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1.0 Print

1.1 Denture Base and Try-In Support Strategy
- Refer to 1.2 for Denture Teeth Support Strategy

- Instructions and parameters are applicable to Lucitone Digital Print Denture System materials only.

- Design Requirements: ensure all mandibular and maxillary files include three (3) support bars and one (1) T-Bar on the lingual
side of the denture. See the Digital Denture Design in 3Shape lllustrated Technique Guide for instructions.

- Designate a separate tray for each material type (e.g., one tray for Lucitone Digital Print and a separate tray for Lucitone

Digital Value). Do not mix materials and trays.

- Refer to the printer manufacturer's Instructions for Use/User Guide for complete printer information.

Open Asiga® Composer. [1]

- & x
Asusa

i - To start a new build, select the plus folder icon.
- To open a previous build, select the middle folder icon.

Composer 2.0.4

[} OO 8

Select the printer from the "Target Printer” list. Next, select
the applicable “Material” and then the “Slice Thickness™

New Build

BH a X
select Target Printer | BB | 3= 82 Refresh Printers | | Add Printer | | Work offiine. Select Virtual Printer
C o o - ¢ M . . . .. .
Q Q Q Q l;l aterial Selection Lucitone Digital Print_Base
Slice Thickness 0.100 mm
Material Selection Lucitone Digital Value_Try-In
— A Slice Thickness 0.100 mm
[ Luctone Digta Prim_ase ~|[ox0omm || [LowFore ~
Vet pn ety [t e Setings | (W vy T o = Select “OK.

Add parts using one of the following methods:

- Select “File” then “Add Parts.."

- Select the “Add Parts” icon from the toolbar

- Drag and drop .stl files from any folder location into the
composer program

NOTE: Multiple files can be added at one time.

D &@riEe
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Add Parts

Part name Support Placement Unit Quantity
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Once the “Add Parts” pop-up window opens, select “Select
Files” and browse for the denture base/try-in .stl file location.
Select the file(s) and then select “Open.”

As shown, parts inside the printable print envelope are yellow
and parts outside the printable print envelope are magenta/
pink.

There are two orientation options for denture bases/try-ins.

NOTE: When fabricating denture bases for use with IPN
3D Digital Denture Teeth (pre-manufactured teeth) use
Orientation Option 2: Posterior Placement only.

Select rotate parts icon in top tool bar.

Orientation Option 1: Anterior Placement
Orient the denture base/try-in with the anterior facing
towards the platform edge.

For the Ultra, only posterior facing towards the build
platform, no anterior option.

Orientation Option 2: Posterior Placement
Orient the denture base/try-in with the posterior facing
towards the platform edge.

Print to Finish for Asiga 3



Select the denture base/try-in for orientation. In the “Rotate
T TP T T T oY Parts Panel” select the appropriate “Rotate:” axis to orient
= X the part as shown in the next illustrations. Replace the 45°
=i increment with 70° or 80° depending on printer.
Select an arrow to rotate the denture base/try-in.
Asiga MAX/Pro 4K: 80° (either anterior or posterior
orientation)
Asiga Ultra and Asiga MAX 2: 70° (posterior orientation
only)
If the part rotates the wrong way select the opposite arrow
twice (first to re-orient back to the original position, second to
rotate 70° or 80° depending on printer in the correct direction).

D &eriEe

° )

Asiga MAX/Pro 4K Asiga MAX/ Asiga Ultra and The orientation should appear as shown.
Pro 4K MAX 2

Repeat all steps for additional denture bases/try-ins to orient

. all parts.
- Asiga MAX/Pro 4K: 80° (either anterior or posterior
orientation)
- Asiga Ultra and Asiga MAX 2: 70° (posterior orientation
only)
70°

Anterior Orientation Posterior Orientation

Ensure correct positioning, as shown:

