


—

SCHOLES LIBRARY

NEW YORK STATE COLLEGE oF CERAMICS
AT
ALFRED UNIVERSITY

3A1-70



o MANUFACTURE OF ARCHITECTURAL TERRA COTTA
AT THE PLANT OF
THE CORNING TERRA COTTA COMPANY

CORNING, NE¥ YORK

A THESIS PRESENTED FOR THE DEGREE OF

BACHELOR OF SCIENCE

S R ——

by

ORRAY THURBER FRASER

New York State School of Clay-Vorking and Ceramics

Alfred, New York
1925

e e 0 e 0 00 0 0 00 g

o« o o0
-




R

Introduction ..eeeeeeee .

INDEX

Plont Layout eeeeeeceocecen .

Production ...ee e e eeee

(1) materials Used in the

lav]

(2)
(%)

Body Composition ...

Properties of Various

Body Composition ....

Waking up Batch ..

Grinding......

Pugging eeceeee

ABGING weeecrnee

lold daking ...
Pressing eeevee
Finishing ....
Drying eeecese
3nraying ...
Slip Room eeee
Tests ceeeeeee

NOtCS s 8 0 0 0 0 00

Clay 3Storage ..

Sample Koom oo
Kiln Becords ...
Kiln Setting ...
Cone Locntions .
Firing eeeeceees
Pyrometers . oee.
inishinge OFff ..

. e o o 0o 0 0 0 0
e o o 0 e o 0
e @ 0 0 o s o0 00

.

BOoAY e+

Clays in

e e o 0 e 0 0 00

Page



INDEX, cont.

(£4) TiTEmMeN eceeeeoosocenscocsocacccs

(25) Condition of Kilns s.eceeeccrcecs

(26) Pock

(27) Dlja\v’ing T_ill’ls P T R R R R R I B

.T-‘Iv"l"kS . o e e 0 e s o 0 e 8 00 s 0000 0

(28) Fitting GNEA eeeeesscsscsossscccse

(20) Pittdng an Order ceceeecesscscces

(30) Crinding Plecces to Flt eceeseeces

(31) Marling for Shipment .eceeeescee.

(;7)2) Patc“in;”: ® 8 0 2 6 0 0 0 0 0 0 0 0 0 0 08 00 0000

(33) ShippPIng eceeecsecsoscecccsssscane

(34) Packing for Shipment .e.eeeceerces

(Z)i) ChOCl’fil’lg ® s 0o 60 0 0 0 0 0 0 0 0 0 e 0 00 0 0 0

(36) Drafting POOIM eecesececosccvecane

(37) LstimatesS seeescesossssossossccnce

(26) Pulsechrorec and Folychrome ..e...

(39) PUlSECHNIONE scesesoccsossccscncsnce

<"1U) PO]_?/'CI“-I'OZHQ 6 00 000 @0 00 00000 s e 00

(41) Speceklced Finish teeecesecescccnns

({LZ') Boil(ir }?o()ll’l ,.."Q...Qll......'..

(43) Machine ShOP eeeessccocccscocsossses

(lﬂr‘l) L."‘bOT’ Con\jitions @ o 6 o 0 000000 00000

(4:5) Gener

Acknowledgment

sutobiography

9]l REMATrKS cvseecesscossocooe

© 0 0 0 0 0 6 8 0 0 0 e 0 0 e 0 00 0 08000

@ @ o 8 0 @ 0 6 0 0 0 0 O G e s 0 s e e 00 00 0

Yage

® © 0 0 0 0 6 0 00 0 000

12
12

.0..l.012
.13
o -

13
14
14
14
14
14
15
15
15
15
16
16
16
17

l.'.‘.lv

17

17
19

20



Pineapple Express



INTRODUCTION

In this papecr the process of manufacture and production
of architectural terra cotta will be discussed. The author
has spent the past summer of 1924 in the plant of the Corning
Terrs Cotta Company located at Corning, New York. Here he had
an opportunity to observe the various processes of manufacture

and help to perform some of them.

