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THE PROCESS OF CREATING
A SCULPTURE

The sculpture production process was created
based on our test results. We recommend first
testing samples of color combinations and the
behavior of the glass in the conditions of your
furnace.

The Process of Creating a Sculpture with a LIBA
Colors 96 Glass Combination

LIBA Colors 96



MAKING the Mode/

The modelis made from rigid polystyrene and has a geometric shape with a bevel for easier
removal from the mould. The surface should ideally be smooth.

First, sketch the shape Then sketch the shape Preferably use modelling tools such
of the sprue. This space will of the object that you want to melt. as a Dremel saw, hot wire cutting
extend beyond the final This prepares a template or a utility knife to cut

shape of the model. for cutting. the polystyrene.



MAKING the Mode/

Glue both parts, i.e. the model
and the sprue, together using a
hot glue gun or double-sided
adhesive tape.

—.

Next, attach the model to the base
that the mouldis to be cast on.
Once again, use a hot glue gun or
double-sided tape.

PRECIOSA

Apply arelease agent to the
model using a brush. You can use
parquet paste or another greasy

substance, for example.



BUILDING the Walls

Build walls around the model, into which the moulding compound will later be poured.

Prepare a frame of
boards around the model,
leavinga gap of 2to 3cm.

Place a partitioninside Firmly fasten the walls
the frame toreduce together, for example,
the amount of moulding using a carpenter’s
mixture and achieve a clamp.

uniform wall thickness.

PRECIOSA

Seal the bottom
of the frame and the
partition with clay
along the perimeter
SO as to prevent
leakage.



MAKING the Mould

The mouldis made from a mixture of 1 part dental
plaster to 2 parts finely ground silica sand.

The powder mixture can be preparedin advance so as to avoid
any mistakes. Alternatively, sprinkle the mixture directly into
water, gently tapping it and pouring it evenly in all directions.

The mixture is ready once anisland has formed

on the surface and absorbed the last excess water.
Stir it thoroughly untilitis lump-free with a consistency
similar to thick cream.

Tap the mixture to release any larger bubbles.



MAKING the Mould

Slowly pour the moulding mixture along the frame Shake the base to release any larger bubbles by
wall so that the entire space fills and the model vibration.
disappearsinside.

Then leave the mould to set.
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=1 TING the Mould

The mould setting time depends on the size of the model and the volume of the poured mixture.
The more material, the longer the setting time. The walls are removed after sufficient hardening,
usually after 24 hours.

Firstremove the clamps.
Then gently tap torelease all
the walls.

Use a spatula to remove any
plaster overflows and bevel the
mould edges to prevent any
damage during handling.

PRECIOSA

Place the spatula at an angle
at the joint between the mould and
the base and gently tap to detach
them.



SETTING the Mould

Detach the mould with a twisting Remove the polystyrene model from the mould. If it sticks, remove it
motion and flip it to remove the model. by gradually cutting or etching it.
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MEASURING the Mould Volume

—

Measure the volume with water. First Measure the poured The mould volume is therefore 0.5
thoroughly clean the mould interior amount. In this case, itis 1 litres. This value should also be
before measuring its volume litre minus the remaining marked on the mould.

with a measuringjug (1 litre) by pouring 0.5 litres.

water in up to the intended rim.
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DRYING the Mould

The mould must be dried to remove any bound water from the moulding compound.

Leave itin a warm place for several days.

A dried mould can be recognised by a colour change (lighter) or a ringing sound when tapped.

PRECIOSA



PREPARING the Kiln Load

Always wear protective gloves and goggles at this stage.

Prepare the raw glass material that is
supplied as rods. Wear gloves and goggles
when cutting it. Score
one side of the rod with a diamond glass
cutter, then tap the opposite side. You can
also rotate the rod and tap on the other side
with a hammer for a clean cut.

Weigh the amount of glass to be
loaded. For this object: 0.5 litres x 2.5
kg=1.25kg of raw material (all the
colours combined).

<X

Thoroughly clean the glass of
any grease and dust.



PREPARING the Kiln Load

Place the dried mould into the kiln
and use a level to check thatitis
horizontal.

