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LABORATORY SUPPLIES FOR THE DENTAL INDUSTRY




WHAT DO YOU KNOW ABOUT ACRYLIC?

Why do some polymers slump and others don’t?  Why are some polymers crystal clear, and others are milky?  In the Orthodontic industry we have several different formulas of polymers with certain desired characteristics. 

Super Fine/Splint polymer beads are of the same chemical formula.  This type of polymer has a larger spectrum of bead sizes, from super fine to very large beads.  The large spectrum of bead sizes allow for better dispensing and stacking of the tiny beads when “pouring”.  

Because the SFP formula is the same chemical composition, the beads dissolve/ gel* at the same rate, giving a longer more even working time. (*Gel--the process of dissolving in the presence of monomer, and the start of the exothermic-polymerization process) (If slumping occurs with SFP, too much monomer is being used; Super Fine polymer will wick/absorb the proper amount of monomer, flooding the powder layers with monomer create slip and slide)  

Super Fine Polymer creates hard, dense and crystal clear acrylic resin and is favored by most technicians.

Low Slumping polymers are a blend of two chemical formulas of bead resins.  The beads particle sizes range from small to large.  Each separate formula of LSP resin has a different dissolving/gel* rate. When monomer is applied, one of the bead formulas dissolve and gel quicker than the other bead resin, thus yielding the “Stay Put”, non slump property, which is liked by some technicians.  

The different chemical composition and midrange particle sizes, in the Low Slump bead resin, is what creates that wet, flaky behavior, and the uneven lay down of the powder when dispensing and stacking/pouring.  

The different particle size between the two polymers within this blend, contributes to the grainy, milky appearance in the cured Low Slump Ortho Powder acrylic.

JBC has developed a new process that has been incorporated into to our polymer manufacturing procedures that improve the working properties of all our polymers. This process increases the wetability of all polymers with monomer, lessons the chance of any slumping with all powders, improves flowability (pouring-dispensing) of all powders and provides for improved pigment/color distribution among all Tinted Powders, improving that unwanted, marbled look.

DO YOU GET SNUG FITTING APPLIANCES?

Do you manicure your models before any work is done, such as wiring bending or acrylicing?  Tricks to snug fitting appliances--

1)  Knock off all plaster bubbles on cast with vulcanizing scraper or spoon like tool.

2) Trim or carve bulbous gum tissue on buccal of cuspids (anterior teeth, also, if needed).

3) Define lingual gingival margins if impression is slurred at gum line, or saliva bubbles are present.

4) With sand paper, slightly sand labial surface of the six anterior teeth on model to incorporate a minute amount of “active fit” to the Hawley wire.

5) Trim buccal gingival tissue in areas that are to receive balls clasps, arrow, Adams clasps or the free end of a circumferential “C” clasp.  

6) For “C” clasps or wrap around wires at retro molar pad area (distal gingival margin at 1st or 2nd molars) slightly trim tissue to define distal edge of molar.  Bend wire to fit into this relieved area.  

7) When acrylicing, start with monomer first.  Wet section of cast first with monomer, this will allow the powder to STICK to the monomer, rather than the monomer washing the powder around.  The monomer/-powder sequence also allows for a better acrylic adaptation to the cast, which results in a better fit.  (Some of the new art work designs don’t allow for this technique)  That is okay, the end result will be the same.

STEAM OR SUBMERGE?

Do you soak your models and submerge in the curing pot?  Get a better fitting, harder appliance in less time, by STEAMING your cases in the pressure pot.  Try NOT soaking your models.  Separate and acrylic as usual. Place 1 inch of hot (110o F) water in pressure pot.  Insert acryliced model into the pressure pot, model should not touch water; set on a rack or dish.  Apply the usual PSI—20 to 30 psi. Curing time will be the same (110o F water/ 8 minutes cure time*).  You will eliminate wrappage, soft edges, acrylic lifting off the palate and bubbles in your appliances.  Hot water and undisturbed curing time, inside the pressure pot, yields tight fitting appliances.  Avoid opening the pot during the first 5 minutes of any curing cycle, providing the temperature in your pot(s) is above 105o F.  If the temperature is less then 105o F, absolute curing time may take as long as 15 minutes.