PLANT LAYOUT

The plant is located on the northern bank of the Chemung
=iver and on the east side of the New York Central R. R. In
Corning, lew York. The plant originally was set up for the
rannfacture of soft mud brick and tiles About 100 men are
employed here and now the plant 1is devoted entirely to the
production of terra cotta. The brick department has feen leased
and the tile depertment changed over to use for terra cotta.
The poason for this change was increasing cost of production
of bricl and tile and lack éf a good clay bed.

This plant is not very up-to-date but in spite of this

fact a fairly good product is turned out.

PRODUCTION
e various staps in the manufacture of terra cotta will
pe discissed by the writer beginning with the arrival of the
clay in the yard and ending with the shipment of the finished

product.

taterials uscd in body. The materials used are not dug from a

bod or deposit of elay as in other plants b1t have to be ship-

sd from verious clay companies here in the East. The cars of
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the various materials are run in on two railroad switches

and sre tren ready bto wiload. The plastic ball clay or Edgars

e

4o ns it was called, together with the Enterprise #30 and
Tdpars 417 woere all stored in bins or sheds close to the siding.
Mhe clays cowe in box cars and all have to be unloaded by

hand, which 1s a lon::, Liresome job. e other materisls

nscd, such as 0'Donriclls fire clay, Northern Refractories

Glaw, Fire Brick and 3apgers wore 21l unloaded in the yvard

rleose to the sidings bub quite some dlstance from the clay room.

™is lost a great denld of time and slowed up production to a

large degrec.

nody Comnositlon. Te berdy composition was as follows:
N'Lonnells Fire Clay 21.00%
Northern iecfractories 5.00
Fire brick 17.00 .
Sagpers 12.00

417 Ldgars
20 Tnterprise

it @ Tdgars 5.00
13aC0z 2.00
Remale 1% .00

Remalke w=s varlous pleces of unfired clay that had
been mede into terra cotta pieces but because of chipping
or some other “laws w:irc not fired. These pleces were returned
to the clay room where they were used agsin for the body
comvosition.

pronerties of Various Clays in Body Composition. 0'Donnells

five cloy was a very cheap, hard and poor fire clay of the
Toweast ~rode. This clay was obtained from coél mines and at
canbaincd considerable c a1 as well as pyrites. This
pyrite wis a considerable trouble maker, causing poclk marks

D



to occur on the finished product.

“ovthern nefractories clay was a number two fire clay
of very cven composition and texture. It was a buff colored
clav and was added in order to obtain an even texture for the
fired product.

Two kinds of grog were used in the mix. First, fire
brick which came from old kiln 1linings, etc., were put in the
bateh and, second, saggers used in pottery kilns. The latter
eve obtained from Syracuse, New York.

ifter the grog was added two fairly sandy, gritty
clavs, #17 ¥dgars and #/30 Interprise were ndded. These clays
wore added to give tnesile strength to the pleces and also to
male them less porous.

Next BaC0z was added in order to keep scumming or white
wash from appearing on the finished pileces.

s a binder a small percentapge of ;9 Edgars, w hich 1s a
falrly clear plastilc pall ctay, was added. Again some more
BnCOz and then some remake. This remake was old pleces that
wed not been fired yet but that were dry. Sometines poorly
fired picces were substituted for some of the grog.

¥oling Uo Batch. The bateh was made in wheel barrow loads

of the various ingredients and they were supposed to average

or0 1b. to a load. If any large lumps were present the men

~

had to co sround with sledge hammers and break them up. In
praparing the fire bricle small hallets were used and the fused
nept or bloek spots on a brick had to be e¢hipped off by hand.
w.is we~ a long bedious job and much time is lost there. With
e ope of Shree men it tales from 10 to 15 hours to male up &
betoh of clar. This had to be done every other day when the

.-




s ) oy de 2L .e m— | ~ b N
1 te ranning to canvnelty.