Then surround the mould with bricks as
protection against cracking and leaking
glass.

DDECCIAC A
P RECIOSA

Carefully insert the cut and cleaned
raw glass materialinto the mould.



PREPARING the Kiln Load
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For safety, place phase paper
between the mould and the bricks to
prevent any contact and possible
stress or the glass object cracking.
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The glass melts at 880°C. The molten glassis then poured into the mould.
The cooling process is controlled according to a specific cooling curve,
which is determined by the object’s wall thickness.
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PREPARING the Kiln Load

Remove the bricks and take out the The plaster sand mould becomes Once the glass has been removed,
mould once the object has cooled to brittle after the firing process, thereby cleanit of any plaster residue.
room temperature. allowingit to be easily removed.



PR

—PARING the Kiln Load

Finally, the glassis sanded and polished to give it
its final shape.
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TRADITIONAL
CZECH GLASS

LIBA Colors 96

Before melting After melting After melting
Semi - product 830°C 880°C

Color: 01300LC96 ¥
White Opal .C96

Color: 10030 LC96
Topaz LC96

Color: 20300 LC96
Violet LC96

Color: 30010 LC96
Sapphire LC96

Color: 60010 LC96
Aquamarine LC96

Color: 50610 LC96
Blue Peridot 1.C96

Color: 60200 LC96
Green Aquamarine LC96

Color: 40010 LC96
Smoke Grey LC96

* Temperingcolors,Striker Glass"
The final shade of a striker glass can change based on the amount of heat, the
firing temperature, and the kiln's atmosphere. It's crucial to test a small sample
with your specific firing schedule for any project that requires a consistent
color. Thisisbecause applyingmore heat to the glass willmake its "struck” color
developmore fully.

Before melting After melting After melting
Semi - product 830°C 880°C
Color: 70000 LC96
Pink Crystal LC96
(UV-Active)

Color:82010LC96 *
Amber Alabaster 1.C96

Color:80010LC96 &
Amber L.LC96

Color:90070LC96 ™
Ruby LC96

Color:92070LC96 *
Ruby Alabaster LC96

Color: 80130 LC96
Anna Yellow LC96
(UV-Active)

Color: 23980 LC96
Black LC96

Color: 00035 LC96
LIBA 2000+ LC96

A 01300LC96 is not suitable for melting at high temperatures or with long melting
curves, because this has a tendency to increase the crystalline structure of the
material. Itis ideal for fusing or for shorter melting times. Itis not recommended
for sculpturalmelting.

m 80010 LC96 takes longer to melt and it has a tendency to undergo a distinctive
undesirable colorchange athightemperatures.

COLORS






MANUAL for processing L C96 glass

1. INITIALHEAT
* Range: from room temperature to 520-575 °C (up to a maximum of the deformation point)

« Godal: to safely surpass the critical boundary at ca 450 °C, under which there is the risk of thermal
shock and the glass shattering.

« Strategy: the glassis always somewhat cooler in this phase than the sensor in the kiln states, so @
conservative approach is recommended - an increase of ca 200 °C/h in standard projects, butitis
advisable to select a slower heat increase for products with a bigger layer. The tried-and-tested
speed for large projectsis 70°C per hour.



MANUAL for processing L C96 glass
2.PRE-RAPID HEAT SOAK

* Range:520-575°C

« Godl: to harmonise the temperature in the entire volume of the glass before rapid heat

« Importance: This phase is critical for balancing out the temperature in the entire object.

3. BUBBLE SQUEEZE

* Range: 620-660 °C
« Godal: to squeeze out the air bubbles between the layers and the running of some colours.

 Importance: this phase is essential for so-called "striking glasses” that need to remain at 660°C to
achieve the target shade.



MANUAL for processing L C96 glass

4. RAPID HEAT
Range: from 520°-880°C

Goal: to pass through the devitrification zone (crystal creation on the surface) as quickly as possible,
but not so quickly as to imprison large bubbles in the softened glass.

5.PROCESS SOAK

* Range: 590-880 °C (this depends on the technique - see the table below).

