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THE FENTON ART GLASS COMPANY
Williamstown, West Virginia 26187



FACTORY TOUR SCHEDULE

September through May
Monday through Friday (Daytime)
9:00, 9:20, 9:40, 10:00, 10:20 A.M,,
12:20, 12:40, 1:00, 1:20, 1:40, 2:00, 2:20, 2:40,
3:00, 3:20 and
Tuesday and Thursday (Evenings)
5:20, 6:00, 6:40, 7:20, 8:00 P.M.

June—July—August

Monday through Friday—Tours each evening from
5:20 till 8:00 P.M., in addition to the regular day-
time tours above.

Advance reservations are requested where possible
for groups of 20 or more.

GIFT SHOP HOURS

September through May
Daily—Monday through Saturday—9:00 A.M. till
5:00 P.M. and Tuesday and Thursday open till
9:00 P.M.

June—dJuly—August
Monday through Friday 9:00 A.M. till 9:00 P.M.
Saturday 9:00 A.M. till 5:00 P.M.

The Fenton Art Glass Company is located in Williamstown,
W .Va.. just across the Ohio River from historic Marietta, Ohio.
It is easily reached by Interstate |-77 and from W.Va. State
Routes 2, 14 and .5, Route 50.
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miould, Some designs moy toké sev-
omral r'npri{'hs to sculpt. The ftools
used are very deficate chisels and
- files, Tronslating the one.dimen-
sional fines of the designer’s draw-
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BATCH
Basic mgrﬁ,dpeﬂt's in Fenton “batch’"
are silica sand, soda och ond lime.
Other lﬁ‘!eflﬂmﬂvli are added to cre-
ate colors or to give the gloss spe-
cial physical properties. For exom-
ple, Fenton's Colonial celors require
- sugar, ircn and sulphur {amberl,
‘copper iblue), iron or chroraitm -
Agreen}, selenium ond cadmium sul-
fide {oranige). World fomous Fenfon
©milk glass requires fluorine and
aiufmnu..m‘; and, so far.as iz kwm 5
Feriton js the only major M;&dg:
glass company which dses  pure
coin g@!d $a ﬂhm[n Gold Rub\.-' Glass.

= MELT]HE S
--"Fer.mn G{ﬂs is mefted in ”]‘.‘FBfSM
and in “doy tanks"" The refractory
clay pﬂfs gre in a furnace- which -

- circofates ﬂﬂ!‘ﬂﬂs outside the pots
‘but where no floms touches the
glagss The doy tank, about 3 tirnes
 the size of a pot, melts glogs by
- fire played dirsctly on the batch.
1t tokes 24-30 hours for o pot melt
and 12 hours for o day tank melt.
Temperatures of about 2500°F.
are requ:r;ed m rmalt fhe batch:

THE GATHERER
The gatherer winds molten glass on
the end of o hollow blowpipe or the
tip of o long steel rod cailed o
punty. He must be expest of judg-
‘ifig the proper omount of gloss to
gather =0 that each piece of ware
gets started on its way neither too
‘heavy nor too thin. The speed at
which he turns the punty, together

- with the size of its tip, determine
the omount he gathers. He also

- must shdpe the gob properly and

- drop it in the center of the mould,



THE *B!.GW ER

After the blocker has shaped,
 cooled and blown the first hubbiee,"j '
_of gir into the “gather” o camy
“over boy delivers the gob of glass
still on the end of the blowpipe 10

the blower. After the ba‘wer re-

lﬁﬁts the rough shoped piece in
the hole, he th-er: rolls it on

the Flat steel marver plate to ob-

“tain & Shﬂpﬂ similar to that of the

blow - mould.  Standing . on  the

 traditional blower's platform, he
* blows the hot, viscous piece ﬂ'@iﬁ'ﬁ :

final mould, imparting to the piece
ifs. ‘i:rasit shope and pﬂm

THE HANﬁL‘iR

- Great skill is. required of the craffs-
Comen wh::: put handles on baskets

ond jugs. In very fast order, the

hordler attaches o glowing ribbm-

of g[gs.,a Yo g piece, forms o loop

and ottaches the other end. After

crimping the handle, he then works

it into o graceful tm:h strgight and

frue. The design on the stamp he

_uses to affix the handle is his
- alone, ond every Fenton handle con

be troced to “the qufsmun who
';areafﬁd H ;

THE ﬂi!ﬁ!ﬂ

' Only yeors of experierice can. gnre' '
. the presser the sense of feel soim-

 portdnt fo making hand pressed
. glass; With his shears, the presser

SHHipS off the molten glass: dropped

o -:.: _into his mould by the gatherer and =
 flips: ﬂ’!ﬂ et énd into the mould to

prevent o shear mork. He then
pulls the lever and holds it for jug;;

‘the proper time to form the gloss, .

Too much pressure and the gl-:iss .
will sh&'e@aﬂ tao little &m;f

.mautd w-an % faII

: THE FINISHER -
The finisher or “goffer,” H’Stnsg the
Pucellos, or “tool” and o cherry
wood pﬂdd]% ‘age old implements

- of the glass worker’s ort, forms the

piece to its fingl shape He fiares

the gloss, crimps it changus e
shape, and straightens the stemon

footed pieces. His sense of fiming

- must be honed to d fine edge, for

he ‘works the gloss as it is on the
threshold of becoming immovably
chifled. The Fenton Trade Merk de-
picts g finisher from Medieval times.