crirding. “hen the b-tch was rendy for grinding. the machinery

in the clny room was started. The power used was electricity

wirieh drove o 40 1. 0 sotor. The material was shoveled into

A nine foobt dry pan which had seen many years of scrvice and

.g a result of thils 1t was very bedly worn so that the material

b=}

nwad to be shoveled in very slowly. The ground material dropped
into a pit where a bucket conveyor carried it up to a shaker
secreen. 1is was run by the same motor. This screen was also

very badly worn =nd as a result it gave much trouble and caused

many shutdowns until it wa~ fixed. The screen was 20 mesh

B}

and the material which passed thru .as conveyed by a gravity
chute to the large pug mill. The tailings were returned to the
dry nan to be reground by neans of another chute.

cuesing.,  In this big pug mill the water was added to the material

and by moans of & scries of rovolving lnives the material was
iwed to & fairly stiff consistency. 48 it came out of the big
a1t 1111, a wen pnlled it away and placed it on an endless
conveyor bolt, which ran on ar angle of 15° to a smaller pug
1 411. Iare more witer was added and the clay tempered until
it was fairly uniforw and plastié ecnough for the presser's use.
Ageing. "he clay waz then placed on bords or trays about four
feot squ ve and covered with wet burlap bags. A three wheeled
track ﬁhoh carted the clay to the ageing room. Here the clay
‘as allow:d to remsin from 24 hours to 48 hours denending upon
the demand for clay on the pres=ing floor.

Mare arc two pressing floors in this plant. One floor

is loea-zd dircetly above the clay room and the other is on




the southeast corner of the plant, on the first floor.

Mold iaking. sefore discussing the pressing of the pleces, the

procduction of the plaster mold must be explained. The mold
room is on the third floor of the plant. Here there are 2lso
tw molders who malre all the fancy pieces such as scroll, and
various cornlicated designs. “hen these fancy pleces are made
up in clayv a picture 1s taken of them. This 1is sent to the
arctitect for his approval. The pieces are allowed to dry and
~re cut un into sections sulteble to handle. Molds are then
made of a voor grade of plaster. These were usually five piece
r0lds. Hore an inceh oversize was allowed for shrinkage of the
£innl ware when firea. Other models of the more common type
such 2s copings, ctc., were first cut out of heavy tin into
e dosired shape. This tin was pulled across the soft plaster
Tieh woe on o large mapble top btable. This imprinted plaster
sas allowsd to hrden After 1t had been trued up with a asquaro
nd a lovel. <ome more soft plaster w-S poured ¢ut onto the
table. 1nis wWas slopoed by hand up against the mold which had
been previously sized. Tris was done until the desired thick-
of + 2 mold wall was ronched. The greater part of the molds
m-de wore of five pieces altho the size and deslgn sometimes
made it necessary for them to be made in more pleces. The
molds were reinforced on the oubside by straps of steel.
“ton the molds were thoroughly 4dry they were ready for use by
the pressers. Lach mold and section had a number on 1t which
weo pecorded on every job done. These records were kept in
the of fice ©0O that at any tilme duplicates could be made or the

2

molds uscd on some other similar job. The old molds WeEre stored

n the verd and were kept ns long &8 they were verfect. There

e
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are about 14 men 1n this department.

Pressing. As wns pemtioned pefore there are two pressing floors

wopre all the pisces are made or pressed. As the orders come in
a duplicrte copy is sent to the foreman of the pressing floors.
7 is mar orders the molds scnt in and acsigns them to'various
masn. Iach presscr has about six or seven molds and sometimes
‘ore if trey are not very large ones.