* Hotter water expedites the exothermic process, thus decreasing the curing time.  Trimming 5 minutes of curing time off each case will save an hour on 10 appliances.

COLD WEATHER PROBLEMS?
Does your technician complain about the cold weather causing longer pouring time?  The main reason is because the ambient temperature in the lab is probably below 65o F in the morning.  When the ambient temperature is that low, so is the temperature of all your supplies.  The models are also very cold.  Touch the bottom of one of your models to your cheek.  It feels just like a cold soda pop can pressed against you cheek.  This decrease in total ambient temperature slows down and even retards the Gelation of your acrylic when you start to pour your appliances.  This is reversed in the summer time when the ambient temperatures are higher, and the acrylic wants to set up quicker.  

Help things out by warming your monomer.  Obtain a container/hot pot and place one inch of water into container.  Heat and maintain water to an approximate 85o F.  Place small dispensing bottles of monomer into water and allow monomer to warm to the water temperature.  Pour/salt and pepper as usual.  The Gelation time of the acrylic will be increase lessoning the slumping/sliding of the cold acrylic.  

HINTS:  Be sure to turn all you pressure pots on early.  It takes a very long time for the pots to get really hot.  All your working models are extremely cold during the wintertime.  To put a very cold cast into a mildly warm (NOT HOT) pot is like not having any heat at all.  If you have noticed that the first few appliances are not quite hard enough or are slightly lifted around the edges, this is probably the reason.  Also, we have a tendency to pour up the simplest designs first in the morning.  If this is the case, what happens, is that we first go into a mildly warm pot, then we come back 3 minutes later and open the pot and interrupt the first appliances curing process.  We put another very cold model into the pot; inject ice cold compressed air into this pot, and ask for the pot to recover the heat instantly.  The build up of heat just does not happen instantly.

When you take a model out of the pressure pot, touch the model up against your cheek, if the model is anything less then very, very “warm” or almost “hot”, than your pot(s) is not HOT enough.   The entire side of the pot should be hot to the touch.  The heat of the water and the pot, transfers to the models and accelerates the curing process.  Remember, a quick, hot cure rate of the acrylic, promotes the best curing environment and the hardest, clearest, and best fitting acrylic appliances.

If you have more then one technician pouring at the same time, each technician probably is entering into the pressure pot every three to 4 minutes or less.  

If the pressure pot is at the desired temperature of 110 F, the internal curing cycle of the acrylic should be less then 5 minutes.  But if the pressure pot is only warm, the curing cycle could be as much at 10 to 15 or even 20 minutes.  So two technicians could be interfering with the others curing cycle, causing unexplained problems.   

It might be good to consider two pressure pots.  To cycle into two pots, two technicians can spread out their insertion times to avoid any interferences with the curing cycles.   

Anytime you experience any kind of strange curing of the acrylic, first check the temperature of the water in your pressure pot.  Check the cycling time; verify that air was put into the pot.   Verify your pressure going into the pot and verify that the pot is holding pressure for a minimum 6 minutes. 

If you are using a combination of different manufacturer’s acrylic resins, and you get a new supply of either liquid or powder, and start having problems, the reason may be the incompatibility between the different manufacturers’ products with the others.  JBC and Company constantly evaluates the raw materials in all JBC’s manufactured components.  Every powder and liquid is chemically balanced to be used with each other, without rendering problems in dispensing, curing, hardness and color fastness.  Other company’s products may not be totally “paired” or compatible with the balanced two part formulas and standards that JBC and Company maintains in the JBC acrylic product line.  JBC and Company stands by it’s quality, consistency, and guarantees satisfaction, as long all JBC’s products are used together.
LAS VEGAS, NEVADA   89113         702-914-8842   Fax 702-914-8847         Print Date  3/7/13