Green box = correct placement
% Red line = incorrect placement

V4 “ .
Select the “Generate Support” icon from the left toolbar. If
: - - - - - needed, select “Advanced” for the Generate Support pop-u
Anterior Orientation Posterior Orientation ' - pport pop-up
box to open and auto generate parameters:
MAX/Pro 4K Ultra/Ultra 32 MAX 2
Generate Support X Support Setting
Pty LDP LDV LDP LDV LDP LDV
e s =
s - Height leveling 20mm  |20mm [20mm |[20mm |[20mm | 20mm
5 im Tallest support 80mm |80mm |80mm |80mm |80mm 8.0 mm
- Side-feature size 20mm |2.0mm
V. Heightleveling  2.000mm %
@ V] Talest support | s.000mm |5 Accuracy Z 0.00 mm| 0.00 mm
0
E’ Self-support angle |45° 45° 45° 45° 45° 45°
| Geomety Support spacing 2.5mm |2.5mm [25mm |25mm |[23mm | 23 mm
| p—— e B
Q ,,,,mr m;m s e T ; Contact width 0.4 mm |04 mm |0.55mm|0.55mm| 0.7 mm 0.7 mm
N i Island width 124mm|124mm| 1L1mm |11mm |11lmm | 1.1mm
m:::t;wlmm : ::,m::m Z:‘m:m s Over-shoot 1.5mm [1.5mm [1.5mm |15mm | 15mm 1.5mm
fepect o 20 |2 Maximum width 30mm |3.0mm |[25mm |[25mm | 2.3 mm 2.3 mm
Manual Etng Mode Aspect ratio 2.0 2.0 2.0 2.0 2.0 2.0
= - — e
—— B Select “All” to add supports to all parts or select “Selected”

to add supports to an individual part. NOTE: When selecting
“All," the new supports will replace the existing supports.

4 Print to Finish for Asiga Select “Apply.” Do not close the Generate Support menu.
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Add additional supports to the denture base/try-in: First,
orient the view to the bottom view by selecting the top-view
icon twice.

In the “Generate Support” pop-up box, select “Add” to add
additional supports.

NOTE: “Apply” is not functional in the “Add"” or “Remove” mode.

Ensure there is sufficient support along the entire peripheral
border to support the tallest portion of the denture base/try-in.

Add supports around the peripheral border of the lingual
intaglio side. NOTE: The “Clipping” tool (located at the bottom
right of the screen) will aid in better visualization during the
addition/subtraction of printing supports.

IMPORTANT: Ensure that the denture bases do not
breakthrough the tooth pockets. If there is breakthrough,
remove and reposition the supports, or do not add supports
in that specific area.

Print to Finish for Asiga 5



Anterior Orientation

Posterior Orientation

Generate Support X ¢

oetaut - mport | | B0t

Build Name
202402071442 use date/tme
Overview

Printer name;  FREEFORM-C30390 Printer maiel: 804 821800
Material: Lucttone Digtal prnt_Ba<{{ Matertal Batch:

@ Layer thickness: 0.100 mm Buld Tray:  LOW FOICe
0 V| AntrAasing
=1
: Parts to Buld
® Alparts Selected parts
e
=
: Presets
V| FAST PRINT MODE Separation Detect
) ~-
¥/| 1. *Denture _Training_Sample_Lower_Print with extra bar.stl and Denture_Tr
Estimated buid time: 5 hours and 20 seconds
P X
i destnston and prs
ouid rame
mawroise se dteme
Overven
e name: | FRESFORMCHIS0  Priter modet RO KNS
Mt Luctone Dgtal P Sase Materal Bt
@ Layer ks 0100 mm BudTay  Lowore
Fe—
oo
=)
ot
© mps seocnd pats
<
=z
0 =
] e R Mook Sepaaton Dtect
@ ==
V! 1. *Denture_Training_Sample_Lower_Print with extrabarst and Denture_Tr{
Esimated b me: 5 hours, 16 s,  second
ouid Summary P0° | et > oot
i

Add additional support to both the T-Bars and the
mandibular support bars for each denture base/try-in.

Determine the support quantity by the final appliance size:
Small = 2-3

Medium = 4-6

Large =6-8

Anterior Orientation

Select “Remove” to remove all supports from the tooth pockets/
breakthrough (denture bases) and thin structures (dentures
bases/try-ins) that may deform during removal. Rotate the build
envelope to identify all supports that require removal. After all
supports are complete, the job is ready for printing.

Posterior Orientation

Ensure proper support on the peripheral borders. Select
“Remove” to remove any unwanted supports placed on tissue
surfaces. Rotate the build envelope to identify all supports that
require removal. In some cases of ridge collapse, the tissue/
intaglio surfaces will require supports. Manual removal of these
supports will take place after the print is complete. Repeat
previous instructions to manually add supports, as necessary.
After all supports are complete, the job is ready for printing.