Tme presser has his molds all arranged and usually starts
to vork on the first one 1ln order. He takes a large pilece of
clay from the clay board and wedges 1t on a piece of an old
nla-ter mold. He forms the clay into a long even strip so that
it will just avout fit the mold when it is thrown into 1t. "hen
i+ seems about right he throws the clay into the mold and starts
to nound it with hils hands to force it into the sharp corners of
the mold. He repeats the above process until he has the clay of
about uniform thickness in the mold, also pounding it with a
heavy pizce of w=:t cmnvas. Braces of clay of about 12 to 2 inch
th*elrmess are put in. The number of there braces put in 1s
accordings to the size of the piece. The thickness of the walls
is about 12 to 2 inches. The presser then cuts across the top
with a wire to smooth the plece off and then he sands the pilece
dovn. Thus he goes from one mold to another until he has finished
a1l his molds. This usually takes him about three hours. Then
he comes back to the firsc® mold and tips it over onto a palet
poard of the same size as the plece. Inen he tokes the mold
npart and sets 1% bacle toguther again and presses another plece.

rhen sharts to fix up the pleces that he has made the day

hwefore. Lf small molds are uscd he presses four pleces a day,

if 1lurge ones about Lwo.



7inishing. The pileces pressed one day cannot be finished the

I

same day because they are all too soft to be shaped for final

finishin . The piecces have to be handled with cure and finished
cupefnllr. The surface must be smoothed off and all corners

and edges must be sharp and true by usling a straight edge.

This takes time and experience to obtain a good plece. If a
corduroy i'inish is to be on a plece, the presser puts this

on bv a small plece of iron which has the ridges on 1t. Great
carc is haken by the presscr in this process bcause if the pilece
does not pass inspection, it must be mnde over by the presser

at his expense.

“hen the picce 1s finished it is set aside for
ins-occbion by the foreman. "hen the pleces are passed they
~re tagred with a tag which contains the order number, section
nber, ond the plece nuiber. The pleces are also recorded on
n nrogress sheet sO that its progress can be determined at &hy
time. [1s enables the man in the office to know just where
the pieces are and how far along they are.

Drving. After the picces have been tagged they are allowed

+o pemain on the floor to dry for several days. The pleces

~ype m.de far enough in advance so as not to cause a tie-up by
slow drying. In casc large pleces are m-de they are covered with
a vpiece of canvas to prevent uneven or tob rapid drying and
subsequent cracking.

In order to insure thoro dryingz, there are four steam
radiating dryers in tiis plant. These are located on the first
loor and have a Vvery 11 ited capacity. The gize of each

ryer is about 101-40'-6'. Thoese dryers are only used to
{inish off the nilcces and also for jobs needed in a hurry.
Yo weee is usually talen from the vressing floor the day before

O e




it is to be sprayed and trucked into the dryers. Here it is
allowed to remain over night on palets with the steam turned
orn. The stecam is always turned on at night and 1is tufhed off
the first thing in the morning so that the men can work in
-here. oOne night in the dryers is usally enough for the pleces
and thevy are then rec-dv to go to the spraying room.

Spraying. The spray room is located along side of the kilns

on the first floor of the plant. The pizces -re trucked 1in
from the dryers on the two wheeled truckes. The foreman of the
rlant does the spraying with another man. Fe tells the dryer
man just which picces to bring as he has to svray various kinds
of slips and glazes according to the kiln that 1s being set.

He hos to spray slips for the bottom of the kiln and glaze for
the top of the kiln.

e pieces are left on the truck and are sprayed in
this manner. The spray man first cleans off the pleces by
bloving sowe cowpressed air on them and then the pleces are
r aly to be sprayed. <1he ware 1s then sprayed with an engobe -
if Lhe finished prodxr t is to have a glazed finish., This
envobe 1s just a cover coat to give the ware a white background
for slazing, “hen tlhe engobe 1s dry the glaze 1s sprayed on
in 2 very w.t solution and then the plece 1s ready for the
satbine goang,  If the visce 1s not to be glazed the slip 1s

spraved on sufficiently thick to cover the ware. Care -must
be tolen in slip spraying in order to insure an even surface
bscause the ware absorbs water very easily, If the slip 1s
not on evenly it will not become viscous under fire like a
~laze but will show thrin in places and thus not give a good
product.

