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. Loosen Cutting Bar Fine Adjustment Knob (1) and Rough Adjustment Setscrew (2).
Insert Cutting Bar (7) into Rough Adjustment Cutting Bar (3) with flat of Cutting Bar

(7) facing up. Lightly tighten Cutting Bar Fine Adjustment Knob (1) on flat of Cutting
Bar (7).

CAUTION: There are two threaded holes in the Rough Adjustment Cutting Bar
(3) so that no matter what position the Rough Adjustment Cutting Bar (3) is in,
there is always a threaded hole for the Cutting Bar Fine Adjustment Locking
Knob (1). The threaded hole nearest the #4 Hunter Cutter (6) in the Rough
Adjustment Cutting Bar (3) is not meant to align with the threaded hole in the
Cutting Head (8) that the has the Rough Adjustment Cutting Bar Locking
Setscrew (2) installed in it. If these two threaded holes align it may cause the
Rough Adjustment Cutting Bar Locking Setscrew (2) to lock the Cutting Bar (7) in
place making it impossible to adjust the Cutting Bar (7) with the Cutting Bar Fine
Adjustment Knob (4). There is also a risk of damaging the threads of one of the
threaded holes. Make sure these two threaded holes do not align during
operation of the Sphere Tool.

. Thread Cutting Bar Fine Adjustment Knob (4) into back of Rough Adjustment
Cutting Bar (3) until it contacts Cutting Bar (7).

. Insert from the bottom of the Swing Arm (20) the 3/8” x 2” Flat Head screw (not
shown) from hardware kit into appropriate Sphere Diameter Riser Post Mounting
Hole (21) based on the diameter of sphere to be turned and thread Riser Post (10)
onto screw and tighten in place.

. Place Locating Collar (9) from the Hardware kit on Riser Post (10) for later
adjustment.

. Place Cutting Head (8) on Riser Post (10) and secure temporarily by lightly
tightening Cutting Head Locking Knob (5).

Follow Installation Instructions for adjusting Way Spacers (15) and mounting the
Perfect Sphere Tool on the lathe and adjusting Cutting Head (8) height and
Locating Collar (9) and use of Centerline Locking Pin (11)
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CAUTION:

Please read, understand and follow all manufacturer’s instruction guidelines and
owner’'s manuals that come with your power tools. Carter Products Company assumes
no liability for accidents or injuries caused by improper use of this product.

TURN OFF ALL ELECTRICAL POWER BEFORE MOUNTING OR ADJUSTING

NEVER USE THE PERFECT SPHERER TOOL TO ROUGH TURN WOOD

ALWAYS USE THE TAILSTOCK TO SUPPORT YOUR TURNIING EXCEPT WHEN TURNING
SMALL NUB OFF OF THE END OF SHPERE

ALWAYS USE APPROPRIATE SAFETY EQUIPMENT AND EYE PROTECTION
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Installation Instructions

1. Adjust the Way Spacers (15) to center the Mounting Plate With Scale (14) on your lathe. The
Mounting Plate With Scale (14) has a scale marked on the outside of each of the slots in the
Mounting Plate With Scale (14). Position the Way Spacers (15) so they contact each side of
the lathe ways and so the outer edges of the way spacers are on the same marks on the scale
from the centerline of the mounting plate. Once the Way Spacers (15) are in contact with the
inside edges of your lathe ways and centered on the Mounting Plate With Scale (14) tighten
the Way Spacer Locking Bolts (16) to secure them in place. This will make sure the Perfect
Sphere Tool is always centered on your lathe and should only need to be done on the initial
set up or when you want to use the Sphere Tool on a different lathe.

