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1. ## 3 #FR

1) Plastic screen mesh(u}l&7})

2) Wax: casting wax(Han Deuk chemistrys, Korea) »

3) Wetting agent: Debubblizer(G-C dental ind., Co., Japan)
4) Casting ring(Korea)

5) Investment: Hi-Temp investment(Whip-mix Co., U.S.A.)
6) Vacuum Mixer(Whip-mix Co., U.S.A)
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7) Furnace: Sae Kang Electronics Co., Korea.

8) Alloy: C & B alloy(Sankin Co., Japan)

9) Casting machine: Thermotrol 2500(Jelenko co., U.S.A)
10) Sand blaster (Handler MfG Co., U.S. A)

BE HE
Plastic screen mesh(ub&=H)4 18 % 18m= Al FAA & =HE3 casting round waxe] kR
.8 B8 ] & plastic screen mesh2- casting round waxdl| EEAl7]a V-shaped runner

bar pattern”él HA FAsta dFdo] F& o (Fig. 1)

AHA T WEES S/ A7 $8] wetting agentd X ¥ 3} special liquide} dist-
illed water® 80:202 4§ F Hi-Tempul&EA'VY &9 % 0. 16% & AFFEFE ¢
434 6027 EFstd W EsGS. & ringd 35 54 A A Hf Eo 5ET
2z% 43ex B 1000°F, 1200°F, 1400°F, 1600°F, 1800°F & 5utAlz i3t £33
% Table I, -1 2722 F£7171% thermotrol 2500% A-&3te} C& B alloy® &%,

Ag 270 e F2%5 Q458 F2AE sand-blasterE o] £35}e] =& A
AE AAT F 522 & F2AAA IE WY A4Y T HAes F43 £xE g3
givh. (Fig. 2)

-

Fig. 1. Pattern assembly with sprue Fig. 2. Completed of casting body,
and crucible former. '
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‘Table 1. Burn out casting conditions.

Alloy Investment Investment type Burnout Temp.  M.P of Alloy

C & B Alloy, Hi-Temp, Phosphate-bonded, 1000~1800°F, 1150C

Table 1-a. Burnout casting conditions.

Test Cast metal Burnout Temp. Casting condition Sample number

Test I New alloy 100%, 1000°F. 1200°F. 1400°F, Immediately, Total 30 units
1600°F. 1800°F.

Test I New alloy 1009%. 1000°F. 1200°F. 1400°F, After 20 minutes, Total 30 units
1600°F. 1800.F.

Test T New alloy ' 50%.,  1000°F. 1200°F. 1400°F, After 20 minutes, Total 30 units
Recast alloy 50%  1600°F. 1800°F.

II. ®E &R

ring® &#-2% = 1000°F, 1200°F, 1400°F, 1600°F, 1800°F& Fi3}ed Table 1-14
H zAoE 3td & TR Fza NBEAAE & ES I3 4 AL 244E
Az g3k Reh (Table 1)

Table 2. Composite castability VS, burnout Temp., recast percentage

" N\ Test _ I I | _ I
Temperature™\ X SD, X SD, X Sb
1000°F 0 0 0 0 [ 0
1200°F 1.2 1.095 1.2 1.095 0.8 0.837
1400°F 5.6 0.894 13 2.243 1.6 0.894
1600°F 21.2 1.643 80.8 0.447 17.4 1.930
1800°F 81 4] 81 -0 18.4 1.342
X: Mean

SD: Standard deviétion

V. % 2

&40 TiEte] 88 vl HEEe 2k Kaminski®, Compagni'® 5o 2] |
shglo, Jarvise WEAS £BLEA AT AL 99 =% atw 22 9
2ok : L |
o] = &BY F2Lrst uAE L w3 m 2 HE BEWESE $-84 gas-oxyzen
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flameA}-£ ¥t} thermotrolz 7|5 A& = Ao] Erlx 48 =}, =3 Presswood”,
Duncan®, Whitlock!® £-& nickel-chromium& 4<% berylliumE ¥ 33} nickel-chromium
fdol TF o A Adl W8 F2 LES Ror Frase du Fz FTEs
gz nng gk gou 4R 43w C & B alloy £41-& nickel 51.5%, manganese
20. Ov%, chromium ,15. 6%, copper 10% 22] 3.5% 2 ¢]FolA 3le] Jarvis!Pr} xa}3 &
29 beryllium &4] Afge] W& 434 ulm 2L oJ8$ Aot 1600~1800°F 43k
exAE Jarvis® 494 AT A,BIFE 3+ AF4e] UA g C,DFE ek
T3 F2AE 240k ole] A [, I4] I3 &35 wE F249 Aol ringd
A A FA7EY o]l 2 gl ringd] 259} furnace muffleye] A 2x9 U X] 544
2% A4es 4nEs, 491,19 Ak dF Aolk C & B alloyy] 24%F F24
manganese®] 44 & 413 BMLAHERER 9] RaFow 54l 4 Pokx s

ATl glelA 1600°F, 1800°Fell A F—3t Fx4¢] vhebgtont, 1 e o4
= 1600°F7F 1800°Fxc} EA] vhebytow JarvisiVs] cho)9i9 u 3o 9wl AFex
S7HA F24A 29 ZYEY 4 A4S JebdvE 249 dATE ¢ agEe
C & B alloyd] 349 £3Lx¥ 1600°F2 FE 4+ otz 474

e o o

V. #& o

C & B alloy(nickel-chromium%)& A}-§3}¢] ringe} £&8-&5 o] ¥ 50% new alloy:
50% recast alloy & F2A 7544 A 24 Asd 935 2L #Hms <

1. 7FFARe] 744 3 AL 100% new alloygd =

2. 100% new alloys} 1600~1800°F 43L& =4 50% new alloy: 50% recast alloyx
t} sHFEAe] 4wirt v}, 2|22 new alloyg} recast alloy® 50: 500 3= Ao E
X E5).

3. 100% new. alloy® F24] 1600°F &322 A 2087 AlFg Ae] & TAuc} 7
FAo] 4 Fovt 1800°Fell A= AL Aelsl §let.

4. C & B alloy nickel-chromium#%¢] 34 &3¢ 5% 1600°Fo]t}.
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The Influence on Castability of Nickel-chromium alloys According
to Burn-out. Temperature and Recast Content Ratio

Hyo-byeang Park
Dept. of Dental Lab. Technology
Kwangju Heath Junior College

> Abstract<

The castability of base metal alloys for dental casting is influenced by burn-out
temperature and recast percentage.

Burn-out temperatures for casting are set at 200°F interval from 1000°F to 1800°F.

According to recast metal percent in new cast alloy, metal alloys are tested.

The results are as follows:

1. In the new alloy (100%), the castability is the most.

2. In the burn-out temperature in 1600-1800°F, castability of 100% new alloy was
more four times than of 50% new alloy plus 50% recast alloy.

The using of 50% new alloy and 50% recast alloy, therefore, was unlike in cast-
ability.

3. The burn-out temperature in 1600°F, castability of 100% new alloy was more
than four times in soaking 20 minutes, but there was no any difference at 1800°F.

4. It is investigated that the optimal burn-out temperature is 1600°F for the C & B
alloy.