Slip Foom. The slip room 1s located directly above the spray

-8~
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room, on the second floor of the plant. This location 1s of
conrse very ad-antogeous bacause the slips and glazes can be
fed to the spray rocom by the use of gravity.

The slip room contains all the machlnery necessary to
Fhe nroidintion of slips and glazes. There are two ball mills
of four and five fect in diameter. These rnills are used for

he ~r- Ler part of “he production and in these are ground

t
the standard slips and glazes. There are also two smaller
ball mil's of about eighteen inches in diameter which are
used in srinding special colored slips and glazes for small
consumption. ‘“here are also four small pebble mills such as

o used for grinding test slips -and glazes. Here in this
room are hten large vats about three feet in dilameter and four
feet decp in which the stendard slips and glazes are kept ready
for use. Each vat hos a compressed alr line running into 1t

so that the solutions can be agitated when there is a tendency
for them to settle.

"hen a bateh 1s ground up in a ball mill it has to be

scrcened by hand., If it is a glaze it has to go thru a 150
feh sereen and 1f a slip, about 60-100 mesh screen is used.

The bateh is serecened into a large wash tub by scrubbing a brush

baclk and Lorth across the screen, TVls 1s a long tiresome

npocess and usually takes about five hours fo screen a large
veteh of =1lip and about seven hours for the same amount of
' ¢loze. Trese mills =re all run by a 4 H.P, electrlic motor.
meobs. Bosides making up the slips and gla zes here in this
rorm it 1s also used for the testing of clays, matching of
e nles for color, =5 submitted by a customer, and the making
o conc pats. There are places reserved for every sample made
so Lhat a record can be kept for reference at any time.

e



R SR Ay 5, S ey O O— L

Motes. The man in the slip room also puts down in a note

bonlt the varioas tects as they are run and each one is numbered
nccording to the year, such as 2455, which means year 124,
expzrient number 55. These books are kept in a safe as a record.

Clar Storage. The clavs are used in the slip room are many

and varied because of the wide variety of slips and glazes made.
hese clays are all stored in bins in the room along the wall,
A1 the elvys us i are shipped in from various clay companies

in begs. Theso bags arc trucked to a place below the slip room
and then ar: holsted up by means of a block and tackle.

Somnle Room. Adjoining the slip room is a sample room and 1t

also serves as an office for the Superintendént. Here are all
the various glaze and siip colors produced by the plant. These
are Fept on smell terra cotta test pieces which are easy to.
cend out-for aporoval. These piececs are also arranged on

helves so that a customer can pick out any color that he should
desire.

'1ln Pecords. The rccords of the kiln burrs are also kept in

this room as a mcthod for comparison at any time. 1In case one
71ln does not burn corrcetly, the Superintendent has a recording
pyroucter her: so tlat he can keep track of how the kiln 1is
being fired. It i1s so arrangsd that he can hook on to any

one of the eight kilns.

i1ln oetting. The sprayed ware on the truck is wheeled directly

to the kiln where 1t 1s to be set. There are eight round up-
dransht, coal fired, muffle kilns in use at the plant. Seven
of trhesc wre 16 feet in diameter and the other 1s a small 12 foot
leiln which was used for special and rush orders.

e setting of terra cotta 1s a very difficult task,

-10-
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saetions are built oub of large fire clay slabs 041-241-3",

o' ich are set on fire clay posts 18x24 inohés in height. The
fipst scobion is 1aid entirely across the bottom of the ¥iln
barause the riln floor is below the bottom of the door. llore
~icces are sct on this at the back of the kiln for about two

1abs or 48 inches wide. Tris is in turn covered and

H
(&)

rows of
so the ¥iln is set In a stair formation always working toward

the door. There are rive sections in the ¥1ln. All the large
nicczs and glaze picces are set on the top section and the smaller
plzces and slips are set in the other sections. -
QQEEJEQQZEEQQEL ass each scction 1s set a cone pat containing
cones, #4,5,6, and 7 ape set there in front of the peep hole.

cone pat was also set in the center of the kiln to see 1if

the hoat Aistribation wns even Or not. These cone pats were
211 marled with the number of the kiln, section and whether front
sr buack paep hole. "hese pats were all saved after firing and

-

retarned bo the 51in room wherec they were charted and the record

lent. There are five men 1in the setting gang, two truckers

and two setters with one boss.

