HANDLING MANUAL FOR ALL 2000




CAUTION MARK SYSTEM in THIS MANUAL.

HINTS&ADVICE .

Information for your better results or/and securing efficiency

A CAUTIONS :

CAuTiON! Informing possibilities of FAILURE orfand INJURY

WARNINGS !
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WARNING ! Warning HARMFUL RESULTS, SERIOUS INJURIES and/or CASUALTIES




WARNINGS FOR SAFETY
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HIGH CLASS INVESTMENT POWDER for PLATINUM PRESSURE CASTING
ALL 2000

PO HHOH CRASS SHR A hw EXCLUSIVE BINDER

PREPERATION for WORKING _

¢ PREPARATION

1 Pul below ware and protections
B WORKING UNIFORM H DUST MASKE RUBBER GLOVES

2 Required equipment for powder mixing
M SCALE W LADLE or SMALL SHOVEL M MEASURING SYLINDER
B SPATULAor POWDER MIXER for platinum Il RUBBER BOWL {(when powder mixer n not used’

3 Required equipments for dehydration process
W ALMA-RING of higher temperature resstant flask for plabinumo
M PAPER PACKING TAPES or RUBBER FLA = STAINLESS CON
B ALL 1 platinum investment powder for de

4 Required equipments for quench mﬂ DIGCRSS
B PROTECTEYE GLASSES WM HEAT GLOVES B RING-TONG W STEEL BUCKET

W METALBASKET W STEELWIRE W HAMMER

PREPERATION for INVESTING :

TAPE or FLASK CAP

1 Putan aima-ning flask together vath a prepared
which has been attached with a dehydration paper, and
vacuum seal with melted wax. (See figurs) WIAX
Whide enter flask edges.
ek

2 Putarubber cap or tape along the top end part of a flz

- B

i order o wrwe:am over flowing of powder slurry from the

ASK 1S 1IN VECUUM process

ton when the

Four investment siurry should be leveled over 2 om higher than the top par of a wax free due o
depression of slurry surface by dehydration

“ Secure the distance between the top surface level of investment and the top part of the molded wax
tree should be al least 1 om after completion of dehydration, or the part may tears or 'fj}f&!ak*« when i
centrifugally, the thickness of the part must be secuted enough

iscast  Especally if the mold s cast
thickness from the break by force of centrifuge.
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PRESSURE CASTING

In case shape of casts is much filigree, ALL 1 powder should be mixed by 1:1 ratio with ALL 89

DILUTION of CONCENTRATE

A B { Vo iR b i it
Ak fressh water iInto he P LATINL UM mx)bﬂu‘ wiich is #1E4
i

d the making dilution is calied CAST LIQUID in this manual

ey usad.

-+ FRESHWATERO960cc

MASURE QUANTITY ACCURATELY WITH USING A MASURING CYLINDER

MIXTURE RATIO |

1 Wegh sufficent quantity of ALL 89 powdder and remave them into & mixing g contansr

2 Calcutate nght quantity of cast iquid with blow shown formiula and pour it into the pos

FORMULA

400 cc of CAST LIQUID for 1 KG of POWDER

s . ~ L COTCNY SR I N AT e e T e SagE
Mixing ratic + x it Both Rand msdng and machine mixing,

M)

DO NOT MIX THE POWDER WITH I..ESSTHAN 38% OF CAST LIQUID,
CAUTION! o+ MISS FILLING may happen due 10 shor

of mold permeability
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MIXING PROCEDURE '

ale queantity

o poured CAST LIQUID

R Wi me

nmending time of mixing pr

with a spatula

o OF powaer into

4  After hand agtation work 1 easy to do, &

5 Continue hand mxing till creamy slurry i

This powdler will never 8o




_ PRIMARY DEGASSING PROCESS

with vacuum

After mixing process is done, degassing have to'be done in order to erase internal bubt:
itmay be effective f vibration is applied during degassing process

PRIMARY DEGASSING PROCESS Approx. 90 seconds with a vacuum investor

B DO NOT OMIT THIS PROCESS There is a higher risk to have remaining bubbles in molds.
CATTION! B Confimn if vacuum gauge indicates high vacuum (over -0.09 MPa) in a chamber.

5 without dehydration

B This povder will never solidifi

1 Put flasks onto a tabile of vacuum investo

2  Siowly pour primary degassed s sy insto put flasks

i

n each flask is approximately over 2em from the top edge of wax-rees
e followed in case a WAX-DISK of Yos ginat way s used

commended siurry level

sks. The same way should ¢

tida Cast's o

The thickness between the top part of wax tree and slurry level at completion of dehydration
MDBESEGUREDATLEAS'I"I CMm

¢ The final leve! of slurry will be leveled down (o 1em lower than onginal e

el ciue D dehydration

ORIGINAL POURING LEVEL
ORIGINAL POURING LEVEL '“ 2

FiNAL
LEVEL

PRESSURE / DOWNWARD PRESSURE / UPWARD
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SECONDLY DEGASSING PROCESS
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35 steel flal contaner and lay ALL 1 e
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=& molds from the vacuum in

0 prevent dropping wax tree cut of a i

o Dty

. o Bhrn almedus sk
moigs o the dehydra

MOLD — S0 BRCUGh Cisirancs AL 1PONDER

DEHYDRATION BED

—

e e e

Percolation

Al least 10cm depth OOZING QUT WATER

-—-1_-—-—-——-..---




BURN-OUT CYCLE with ALL 89

1 Gently tear and np a piece of dehydration paper out from the bottom of pre-hardened mold,

2 Check if there are T’k"‘f“‘i'&iﬂl’;ﬁﬁft‘; around griand n the pounng cup of molds and replace them inlo a room
temperature furnac

