shaft to the Hardinge lead screw is that on the Hardinge slide the
lead screw moves and the nuts are stationary whereas on the Sherline it’s the opposite allowing the uU joint
shaft to stay in a static position. If you use the Hardinge slide your shaft will have to telescope (you may also
end up with a bit of distortion from this on a longer piece).
It’s a fun set up indeed, and it functions pretty much as you have it shown.
It is the last piece of the spiral puzzle, and we’re hoping to get to it soon.

Securing Your Machinist Level
John Calver
I recently purchased a 4" Starrett machinist level for my rose
engine. I like to keep it on my headstock so I can check the top
dead centre as needed. Because it is close to the working area I
was concerned that I might accidentally bump and knock it to my
concrete floor. I use rare earth magnets to hang metal objects for
my wood lathe and rose engine. Four of Lee Valley’s smallest
magnets placed on the corners of the front upright anchors the
level so that no accident can befall the level. I hope these
suggestions will help others secure their level.
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Editor’s Chips
—John Tarpley

Is it Spring yet? During much of this Winter it was rather cold in my shop here in the Smoky Mountains of
east Tennessee, and I’m sure it was even worse for some of you in more northern areas. With the coming of
Spring gardeners turn their attention to their plans and roses get ready to bloom. Hopefully, you are turning
your attention to your shop and your rose engines are going to bloom this year.
In this issue you’ll note that I’ve spent a good amount of space reviewing our 2013 Fall owners meeting. I’ve
attended several of these meetings and they just continue to get better. I know part of this is because as I learn
more I appreciate that there is more to learn and I can understand more. Also, over the past few years I’ve
made the acquaintance of many great people and I look forward to seeing them again. There was a tremendous
amount of interesting, excellent work to see and a great deal to learn. I can’t say enough about the hospitality
of our hosts and their willingness to do everything possible to make our weekend a success. I eagerly
anticipate the next meeting and urge you to attend. You’ll be amazed at what you’ll learn.
Don’t forget that OTI will meet this year in Columbus, Ohio. This is sure to be an excellent meeting so I hope
you will make plans to attend. I plan to see you there.
Please keep your photos and articles coming. This is the way we can keep the newsletter interesting. I enjoy
seeing all your work and encourage you to consider trying different projects that you may not have seen
before perhaps decorating a project you’ve previously only plain turned.
You may have noted my comments about the oval box made at the October meeting. Not only was this an
interesting demo in its own right, but it was fascinating since it was a collaborative project. While turning is
usually considered a solitary art, collaborations are somewhat common in plain turning. There are even
progressive projects where the first turner selects wood and begins a piece. It is then passed to the second
turner who is free to develop the piece as he sees fit. It then continues to each turner in the chain until the
piece is finished. Sometimes the finished piece is considerably different from what was planned by the first
turner. While we may not be ready for something this ambitious and perhaps unconventional, I think our art,
our skills, and our enjoyment could benefit from some collaborative work. Now that we have more people
doing rose engine work perhaps some of you can find collaborators and work on some pieces together,
developing a plan together for the piece. As you can see from the two articles on fluted boxes there is certainly
more than one way to accomplish a similar result. If you decide to do a collaboration, I’d certainly like to
publish photos and information about the project.

DAVID LINDOW
527 GRAVITY ROAD
LAKE ARIEL, PA18436

570-937-3301
dlindow@socantel.net
WWW.ROSEENGINE1.COM

Submit Articles for future Issues of the Rose Engine News to
John Tarpley
2169 Highland Acres Way
Gatlinburg, TN 37738
jjtarpley@comcast.net

