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The inspiratior-a 15th Century Burgundian enamelec
spoon housed at the Museum of Modern Art in New
York.




The master spoon
The pomegranate
knob was created #¥

usingSculpey Several |
molds were created
using a Room
Temperature
Vulcanizing mold
compound. For an
overview of the
process, go to:
http://miniaturemolds
.com/MakeYourOwn
Mold ¢80.htm




The completed mold was clamped
with quickclamps between two
boards for stability. Different molds
required slightly different clamp
placement. Itis important to
experiment until you find what
works.




Pewter ingots were heated until
molten on a camp stove. Proper
and consistent temperature
were important to achieving a
good pour with no bubbles.
Maintain a uniform level of
pewter and a constant rate of
propane helped with

maintaining temperature
through out the day. The ashy
scum was skimmed from the top
and removed. Safety material
for this step includes welding
gloves.




Pour the molten metal into the mold *
you see a button of metal at the top of §
the sprue. Having an extra quick clam
to add to the mold Is helpful if you
develop leaks. Welding or other heat .
protection gloves are a must. A heat v“ﬁ‘
protective apron, long pants, and close = &
toed shoes are also helpful. Beware @ 2
that anyone working at this station is m, :
the occasional splash zone. '

- -



When the metal has cooled and the sprue is solid to the tou
with a probe, remove the clamps, pull the mold apart and cf
the pour for completion.




If there are any gaps or
bubbles, return the meta
to the pewter meltingpot
or see If it will serve as a
decorative mask.




Spoons that pass the Initial quality
control check should be released
from the mold on to a cooling rack.
At this stage, hot and cool metal look
the same. It is important to have
tools like these needle nose vice
grips handy in case the metal needs
to be manipulated before it is
completely cool. Itis important to
make sure all metal Is cool before it
moves to the next station.




Rough Finish Statieninitial sprue
removal was accomplished with hack
saws. Excess metal could be returned
the melting pot. Vises provided restral
for the spoons. Ideal spoonshada @
single sprue to remove. In some casesj
team rough finish had to get creative
freeing the spoon from the excess castijg

material.




Tin snips can remove extraneous pewter. In some cases, initial cu
with tin snips create space for the hack saw to work. Gently bendir

excess pewter back and forth to create metal fatigue also helped w
removal of thinner portions.




By the end of the rough finish, we have spoons that ¢
beginning to look like spoons and are ready for furthe
mechanical processing.




The belt sander is used for the first mechanical
clean up of the straight and convex surfaces on
spoon. Safety googles and work gloves are a
for this station and folks dowwind may need

safety googles too. The sander quickly warms
metal. Care must be taken to allow cooling lest
the stem of the spoon bend.




Unlike the belt sander, the
dremeltools could work on |
the concave surfaces. They . -
could be used on the shaft of <
spoons without heating and %

bending issues. Tool choice |

this regard was a balance of g =
process speed and delicacy. £ &




The Flexible Shaft Grinders and Carvers allowed for
finer finish work, especially when an engraving tip is
used.




Buffing using a wheel
coated with polishing
compound was the final
step. Note that personal
protective equipment
iIncluded work gloves, eye
protection, and dust
masks. Thorough clean
up at the end of the day
IS Important. Left over
buffing compound Is a
fire hazard. Note too the
lovely finished spoons In
the background (right).