Select “Print” icon from the left toolbar.

On the “General” page:
Enter “Build Name”, which may be a case pan number or
another unigque case/laboratory identifier
Enter “Material Batch” (or material lot number) and shade
(optional)

An Estimated build time will appear.

Under General, confirm the selection of the following:

MAX/MAX 2/Pro 4K Ultra
*for all Lucitone denture base *for all Lucitone denture
and try-in resins base and try-in resins

Anti-Aliasing Yes Yes
All Parts Yes Yes
Fast Print Mode Yes Yes
Separation Detect | No Yes

6 Print to Finish for Asiga

IMPORTANT: For MAX, MAX 2 and Pro 4K, ensure
“Separation Detect” is NOT selected.

Select “Next.”



On the “Advanced Parameters” page, the settings will auto
generate - Do not modify the Parameters. “Base Plate
Configuration” settings are as follows:

S MAX/Pro 4K Ultra/MAX 2
omm— — [ *for all resins *for all resins
:;E: EEL cpmt S Base Plate Thickness | 0.4 mm 0.5 mm
2?, = B P Type Shadow Shadow
g .Mm;w,m Add Baseplate to Supported Parts Only | Supported Parts Only
E Placement Underneath Underneath
omr_o1o0 a0 0400 mm Mesh Shape Hexagon Hexagon
Mesh Size 2.5 mm 2.5 mm
| o Mesh Width 1.0mm 1.0mm
e Supported Parts
i
x User may save the “Build Summary PDF".
et b pramtrs o Yo a3 e
T
@
uD:un Mesh wieth: 200 mm
2
e
@ dpust ordenng. e

040060378 60378 mm
0100 0100 0400 mm

s &0
040060000 60378 mm

Ooutie-cckvaes i s to oy,
Reseesoeced || Resecsl impor Paametrs | Egor Parametes

Estimated s tme: 5 burs, 16 mites, and 1 scond

outa smmary p0F| | <ok pooc

Parts Overview
Number of Parts: 12
Number of Models: 6
Number of Supports: 6
Number of Slices: 581

Scroll down in the Summary to find the “Total Volume" resin
for the print job - this “Total Volume” reflects resin usage

for the parts only. Lucitone Digital Print Denture materials
require a minimum vat fill of 15mm in resin depth.

Select “Print.” The print job is now ready at the designated

Extents X: 149.08 pri nter.
Extents Y: 91.54
Extents Z: 58.14

| Total Volume: 98.38 mL ;

l v

Export Build Information

Estimated build time: 3 hours, 30 minutes, and 59 seconds

Send Build

Cancel

Select the appropriate shade of Lucitone Digital Print
Denture denture base or try-in resin, and fill the vat with a
minimum of 15mm in resin depth. Note: The ‘MAX LEVEL
mark on build tray sticker is approximately 20mm.

Wear protective gloves, eye protection, and
protective clothing.

&

L.

s
:
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Place vat into printer making sure to secure in place by sliding
both locking mechanisms forward on each side of the vat.

Fully seat build platform onto the lift arm of the printer.
Platform is magnetically locked in position once print begins.

Select Next Build or from Build Queue.
CIC-Ultra-2 2 Ultra-Lucitone..tal Print_Base Q 395 10:53 am

Next Build

LDP Denture Base print (tramy162) %

Th59 min Lucitone Di.._Base_Ultra
Build Queue
| —
Build name, build material, and build time will be displayed.
CIC-Ultra-2 S Ultra-Lucitone..tal Print_Base Q aEﬁ 10:54 am Once Conﬁl’med, Select Print

< LDP Denture Base print

Submitted by
tramy162

09 September (10:43 am)
Material

Lucitone Digital
Print_Base_Ultra

Estimated Time

1h 58 min
Print
Confirm platform is properly installed and appropriate
CIc-Ultra-2 = Lucitone Digi..nt_Base_Ultra 0 & nolam material vat is in place.
< LDP Denture Base print The print will begin once hood is closed.
@ Platform fitted NOTE: Do not Skip the preheat step.

@ Endurance: Lucitone Digital
Print_Base_Ultra

|r "” @ Hood closed

Heating IR Lamp from 21.5 °C to
‘ 25°C

8 Print to Finish for Asiga



After preheat step is complete the build will begin and time
CIC-Ultra-2  Lucitone Digi..nt_Base_Ultra Q0 & 1nBam remaining will be displayed.