Firing. After the kiln is set a man suts up the inner and
outer doors and then the fireman lights every other fire box.
Thege {ircs are kepb coing until the water smoking period 1s
nearly over. The other fires are then lighted after this

ouriod 1s over, shich is usually about two days. The fires

are kent going antil the kiln maturces which is from 140 to

150 hours denending upon +the fuel used and the weather conditions.

oL

Pyromcters. Reside having cones to fire by, there are also
brnge mebal thormo-counles to help to control the firing. These
souples are locabed near the top of the kiln and are connected

to an indicator snd nlso a recorder if desired. The fireman

~11-



128ps8 & -acord every hour of the temperature by the fndicator
and nlso »uts down when the various cones go down. The average
purn ccts cone scven 1own at the top while it 1s hard to get
cone five dovm in the bottom of the kiln. This 1s & very wide
range bub falrly good pszsults are obtained.

Finlshing off. "Then bthe ¥riln 1s finished the fire DboOXes are

pulSmRS g

goaled and the araunghts are closed to allow the kiln to goak

for 24 hours. the draughts are tﬁen opened a;d part of the
door 1s torn down and the 1¥iln 1s alloﬁed to cool for & day.

ig the coollng progresses the door 1s gradually torn down until
+s kiln gs cool enonh to enter. This cooling usually takes

fyrom five +o seven days pefore gorkmen can enter to remove the

pleces.

Firemen. There are LWO firemen wWho take care of the firing

e

of the kilns. They sact work twelve hours, one coming to work

ot six in tho morning and the other at six at night. Every

~ )
Qe

op weell one of the }11ln setters takes care of the ¥ilns 8O
as to pive oneé of thom & d&y of f for pecreation.

-

UOﬂdibion_Qﬂ_q%lE%;M e kilns are all in very poor condition

and all of rnem need repziring. This accounts for the wide
variation in temperature vetwecen the top of the kiln and the
bottom. Another renson lies in the fact that there i{s no way

to clean the £lucs under the bottom. Tt may be that these flues
ape full of debris and cause o lack of draught. some of the
yilns have Lwo ¢oNrscs ot brick on the bottom and others have
php e courses so bhat t-ig causes & differencée in the'time of
firing and also LyPO of ware produced.

pocl LiorkS. The reason for the long firing 1s pecause one of

L1ng fire clays contrins pyrites. 1If this 1s fired toO rapidly

12—
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sriall pocl marks will occur which arc due to the formation of

q1fur dioxide. ‘These marks are small places on the ware where

glaze or slip has been blown off by the gas that has

.,
ne

collccted underneath. If long firing is resorted to there 1s

not the tcndency for these marks to appe ar.

Drawving ¥1lns. “hen the kilns have cooled enough for the

workmen to enter, the drawing 1s started. The drawing of a

'i1ln is just reverse to the setting of i£. It is drawn in steps
inst ts it is set working toward the back of the kiln. The
pieces are loaded onto a two wheeled truck and conveyed to the
fitting shed. & truck will hold about four medium sized piecés
or abonut two large ones. "The picces are all plled in the fitting
‘hed regording to their orderhumber and sectlon number. As

s L eve fs veotved from each section, the slabs and rosts are
taken out and plled ready for use again. Each section is removed
in this manner as the ware 1s taken from it until the last
ssction is re-ched. This section 1s also removed with the
excention of two rows in the back of the kiln which are always
1oft stondins. The bottom of the kiln 1s swept out and the

sand, rich was used by the setters, 1s reclaimed by sifting.
There are cight men in this drawing gang but they do other jobs
beside this. The resson for their other jobs 1is because they

can draw Filns fastcr than they can be sat and finlshed off.