THE FENTON EDGE
Two technigues in hondmode glass
for which Fenton has become par-
ticulorly  farous are the crimped
edge and Silvercrest or crystal edge.
The delicate ruffle of the crimp
and double crimp has earned these:
Feriton pieces o place of special
recognition in the art gloss world,

Only Fenton's most highly skilled

craftsmen can spin the sparkli

crystal edge on pure white itk
glass to create exclusive Fenton
Silvercrest. Although the brilliont
crystal seems like o port of the

piece, it is added after the milk

glass haos received its basic shape.

FENTON QUALITY
The quality inspection of each
piece of Fenton glass begins the
moment it is first formed in the
hot metal department. Every work-
er gssumes Teslj}DrthiW for qual-
ity checking eoch piece he handles,
Fenton ginss oy have been
checked oz mony o= o dozen or
more times before reaching the
quality selector who passes the
final judgment. T he sticker on
each piece certifiss that it meets
the traditioncl standard required of
all fine Fenton hondmode glass:

VASE SWINGING
The vase swinger, after reheating
the top of a thick walled goblet in

" the. glory hole, swings the glowing

glass in sooring ares until centrif-
ugoal force drows the hot glass into
a long, slender vasé. The final
shape of the vase depends on the -
speed he swings the piece, the time
he aflows the glass to cool, and the
number of revolutions he Friakes
with it. No two Fenton vases are
ever ullke

SHIPPING
After Fenton ware receives ite seal
of quality, it is pocked in individ-
ually. designed “‘air-pack” boxes.
This method of packing eliminates
the inconvenience of excelsior and
shredded paper and sharply reduces
the chance of breakage in ship-
ment. Carried by conveyor fto the
shipping dapdrtmeni‘. boxed Fenton
ware is put in the flow rack inven-
tory control system from which
order clerks ¢an readily fill orders
from gift shops and department
stores throughout the country ond
from os far away as Australia,




MAKING FENTON GLASS
BATCH is the mixture of raw materials that is
fed into a POT FURNACE or DAY TANK
FURMNACE where it melts down into glass. The
molten glass is removed on o long metal, ce-
ramic tipped, PUNTY (or pontil) by the GATH-
ERER who drops the gob into the center of a
PRESS MOULD, after which the PRESSER cuts
it off with his SHEARS. Then, pulling the side
lever of his press, he sends the PLUNGER into
the mould giving shape and pattern to the piece.

In a BLOW-SHOP the gatherer winds the molten
glass on a hollow BLOW PIPE and delivers it to
the BLOCKER who cools and shapes the gob in
a wooden block placed in a tub of soapy water
and gives the piece its first bubble of air, The
blocker gives the blow pipe to the BLOWER who
reheats the rough shaped piece in the GLORY
HOLE, and then rolls it on the flat steel MARY-
ER plate to obtain a shape similar to that of
the BLOW - MOULD. Standing on the tradi-
tional blower's platform, he drops the hot,
viscous piece into its final mould. He then blows
the glass into every recess of the mould, im-
parting to the piece its basic shape and pattern.

From the moulds, the ware is taken by the
CARRY OVER BOY to the WARMING IN BOY,
who places it in a SNAP and then in the glory
hole until it becomes hot enough to be crimped,
flared, or straightened by the FINISHER or
GAFFER, who works the piece with the age old
glass making tools, the PUCELLAS, or “‘tool”
and the BUFFER, a cherry wood paddle. If the
piece is to have a handle it is brought to the
HANDLER. He attaches a glowing ribbon of
glass to one side of the piece, snips the molten
glass from the gatherer’s punty, tamps down
the cut end with his STOMPER, and quickly
works the glowing ribbon into the graceful arch
of the Fenton handle.

The piece is then taken by a CARRY IN BOY
and put into the LEHR or annealing furnace to
be slowly cooled. This process removes the stress
and strain from the glass to prevent it from
cracking when it cools to room temperature.
GLASSWARE is removed from the lehr by SE-
LECTORS, who examine each piece carefully
for flaws or defects. The ware is separated into
three categories known as FIRST QUALITY,
SECONDS, and REJECTS.

The first quality ware receives a Fenton Trade-
mark Label and is PACKED in individual cartons
and sent by CONVEYOR to the SHIPPING DE-
PARTMENT, where it is kept in FLOW RACKS
from which ORDER CLERKS assemble orders to
be shipped to customers throughout the United
States and many foreign countries. Seconds are
taken to the ""Gift Shop' to be sold at a re-
duced price. Rejects, also referred to as CUL-
LET, are remelted or taken to the dump and
destroyed. Unfinished ware which needs some
further refinement is brought to the FINISHING
DEPARTMENT where it may be sawed, ground
and polished, or drilled to meet customer spec-
ifications before it is sent to the Shipping De-
partment,
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