USE SCALE TO
CENTER THIS LINE
BETWEEN LATHE
WAYS




2. Insert (or move if you have already assembled the Riser Post (10) onto the Swing Arm (20) the
3/8” x 2” Flat Head screw (not shown) from the hardware kit into the appropriate Sphere
Diameter Riser Post Mounting Hole (21) based on the diameter of sphere to be turned and
thread the Riser Post (10) onto screw and tighten in place. Starting from the hole closest to
the anchor end (end with bearing and nut assembly) the approximate sphere diameter that can
be turned for each hole are as follows:

Hole #1 hollowing
Hole #2 V2" to 4 %"
Hole #3 4"t0 97"
Hole #4 9"to 14 %"

PERFECT
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3. Remove the Mounting Plate With Scale (14) from the lathe bed. Insert Clamping Bolt (12)
through Taper Bearing Assembly (17) and Mounting Plate with Scale (14) and thread
Clamping Block (22) onto Clamping Bolt (12) only a few threads. Place Sphere Tool assembly
on the lathe bed with Way Spacers (15) in between lathe ways as shown in picture below.
Rotate Clamping Block (22) 90 degrees to lathe ways and tighten Clamping Bolt (12) to secure
Sphere Tool to Lathe. NOTE: It may be helpful to support the weight of the tool and Swing
Arm (20) while tightening Sphere Tool to lathe with a %" thick wood spacer between the Swing
Arm (20) and the top of the lathe ways.

NOTE: The Taper Bearing Assembly (17) should not need adjustment and the large nut that is
part of the Taper Bearing Assembly should not be tightened or loosened. The assembly has
been adjusted at the factory to put a small amount of drag on the bearing when rotating the
swing arm from side to side. If you have any questions about this assembly please call tech
support at Carter Products. 888-622-7837




4. Slide 1” diameter Locating Collar (9) on the Riser Post (10) and leave loose for later
adjustment if you have not already done this as indicated in the assembly instructions.

5. Rotate Swing Arm (20) so that it is 90 degrees to the lathe ways and the Taper Bearing
Assembly (17) is farthest from you. Insert Centerline Locking Pin (11) into Hollowing Riser
Mounting Hole (18) and adjust Swing Arm (20) left or right until Centerline Locking Pin (11)
slips into Locking Pin Hole (13) on the same side as the Swing Arm (20).




. Adjust the height of the Cutting Head (8) so the #4 Hunter Cutter (6) is centered on the lathe
centerline or spindle. It is helpful to install a spur center or other accessory that has a point on
the centerline or center of the lathe to align the #4 Hunter Cutter (6) to the center of the lathe.
Once the #4 Hunter Cutter (6) is centered on the lathe centerline, lock the Cutting Head (8) in
place with the Cutting Head Locking Knob (5).

Slide the Locating Collar (9) which was mounted on the Riser Post (10) earlier, up to the
bottom of the Cutting Head (8) and lock in place. This will allow the Cutting Head (8) to always
return to the same height and will not need to be adjusted again.




Turning a Sphere

NOTE: THIS IS A GENERAL OVERVIEW ON HOW TO TURN A SPHERE ON THE PERFECT SPHERE TOOL. FOR MORE
DETAILED INSTRUCTIONS AND TURNING TIPS AS WELL AS INSTRUCTIONS ON HOW TO HOLLOW WITH THE
SPHERE TOOL PLEASE SEE OUR WEBSITE: WWW.CARTERPRODUCTS.COM

Before Using the Perfect Sphere Tool, determine the size (diameter) of the sphere you want and make sure the
Riser Post (10) is in the correct Sphere Diameter Riser Post Mounting Hole (21). (Refer to step #2 of the
Installation Instructions) We recommend turning a cylinder on the lathe to the rough outer dimensions of your
sphere and using a tenon on the cylinder in a chuck to make it easier to finish the sphere. (NOTE: NEVER USE
THE SPHERE TOOL TO ROUGH TURN) Mark the centerline of the sphere and then measure half the diameter of
the sphere to be turned and mark these points on the cylinder. With a parting tool cut on the outside lines to
approximately 1/2 to 2/3 of the cylinder diameter. (see photo below) Then with a gouge turn the sides away to
make space for the sphere tool to work. You may also save some time by turning or rounding a bit of top
corners of where the sphere will be with your gouge.
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Rough Turn a cylinder as described above with the Cutting Head (8) removed for easier turning of
cylinder.

Unscrew the Cutting Bar Fine Adjustment Knob (4) while pushing the Cutting Bar (7) in toward the
Cutting Bar Fine Adjustment Knob (4) until the Cutting Bar (7) is inside the Rough Adjustment Cutting Bar
(3) as far as possible.