LDP Denture Base print

0 min £ 1/581 1h 58 min

Pause

Attach the print platform and turn the locking mechanism to
secure the platform.

Follow the printer screen instructions:

18:30:52

Main Menu 2021-07-28 - Select “Print.”

Restart

Shutdown

- Select "Select Build.”

18:31:21
£ Print 2021-07-28

Repeat Build

CGewsD G

Print to Finish for Asiga 9



Select the print job from the display list.

18:31:32
£ Select Build 2021-07-28

The printer display will identify the print job and estimate the
AT —— print completion time.

2021-07-28
ST |

Confirm the vat fill level is adequate for the print job and
select “Continue.” (Fill the vat with a minimum of 15mm in

resin depth. Note: The ‘MAX LEVEL mark on build tray sticker
is approximately 20mm.)
Shutdown when finished?

Confirm the platform/build area is clear.

18:32:27
. 20210728-1354 2021-07-28

Select “Yes."

Material: Lucitone_004-2.668
Confirm build area is clear.
Start build now?

— —

Wait for the printer to warm up - Do not select “Skip."
20210728-1354 18:32:43

2021-07-28 !
Warming up to 40.0 °C...
Temperature: 21.8 °C

10 Print to Finish for Asiga



The printer will start “Building,” and the finish time will display
< T . on the screen.
2021-07-28‘

222°C

77

Once the print job is complete, the platform will automatically
raise from the vat.

Unlock the print platform, and proceed to the Recycle
and Clean Steps.

Print to Finish for Asiga i



1.2 Denture Teeth Support Strategy

- Instructions and parameters are applicable to Lucitone Digital Print Denture System products only.
- Designate a separate tray for each material type (e.g., one tray for Lucitone Digital IPN and a separate tray for Lucitone Digital
Value). Do not mix material types and trays.

- Refer to the printer manufacturer’s Instructions for Use/User Guide for complete printer information.

[ O 6

New Build

Select Target Printer | B8 1= '

‘H H H H

Select Material

B Luctone Dgta Br_Teetn + ] [oosomm

Materia Settings

Visit Open Material Library | | Material Profile Settings | | Which buid tray do 1 have?

Select Layer Thickness: Buld Tray

A & X

Add Printer | | Work offine. Select Virtual Printer

=

L &wpiEe

12
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Open Asiga Composer.

- To start a new build, select the plus folder icon.
- To open a previous build, select the middle folder icon.

Select the printer from the "Target Printer” list. Next, select
the applicable “Material” and then the “Slice Thickness”:

Lucitone MAX UV, MAX 2

Digital IPN PRO 4K, Lucitone Digital IPN_Teeth
ULTRA
Slice Thickness 0.050 mm

Lucitone MAX UV, MAX 2

Digital Value | PRO 4K, Lucitone Digital Value_Teeth
ULTRA
Slice Thickness 0.100 mm

Select “OK.

Add parts using one of the following methods:

- Select “File” then “Add Parts.."

- Select the “Add Parts” icon from the toolbar
- Drag and drop .stl files from any folder location into the
composer program

NOTE: Multiple files can be added at one time.




Once the “Add Parts” pop-up window opens, select “Select
Akl Parts X Files” and browse for the tooth segment/full arch .stl file

location. Select the file(s) and then select “Open.”
Part name Support Placement Unit Quantity

i) &@w»ide

[ seecries. Recent Parts
Defaults... Close
ROREL s x _ As shown, parts inside the printable print envelope are yellow
AL L ASASARE i and parts outside the printable print envelope are magenta/
pink.

O ED

Print to Finish for Asiga 13
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r— = Select the anterior part(s) for orientation. Orient the part(s)
= so the basal (ridge-lap) surface of the teeth are facing the
S (v10= e Y~ platform. In the “Transform Panel” select the appropriate
“Rotate:” axis to orient the lingual surface of the teeth towards
the platform. Confirm the 45° increment (this parameter auto
generates).

Select an arrow to rotate the anterior part(s) 45°. If the part(s)
rotates the wrong way select the opposite arrow twice (first
to re-orient back to the original position, second to rotate 45°
in the correct direction).

NOTE: Once the anterior part(s) rotates to 45° the part(s) may
appear magenta/pink. The part(s) will correct at the Generate
Support step.