Sofily draw a number onto the bottorm surface of each mold in order to mdvadually identity the mold
how many grams of casting metal should be

eparad to cast,

3 Start heatng,
STANDARD BURN-OUT CYCLE WITH NORMAL WAX

TEMP. | C.
1000

o0 |
804 |
700 1
600 L
500 L.
400 L

DE-WAX PROCESS HOLDING

i
2

£~
S
n
o

7 . TIME hr.

step 1 Increass w180°C in 10 min. from rocm temp
step 2 Hiold 50 miin. with150°C

step 3 Increase to 250°C in 10 min

step 4 Hold 50 min. with 250°C

1

UG n3d-4hrs

e

step 5 Increas
step 6 Hold 1 - 1.5 hr. wath 850°C
step7 START CASTING

% In case carving wax is desired to be cast, 350°Cholding segment shouid be added into the
Wit cycle to prevent remaining carbon oxide in moid cavities.




B Replace burn-out mold to a platinurm casting machine

m

ect approprate cast emperature.  Proper cashng did by the shaps

B When approy snate pre-nveshing process. spruing, investing, burn-out, mold temperaturs ar
lemperature are secured. good casls come up

: MOLD STRIPPING

|, prepare suflicient

o of buckel

Also maa? wire basket
wetal Erh”;‘-i;ii““:j cluri
Then pour Mjf cient quantity

et 1o prevent un-

e Duckel

of basket may be: approximately

MHiNTa TN s:.q_uar'v;d:rw:

2 After casting. age cast mold few minutes  {ex; if PUPd, 5 ~ 10 minutes

oling )

3 Replace a cast mokd and dip it into waler 1o do RAPID COOLING MOLD DELIVERY

B When cast molds are replaced, use extreme caution
DO NOT DROP A CAST MOLD
B When mok COLD CRACKING with
WARMING! = L e
& Ware PROTECT m GLASSES
& Ware FIRE RESISTANT GLOVES
€ Dip 2 mold PARALLELY to water
& Sink 2 mold into water FAST and DEEPLY

';-.ﬂruwwimmm‘

8 Surface of cast platinum has been glazed. Process to remove the part chemically or use sand blast.

[ mwumcmm has

azed silica. ?h WWEVER, this «

s rocess on platinum surfac > QU lewdangerchemea!
S!LiCATOOL Z, whnch is strong alkaline remover = availabic o
WARNING! *sinbutors o secure your better

CAUTION: SILICATOOL Z is not a2 safe medicine! REQUIRED APPROPR




& PRESSURE CASTING / DOWNWARD ATTACHMENT (DILUTION 4%)
* Yoshida Cast recommends to use a mixer for platinum investment

flask size 76D xX80H (mm)

FLASK ALL 2000 CASTLIQUID (40%) |
1 350 g 140 cc
2 700 g 280 cc
3 1050 g 420 cc
4 1400 g 8660 e
S5 1750 g 700 cc
= 2100 g 840 cc
7 2450 g 880 cc
8 2800 g 1120 cc
=) 3160 ¢ 1260 cc

10 3500 g 1400 cc
flask size S0P xXBOH (mm)

FLASK | TOTALQTY ALL 2000 : CASTLIQUID (40%) |
1 500 g 500 g 200 cc
2 1000 g 1000 & 400 cc
3 1500 ¢ 1500 g 600 cc
4 2000 g 2000 g 800 cc
S 2500 g 2500 g 1000 cc
S 3000 g 3000 g 1200 cc
i 3500 g 3500 g 1400 cc

- 4000 g 4000 g 1600 cc
9 4500 g 4500 g 1800 cc

10 5000 g 5000 g 2000 g
flask size 100D X 80H (mm)

FLASK | TOTAL QTY ALL 2000 _ CASTLIQUID (40%) |
1 560 g 560 g 224 cc

L 1120 g 1120 g 448 cc
3 1680 g 1680 g 672 c¢
4 2240 g 2240 g 896 cc

L3 2800 g 2800 g 1120 cc
s 3360 g 3360 g 1344cc

T 3920 g 3920 g 1568 cc
S8 4480 g 4480 g 1792 cc
L= 5040 g 5040 g 2016 cc
10 5600 g 5600 g 2240 cc
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€ PRESSURE CASTING / UPWARD ATTACHMENT (DILUTION 4%)
* Yoshida Cast recommends to use a mixer for platinum investment

flask size 76D x 80H (mm)

FLASK ALL2000 . =i _CASTLIQUID (40%)
1 500 g 200 co
< 1000 g 400 cc
3 1500 g 600 cc
4 2000 g 800 cc
&5 2500 g 1000 cc
=) 3000 g 1200 cc
7 3500 g 1400 cc
8 4000 g 1600 cc
O 4500 g 1800 cc
10 5000 g 2000 cc
flask size 90P X 8OH (mm)
ALL 2000 : CASTLIQUID (40%)
700 g _ 280 cc
1400 g 560 cc
2100 g 840 cc
2800 g 1120 cc
3500 g 1400 cc
4200 g 1680 cc
4900 g 1960 cc
5600 g 2240 cc
6300 g 2520 cc_
7000 g 2800 cc
flask size 1009 %X 80H (mm)
FLASK | TOTALQTY ALL 2000 | CASTLIQUID (40%) |
1 860 g 860 g 344 cc
= 1720 g 1720 g 688 cc
3 2580 g 2580 g 1032 cc
=1 3440 g 3440 g 1376cc
| B> 4300 g 4300 g 1 1720 cc
S 5160 & 5160 g 2064cc
¥ 6020 g 6020 g 2408 cc
8 6880 g 6880 g 2782 co
=) 7740 & 7740 g 3096 cc
10 8600 g 8600 g 3440 cc
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