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NYTE 3D

NYTE3D Cast+Press

Usage
instructions
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Usage information

Preparation

v/ Werecommend wearing personal protective equipment
(e.qg. gloves, safety goggles) when handling/ working with the product.

v/ Checkto confirm your 3D printer is in proper working order and that there
is no soiling or dirt on the build plate, resin tank or lighting unit. Check and
follow the instruction manual for the 3D printer you are using.

v/ Keeping the resin bottle closed, shake it thoroughly before use (at least 2 minutes)
or have NYTE3D Cast+Press mixed automatically by a roller/ tilting stirring device.

v/ Then pour NYTE3D Cast+Press carefully into the 3D printer’s resin tank.

v/ Ifthereis any NYTE3D Cast+Press already present in the resin tank, mix this thoroughly with
a suitable plastic or silicone spatula for at least 2 minutes. Take care to avoid splashing
material over the edge of the tank.

v/ Working temperature: 18°C to 28°C.

v/ We do not recommend using the 3D printer to heat the material.

3D-printing

v

v

Layer thicknesses for NYTE3D Cast+Press can range from 0.025mm to 0.15mm
(recommended layer thickness: 0.05mm).

Select the product-specific parameter settings for NYTE3D Cast+Press for your printing process.

@ Tip for slicing software: for clasp dentures, sufficient supports must be provided at

v

v

v

each clasp arm and angle.

When the 3D printing process is complete, leave the printed objects hanging
from the build plate in your printer for 5 minutes to let them drip dry.

Then use a suitable tool to remove the printed objects from the build plate.

Take care not to expose the printed objects to direct sunlight before
they have received their final treatment.

Cleaning

v/ Clean the printed objects with isopropanol (min. 90 %) in a suitable
container. (Check and follow the safety and disposal instructions from
the isopropanol manufacturer.)

v/ Donot leave the printed objects in the isopropanol bath for longer than 4 to 5 minutes.

Drying

v/ Dry the objects carefully with compressed air at low pressure
or let the objects air-dry for at least 7 minutes.

Final light curing (do not skip this step!)

v/ 2x 400 flashes in Otoflash G171

v/ 2x6 minutesin an industry-standard cure/ wash system

Options for improving printing results

@ Avoiding cracks in the investment:
- Use a specialised investment material for 3D printing with high gas permeability
(use a metal casting ring if needed).
- Heat the investment slowly, using conventional heat. For pre-heating times,
please consult the usage instructions for the investment material used.

@ More detailed casting result:

- This can be achieved by briefly blowing out (compressed air) the casting mould before
casting. This ensures that no soot particles will be incorporated into the metal cast
afterwards. Important! The centre of the casting mould must then be brought back
to the correct final casting temperature.