Repeat steps to orient all anterior part(s) to 45°.

o

Select the posterior part(s) for orientation. Orient the part(s)
p AR RS R so the basal (ridge-lap) surface of the teeth are facing the
o 5 platform. In the “Transform Panel” select the appropriate
o “Rotate:” axis to orient the lingual surface of the teeth towards
the platform. Replace the 45° increment with 30°.

Select an arrow to rotate the posterior part(s) 30°. If the part(s)
rotates the wrong way select the opposite arrow twice (first
to re-orient back to the original position, second to rotate 30°
in the correct direction).

Repeat steps to orient all posterior part(s) to 30°.

m‘ifmn B WX vreseseass Select the full arch for orientation. Orient the arch so the basal

e (ridge-lap) surface of the teeth are facing the platform. In

the “Transform Panel” select the appropriate “Rotate:” axis to
orient the lingual surface of the teeth towards the platform.
25 Replace the 45° increment with 25°,

o Lo

Select an arrow to rotate the full arch 25°. If the part rotates
the wrong way select the opposite arrow twice (first to
re-orient back to the original position, second to rotate 25°in
the correct direction).

NOTE: Once the full arch rotates to 25° the part may appear
magenta/pink. The part(s) will correct at the Generate
Support step.

Repeat steps to orient all full arches to 25°.

14 Print to Finish for Asiga



Generate Support

add

Haf contact width

Generate Support: Lucitone Digital IPN (LDI) / Lucitone
Digital Value (LDV)

Select “Generate Support” from the left toolbar. The Generate
Support pop-up box will open and auto generate parameters:

MAX/Pro 4K Ultra MAX 2
Support Setting
LDI LDV LDI LDV LDI LDV
Height leveling 20mm [ 20mm | 20mm |[20mm | 20mm | 2.0 mm
Self-support angle |45° 45° 45° 45° 45° 45°

Support spacing 3.0mm | 20mm | 3.0mm |24 mm | 26 mm | 2.4 mm

Contact width 0.3mm | 0.4 mm | 0.4 mm | 0.5mm | 0.5 mm | 0.5mm
Island width 0.8mm |0.7mm |08 mm |[08mm | 0.7mm | 0.7 mm
Over-shoot 15mm|15mm | 15mm | 1.5mm | 1.5mm | 1.5mm

Maximum width 20mm | 1.5mm | 20mm | 20mm | 1.8 mm | 2.0 mm

Aspect ratio 2.0 2.0 2.0 2.0 2.0 2.0

Select “All" to add supports to all parts or select “Selected”
to add supports to an individual part. NOTE: When selecting
“All" the new supports will replace the existing supports.

Select “Apply.” Do not close the Generate Support menu.

Select “Remove” to remove any supports from the facial or
the cervical junction of the teeth.

Replace the removed supports using the “Add” function to
add supports to the basal surface near the removal area. An
adequate number of supports is critical to ensure a successful
print.

Viewing the teeth from the basal side, select “Remove” to
remove any supports from the cervical junction of the teeth
as shown.

Replace the removed supports using the “Add” function to
add supports to the basal surface near the removal area. An
adequate number of supports is critical to ensure a successful
print.

Print to Finish for Asiga 15
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Print to Finish for Asiga

The left image shows the supports before the removal from

the cervical junction of the teeth.

The right image shows the removal of the supports on/
overextending the cervical junction of the teeth, and
the adequate replacement of new supports with correct

positioning (not on/overextending the cervical junction of the

teeth).

Select the “Print” icon from the toolbar.

On the “Genera
Enter “Build Name", which may be a case pan number or

page:

another unigque case/laboratory identifier

Enter “Material Batch” (or material lot number) and shade

(optional)

An Estimated build time will appear.

Under General, confirm the selection of the following:

MAX/Pro 4K

*for all Lucitone denture
tooth resins

Ultra/MAX 2

*for all Lucitone denture
tooth resins

Anti-Aliasing Yes Yes
All Parts Yes Yes
Fast Print Mode Yes Yes
Separation Detect | No Yes

IMPORTANT: For MAX and Pro 4k, ensure “Separation Detect”

is NOT selected.

Select “Next.”