 Physical process: the interaction between temperature and time (so-called heat work) determines
the final shape.

» Example: we recommend an average soak of 10-40 minutes for regular glass melting at the goal
temperature. A longer period at alower temperature provides artists with greater control over the
result.



MANUAL for processing L C96 glass

Innitial heat & Pre-rapid soak 0°-622°C
Slumping 590°-710°
Tack fuse 700° - 780°
Full-fuse & Kiln-casting 800°- 880°
t. softening point (Littleton softening point) —a defined variable) 695+ 10°C
todeformation point —a defined variable 575+ 15°C
t, transformation point - a defined variable 500+ 15
Upper annealingtemperature 520 °C
Lower annealing temperature 380°C




MANUAL for processing L C96 glass

6.RAPID COOL - to the upper cooling temperature

Range: from the process temperature to 520 °C
Goal: to halt the melting process and escape the devitrification zone as quickly as possible.

Warning: opening the kiln door for ventilation is not recommended, because this gives rise to
dangerous temperature differences in the glass mass. The kiln should cool naturally at its own speed.

7. ANNEAL SOAK

Temperature: 520°C

Goal: to completely harmonise the temperature in the entire piece of glass and release the internal
tension that has arisen during the shaping of the glass.

Time: the length of the soak depends directly on the thickness of the glass and how it has been
placed in the kiln.



MANUAL for processing L C96 glass
8. ANNEAL COOL
* Range: 520-380 °C
« Goal very slow and controlled temperature reduction through the critical zone?’

» Tolerance: the goalis to maintain the temperature difference in the entire piece of glass below 5°C
in the upper part of the range and below 10 °C in the lower part

9. FINAL COOL from 380 °C and downwards

* Range: controlled cooling in intervals from 380°C to 50°C. Then spontaneous coolingin a closed
Kiln.

« Goal: asafe return to a temperature at which itis possible to handle the glass.



MANUAL for processing L C96 glass

* Practice:in the case of regular pieces (a thickness of 6 mm), the kilnis kept closed until it reaches
approximately 95°C, when it can then be slightly opened. In the case of thicker castings, the kiln
must remain closed until it has completely cooled to room temperature.

Cooling Schedule for Kiln-Formed Glass

LIBA 2000 + / LC96

Cooling rate 1 .
Glass . . Cooling rate 2
. Soak time From upper annealing temp. ’ Total process
thickness . From lower annealing temp. | .
(hr) to lower annealing temp. & time (h)
(mm) . downward (°C/h)
(°c/h)
10 2 95 238 3
20 3 38 96 7
30 5 17 43 16
40 6 10 24 28
50 8 6 15 44
60 10 4 11 64
70 11 3 8 87
80 13 2 6 113
90 14 2 5 143
100 16 2 4 177

Innitial heat & Pre-rapid soak: 0°- 622°C
Slumping: 590°- 710°
Tack fuse: 700° - 780°
Full-fuse & Kiln-casting: 800°- 880°
Upper annealing temperature: 520°C
Lower annealing temperature: 380 °C

Notes:
1. The curve has been calculated for the controlled
reduction to a temperature of 50°C

2. Only open the kiln once the internal kiln
temperature has reached 30°C

3. This applies for a flat sheet



TUTORIAL

HOW TO USE LIBA COLORS 96

Start your next project straight away and let your creativity
shine with the full pallet of LIBA Colors 96!



https://www.youtube.com/watch?v=FPyJJGaCLpM

E-CATALOGUE

E-CATALOG - download

E-Catalogue arch by article number, e.g 19001-1 ) n Registration / Login a

PRECIOSA LIBA Colors 96
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https://catalog.preciosa-ornela.com/catalog-liba-colors

HOBBY set

L.] B A Hobby Set - product sheet download

C “O1724>¢

797


https://www.preciosa-ornela.com/content/files/downloads/catalogue/LIBA_Colors_96_Hobby_Set__product_sheet_web.pdf

Thank you for your
attention

PRECIOSA ORNELA, a.s.

Zasada 317,468 25| KrkonosSskd 732, 468 61 Desnd
Czech Republic

Preciosa-Ornela.com
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