Move the Rough Adjustment Cutting Bar (3) as far back in the Cutting Head (8) as possible. NOTE: There
are two threaded holes in the Rough Adjustment Cutting Bar (3) so that no matter what position the
Rough Adjustment Cutting Bar (3) is in, there is always a threaded hole meant for the Cutting Bar Fine
Adjustment Locking Knob (1).

Mount the Cutting Head (8) onto Riser Post (10) and align the Cutting Bar (7) with the Swing Arm
Centerline (19) and lock in place with the Cutting Head Locking Knob (5)

Align the sphere tool to the centerline of the sphere (marked earlier when preparing the cylinder) by
aligning the #4 Hunter Cutter (6) with the centerline of the sphere while the Sphere Tool is locked at 90
degrees using the Centerline Locking Pin (11) explained in step # 5 of the Installation Instructions. If you
have not already done so in the earlier steps (Step #5): Rotate Swing Arm (20) so that it is 90 degrees to
the lathe ways and the Taper Bearing Assembly (17) is farthest from you. Insert Centerline Locking Pin
(11) into Hollowing Riser Mounting Hole (18) and adjust Swing Arm (20) left or right until Centerline
Locking Pin (11) slips into Locking Pin Hole (13) on the same side as the Swing Arm (20).

Rotate the sphere tool to make sure it does not contact the cylinder at any point and then slowly adjust
the Rough Adjustment Cutting Bar (3) forward until the #4 Hunter Cutter (6) takes only a small amount
of material on each pass and lock in place with the Rough Adjustment Cutting Bar Locking Knob (2).
NOTE: Try to always keep the Cutting Bar (7) as close to the end of the Rough Adjustment Cutting Bar (3)
to minimize vibration.

Once the Rough Adjustment Cutting Bar (3) is adjusted, and you are sure it won’t gouge the cylinder on
the first pass, turn on the lathe and start to cut the cylinder / sphere by swinging the cutting head side
to side slowly starting from the centerline of the sphere and working toward the outside in each
direction. Advance the Cutting Bar (7) slowly after each cut using the Cutting Bar Fine Adjustment Knob
(4). Take small cuts and slowly turn the cylinder to a sphere. NOTE: You can leave the Cutting Bar Fine
Adjustment Locking Knob (1) tight while turning / advancing the Cutting Bar (7) to help prevent adjusting
the Cutting Bar (7) too much or too fast and gouging the cylinder.

MAKE SURE TO USE PROPER SAFETY EQUIPMENT AND FOLLOW ALL
MANUFACTURES RECOMMENDATIONS WHEN TURNING.



TURNING TIPS:

e Keep a firm grip on the swing arm and the cutting head while turning for best control and to help
eliminate any harmonic vibration.

e When moving the cutting head back to center to advance the cutter and take another small cut, use
down pressure on the swing arm to avoid the cutter dragging on the outer diameter while returning
back to center.

e The position of the cutting head can be straight on center or off to the side for smoother shear cuts
but never turn the cutting head more than 25 degrees as the cutter heal will contact the turning.

e Keep the cutter as close to the riser post as possible at all times.

e When turning side grain run the lathe between 500 and 700 RPM and advance the cutter slowly on
the centerline of the sphere and swing the cutter in both directions before advancing the cutter in
small increments.

e When turning close to the corner where the sphere meets the cylinder turn one side of the sphere
at a time with the cutting head at an angle but not more than 25 degrees

e Finish the tail stock end first by turning away most of the cylinder away from the sphere leaving a
small nub on the sphere. Part off the nub close to the end of the sphere. Remove the tail stock and
turn off the nub that is left using a shear cut with the cutting head turned. Use a cone in the tail
stock until you are ready to part the sphere off the lathe.

e Jam chuck the sphere once it is parted off the lathe and realign the sphere tool to the centerline of
the sphere to turn off the remaining nub or with some practice you may want to turn it off with your
gouge or simply sand it off.

FOR MORE DETAILED INSTRUCTIONS AND TURNING TIPS AS WELL AS INSTRUCTIONS ON
HOW TO HOLLOW WITH THE SPHERE TOOL PLEASE SEE OUR WEBSITE AT

http://www.carterproducts.com/lathe-parts-accessories/perfect-sphere/perfect-spheretm-tool

OR GO TO WWW.CARTERPRODUCTS.COM AND GOTO THE PERFECT SPHERE TOOL PAGE.
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