On the “Parameters” page, the settings will auto generate - Do
not modify the Parameters. “Base Plate Configuration” settings

are as follows:

MAX/Pro 4K

tooth resins

*for all Lucitone denture

Ultra/MAX 2
*for all Lucitone denture
tooth resins

Base Plate Thickness | 0.4 mm

0.5mm

Type

Shadow

Shadow

Add Baseplate to

Supported Parts Only | Supported Parts Only

Placement Underneath Underneath
Mesh Shape Hexagon Hexagon
Mesh Size 2.5 mm 2.5 mm
Mesh Width 1.0mm 1.0mm

Supported Parts

Select “Next."




e AR User may save the “Build Summary PDF".

V) Base e Cantquation
Base Plte Thickness: | 0.300 mm

Tpe: a Boundng Bax

dd Baseplate t: Alpans Selected pars
Pacement
Mesh Baseptte Sttngs

s shape:

D &eEe

&
' : : ' ‘ ‘ : Scroll down in the Summary to find the “Total Volume” resin
Parts Overview . . . " .
Number of Parts: 72 for the print job - this .Total Vplyme 'reflects resin usage
Number of Models: 36 for the parts only. Lucitone Digital Print Denture materials
Number of Supports: 36 H e B B H
Nuber of Shs 363 require a minimum vat fill of 15mm in resin depth.
Extents X: 187.08 . . . . .
ey, 005 Select “Print.” The print job is now ready at the designated
Extents Z: 18.17 prlnter
Total Volume: 42.65 mL
Parts List:
Training_Denture_Print1_0_Print.stl
Training_Denture_Print1_0_Print-s.stm
N

Export Build Information

Estimated build time: 3 hours, 30 minutes, and 59 seconds

Send Build Cancel

Select the appropriate shade of Lucitone Digital IPN or

Lucitone Digital Value denture tooth resin, and fill the vat
with @ minimum of 15mm in resin depth. Note: The ‘MAX
LEVEL mark on build tray sticker is approximately 20mm.

Wear protective gloves, eye protection, and
protective clothing.

Attach the print platform and turn the locking mechanism to
secure the platform.

Print to Finish for Asiga 17



Main Menu

€ Select Build

Follow the printer screen instructions: Select “Print.”

18:30:52
2021-07-28

Select "Select Build” and then select the print job from the
display list.

20210728-1354

20210728-1354

e

Build Time: 3:05
Shutdown when finished?

20210728-1354

Material: Lucitone_004-2.668
Confirm build area is clear.
Start build now?

The printer display will identify the print job and estimate the
R print completion time.

2021-07-28

Confirm the vat fill level is adequate for the print job and
select “Continue.” (Fill the vat with a minimum of 15mm in
resin depth. Note: The ‘MAX LEVEL mark on build tray sticker
is approximately 20mm.)

Confirm the platform/build area is clear.

18:32:27

2021-07-28 Select “Yes."

| ——

18 ‘ Print to Finish for Asiga



Wait for the printer to warm up — Do not select “Skip.”

18:32:43
20210728-1354 2021-07-28

Warming up to 40.0 °C...
Temperature: 21.8 °C

The printer will start “Building,” and the finish time will display
e — on the screen.
2021-07-23‘

222°C

Once the print job is complete, the platform will automatically
raise from the vat.

Unlock the print platform, and proceed to the Recycle
and Clean Steps.

Print to Finish for Asiga 19



2.0 Recycle

Follow the printer manufacturer’s Instructions for Use.

Do not leave resin in the cassette/vat for an extended period of time; minimize the exposure to ambient light with resin in
the cassette/vat, and pour resin back into the bottle immediately after the print job is complete.

Do not mix resin shades.

Wear protective gloves, eye protection, and protective clothing.

Flash Process

The Flash Process removes any partially-cured resin, parts or
103424 misprints from the vat.

2021-07-28

Main Menu

% Refer to the applicable Asiga printer model Instructions for

Use for additional information.

From the Main Menu, select “Control.”

Select “LED."
18:34:40
2021-07-28 |

Ensure UV protective eyewear is worn and select “Start.”

18:34:57
2021-07-28
24.2°C

UV light will be shown.
Ensure UV Protective Eyewear is worn.

r - 1

20 Print to Finish for Asiga



The light will turn on, allow 15 seconds before selecting
18:35:12 “StOp."

2021-07-28
66.7 °C

Showing LED...
14.12 mW/cm? (12778)

Timer: 4.3 s

Remove the flashed/cured sheet. Dispose of the sheet in a
hazardous materials container. The vat is now ready for the
Filter Process.