Fitting Shed. The fitting shed is the pluce where the finished

srodiet 1s inspected and the various sections put to-gether.

™18 is how it obtains its name.

vittbing &n Order. “hen the order has come out of the kiln

cospletely, it is assembled in various plles in the fitting
shed. 'he men here lay the ware out on the floor just as 1t
is to be put to-gether on the building according to the blue

-1 3=~
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print., If the picces have not shrunk enough in firing, thus
cansins too grent an overall dimension the pieces must be made
to fit. 'Mis is accomnlished by using a hammer and a chicel
to chin off the neccssary amount or else grinding 1s resorted
to in some cases.

Grinding “isces to Tit. The grinding is done by a large

oL S

horizontal plate of steel about ten feet in diameter. The

abrasive used is sand and water. The plate used 1is rotated
by a motar while the pieces are held in a vertlcal position to
the nlate. They are held stationary by long arms that project
out from Lthe center of the plate to the edges. Care is taken
to gbtnin even edges on the picecces and to prevent chipping.

sarking for Shipment. '"hen the pleces have been laid out,

measured and found true, “hey are marked with the section
letters and numbers corresponding to those shown on the blue
srint. 1 is marking is done in black paint so as to be easily

scen by the contrroctor. DBy this he can tell just where each

nizce belons without any difficulty. After the pleces are

y piled up to awalt shipment.

[

marked they are agail

Patching, In case there are any pleces that are chipped on

the edges or face, 2 man patches them with cement so that they

s 7

w111 male a neater looking job. There are three men employed

..

s department.

e
.

n th

M oning.  Prectically all the shipping is done in railroad cars

althoush some specinl jobs are packed in small bexes. In any
cass great core must be exercised in packing because of the
vossibility of brealing.

Pacling for Shipment. Hay or strow are used for packing between

£l nicees to keen them from hitting to-g- ther 1in the box cars,

el loyvoer of straw is placed on the bottom of the car and
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a row of ware is placed on it. Hay is put 1iIn between each plece
and this process is followed until four or five rows have been
12id nup. lio more than this 1s put in one car as the weight on
the bottom of the car would be too much. The car is.packed

from both ends at the same time always working toward the center.
A wooden partition is put 1n between the two secctions as a brace

to keev the pieces from sliding when enroute.

Creclking. As sach truck load of ware 1s brought into the car a

man s hands therre and checks off the pileces as to their number
and ssction. Ile has a separate sheet for each section belng

shipped and this i1s made out in duplicate form. One 1is kept by

the company while the other is sent to the architect. The draw-

gang does the shipping also.

> O

(=N

"
Lig

Lraftin - Roo.., There 1s a drafting room in the plant where all

the plans nrq‘drawn. The architect submits his drawings and
from this the terra cotta plans are drawn. The various sections.
are mrde and cut up into pieces of a sultable size. Blue prints
are made here and subiitted to him along with the estimation

of the cost. The size, shape, and actual location of the pleces
in the bulldin: as 1t will appear when completed is given.
Zeweral sets of blue vrints are made as one 1s needed for the
architect, pressing foreman, mold room foreman, fitting shed

and for the cornany files.

cost and number of pleces, the production of the ware 1is begun.
The estimate of the cost 1s based on the tonnage, shapes, and

the finish applied to the ware. Glazed ware brings about $500.00C
pe  ton while slip ware brings about $200.00 to 3300.00 per ton

depnending on trhe slip usecd.

FPulsechrouiec and Folyehrome. There are two kinds of finlish that
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sre ™t on down at this plant. This 1s not included in the
ceneral manufacture bocause it is not carried on in every day
processes. It is done by special requests at a very high rate.