Filter Process

|

S % . Material Timeframe

O Lucitone Digital Print - 3D Denture Base
. Lucitone Digital Value - up to
I'I 3D Economy Tooth & Trial Placement 3 months

I. I Lucitone Digital IPN - 3D Premium Tooth

Place a disposable paper filter in a lab stand with a metal
ring. Pour the resin into the filter over the original container.
Use a spatula to ensure complete resin removal from the vat.

NOTE: Reuse resins per the chart below.

Recycle

Print to Finish for Asiga 21



3.0 Clean

Use proper ventilation. Wear protective gloves, eye protection, and protective clothing.

Isopropyl Alcohol is highly flammable. Keep containers tightly closed and use/store away from sources of ignition.
Carefully follow the clean time recommendations - prolonged Isopropy! Alcohol (IPA) exposure may change appliance
physical properties.

Remove the print job from the printer.

Detach the parts by hand, using moderate pressure, or use a
spatula/scraper.

Remove the support structures using hand pressure or a
cutting tool. Do not remove the bar supports (denture bases/
try-ins) - removal will occur after the post-cure step.

Part preparation is complete.
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Place the part(s) in a plastic container. Add 299% IPA to fully
submerge the part(s) and then seal with the container lid.

IMPORTANT: Use new IPA for both cycles.

Cycle 1:

Place the container in an ultrasonic bath for 2 minutes.
Remove the container and clean the part(s) using a brush
soaked with 299% IPA to remove the residual resin. Dispose
of the IPA.

Cycle 2:

Using new IPA, return the part(s) in the sealed container to
the ultrasonic bath for 1 minute. Once the cycle is complete,
remove the container and check the part(s) for residual resin.
Use a brush soaked with 299% IPA to remove any residual
resin.

IMPORTANT: Ensure removal of all residual resin.

Use compressed air to thoroughly dry part(s) before the Fuse
process.

Cover with a paper towel so that residual moisture can
evaporate (do not place in plastic bag). Avoid sunlight.
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4.0 Fuse

- For Try-In appliances, skip to 5.0 Cure

It is recommended to wait 30 minutes prior to fusing.

Fuse Process by Tooth Material - Table Summary

Lucitone Lucitone DS
Process Steps Digital IPN Digital Value Multilayer PMMA
Tooth Preparation for See
4.1 . P Not Applicable Not Applicable Tooth Preparation for Not Applicable
Milled Denture Teeth .
Milled Denture Teeth
. See See
Tooth Preparation . .
. Tooth Preparation Tooth Preparation . .
4.2 |for Printed Denture for Printed Denture | for Printed Denture Not Applicable Not Applicable
Teeth
Teeth Teeth
See
. See See
4.3 | Dry Fit Single Teeth or Segments/ Segments/ _ see
Segments/ Single Teeth
Full Arch Full Arch
Full Arch
Lucitone Digital Fuse See See
4.4 |Step1-3D Tooth Not Applicable Not Applicable :
Conditioning Agent PP PP DS Multilayer PMMA IPN 3D
Lucitone Digital Fuse _ See See See _ See
4.5 |Step 2 - 3D Denture Single Teeth, Segments or Full Segments or Full Single Teeth
Bonding Resin Segments or Full Arch Arch
Arch
. L. See See See See
Lucitone Digital Lucitone Digital Lucitone Digital DS Multilayer DS Multilayer
4.6 |Fuse Step 3 Total - IPN / Lucitone IPN / Lucitone PMMA/IPN 3D PMMA/IPN 3D
3D Sealer Digital Value Digital Value
24 Print to Finish for Asiga




4.1 Tooth Preparation for Milled Denture Teeth
- For Printed Denture Teeth skip to 4.2

Use a carbide bur to remove the tooth segments or full

arch from the disc.

Remove the sprues using a carbide bur.

Use a cutting disc to open the interproximal areas.

Print to Finish for Asiga
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Shape and contour the teeth as desired.

Polish per laboratory standards.

Clean the tooth segments or full arch using an ultrasonic bath.
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4.2 Tooth Preparation for Printed Denture Teeth

Remove the printing supports using a carbide bur or a
cutting disc.

Use a diamond disc to open the interproximal areas. Shape
and contour the teeth as desired.