Pnlssehrome. The first and most complicated is pulsechrome. In

£vig process it 1s desired to obtain a mottled effect to imitate
marble or nobural stone of various colors. A specilal machine
#high has three sepnrate soray points 1s used. The slips or
1an s are fed thrn separate tubes and by means of a vibrating
tem these slips or -lazes are applied 1n an irregular manner,
one overlavpine the other. In this way the desired mottled
effeet is produced. This macine will not be sold by the

owner bub is rented so that he has control of them, thus receiving
n roynf%y on 2ll tho: ¢ in use. |

fOIYEEEQ:ZL Mis tvpe of work as the name implies is -the use

of two or wore distinct colprs on various parts of one piece.
is worlk is donc where different colors are desired on & raised

yrface. It is- very difficult to do and as yet has not been

i

porfected at this plant. Xngobe is first sprayed on the plece
‘nd it is allowcd to stand to dry. <The background 1is covered
with very tough paper and clay to prevent any of the glaze from
~otting on it. The raised part of the pilece is exposed and the
~-lor desired is sprayed on it. After this has dricd the clay
‘nd paper are removed and more of it 1s placed on the raised
»nert that has just been sprayed. The background is sprayed
;1% its cnlor and Shen the clay and the paper are removed.
r is hard to get even joins between the plazes and avold
chipnine off any of Lthem. This 1s all hand work and requires
qibe a bit of tire rnd labor to do it properly.

. allad Tinish. Speelles ware is also in gread demend. This

is produced by first applying a white or cream colored
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slin and then thils sveckled slip of manganese. This manganese

slip 1s in a paste solution and 1s applied by using a short,

2

stiff, bristled brush and spreading the bristles, thus allowing

the slip to fly off onto the piece. "hen fired the specks

ne

turn blaclk thus giving the desired speck.

Boiler lioom. 1In conncetion with the plant is a boiler room.

Tepe Shere are two large boilers which furnish heat to the dryers
ag w=1ll as to the building in winter time. There are also two

corresced air pmps which furnish compressed alr to the spraying

(9]

room at about 25 pounds pressure. There 1s also an Ingersol
snd pump for puminc water from a private well to various depart-

is a saving in money as very little water 1s used

]

ments. Tris

[¢

from the city.

"anchine Shop. Trerc is 2 machine shop on the plant grounds where
©1Y VYinds of repairs sre m de. There are two men here who are

the time fixing nup various things that sre broken

&
=}

or worn onb. It is nnt a large mnchine shop but large enough

to szrve the nurpose.

Lebor Conditions. The labor conditions at the plant are falr,

"Me tyne of labor erployed is American born with the éxception
of the proesaing rooms and the plaster shop where there are

T5 1liens omnloved. Thos: Italians seem to be able to do better

Lory in these dev:rtuents than any others that they »ight use.

the Superintindent and the owner are not very easy to

Of comrse,
pet along - ith so that one or two mew men are hired each day.

‘453 crn casily be uone as there are only two large manufactur-

oD RO

1n7 »nloces in Corning and they are the Glass "orks and this

lart. T is also rosalts in low wages for the greater part of
pen o do not seenm to be very satisfied.
Gonarnl Hemarls. The layout of the various departments is

L




far from being idcal 2s an jdeal terra cotta plant 1s a one floor

plant whare the raw products ooue in at one cnd =nd the finished

oroduct poes ont at the other. #s has been mentioned there

~ve Lwo different preasing floors at opposite ends of the

w

building from cach other. The clay has to be conveyed by elevator

up t one floor then trucked back to the first floor pres<ing

roori. The dryers arc lower than the pressing floor and spray
so that the w rc has to be trucked down a narrow runway

‘ot 18 darl and slw.ys conjested, This causes slow producbion.

inobher bud feature is the fact that all the trucking to and

fpom the }ilns has to o thru the spray room which causes

conjestion and loss of time in production. Iiany pieces of the

~achinery are worn out so that constant repairs slow ﬁp
production and sometines celay orders.

In spite of all these bad features, the product turned
o9t at Corning coup:rcs favorably with any on the market.
Mmetr ssles nre constantly increasing which causes them to
or} over time a great deal in the surmer. The rcason for

heoir success lies in the fact that they have wonderful glazes

and slivs thab seem to fit the body very well.
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