Remove any remaining debris using a small brush and 299%
IPA.
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4.3 Dry-Fit

(Lucitone Digital IPN and IPN 3D)
Place each tooth into the respective denture base pocket to

verify fit.

(Lucitone Digital IPN, Lucitone

Digital Value and DS Multilayer PMMA)

Place the tooth segments or full arch into the denture base.
Some gaps may be visible within the pockets - these gaps
will be filled with Fuse Step 2 resin. (Lucitone Digital Value

shown.)
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4.4 Lucitone Digital Fuse Step 1- 3D Tooth Conditioning Agent
- For Lucitone Digital IPN and Lucitone Digital Value printed teeth, skip to section 4.5

Only use validated hotplates: VWR® Hotplates (REF #906235 and 906237) and OHAUS® Guardian™ 5000 Hotplates
(REF #906236 & 906238.) [2,3]

Use proper ventilation.

Wear protective gloves, eye protection, and protective clothing.

Keep the metal container and the foam insert free of any solid buildup. Buildup can compromise the tooth bond strength.

Preheat
Plug in the hotplate and set the temperature per below.
Preheat for 10 minutes.

Temperature setting 90°C
Temperature setting 60°C

VWR

Metal Container Placement

Shake the bottle and pour Step 1 into the Metal Container.
Place the foam insert into the Metal Container. Use Tweezers
to place the teeth into the insert holes - ridge lap down and
complete submersion into the liquid. Place the lid on the
container.

Shake the bottle and pour Step 1 into the Metal Container.
Use Tweezers to place the tooth arch/segments into the Metal
Container - ridge lap down and complete submersion into the
liquid. Place the lid on the container.
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Hotplate Warming

Place the Metal Container (inside the metal ring for VWR
models only) on the hotplate until the temperature strip
reaches 40°C - approximately 4-6 minutes.

IMPORTANT: Failure to reach 40°C or using higher warming
temperatures to accelerate the process will compromise the
tooth bond strength.

VWR OHAUS

Removal and Air-dry
Remove the teeth (Tooth arch shown) from the Metal
Container using Tweezers. Air-dry for 2 minutes. Do not wipe.
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4.5 Lucitone Digital Fuse Step 2 - 3D Denture Bonding Resin

Single Teeth

Apply Step 2 resin to the tooth pockets two at a time avoiding
adjacent pockets.

Insert teeth, fully seat, and clean excess resin with 4X4 gauze.

Tack cure the buccal and lingual surfaces with the UV Tack-
Cure Light for ten seconds, two teeth at a time.

Repeat the above steps for the remaining teeth.

Fuse Step 2 is available in all Lucitone Digital
Print 3D Denture Base shades. Use Original shade as a
universal shade option, except for with dark reddish pink.
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Segments

32 Print to Finish for Asiga

Apply Step 2 resin to the tooth quadrant indentation on the
denture base.

Insert a segment, fully seat, and clean excess resin with 4X4
gauze.

Tack cure the buccal and lingual surfaces with the UV Tack-
Cure Light for ten seconds, two teeth at a time.

Repeat the above steps for the remaining tooth segments.

Fuse Step 2 is available in all Lucitone Digital
Print 3D Denture Base shades. Use Original shade as a
universal shade option, except for with dark reddish pink.




Full Arch

Apply Step 2 resin to the full arch indentation on the denture
base.

Insert the full arch, fully seat, and clean excess resin with 4X4
gauze.

Tack cure the buccal and lingual surfaces with the UV Tack-
Cure Light for ten seconds, two teeth at a time.

Fuse Step 2 is available in all Lucitone Digital
Print 3D Denture Base shades. Use Original shade as a

universal shade option, except for with dark reddish pink.
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4.6 Lucitone Digital Fuse Step 3 Total - 3D Sealer

*IMPORTANT: When using the Dentsply Sirona Digital Cure - Large Capacity Unit for post-processing, complete the
following step after the sealer application: Tack cure the sealer for one (1) minute using the UV Tack-Cure Light. Rotate the
arch ensuring light exposure to all tooth surfaces for a uniform tack cure. The sealer will be slightly sticky/tacky to the touch -
avoid excess handling. Following the Cure step (5.0), the appliances will be fully cured and smooth to the touch.

(The one (1) minute tack-cure step is not required when using the inLab Speedcure® Processing Unit.)
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Lucitone Digital IPN / Lucitone Digital Value

Lucitone Digital Fuse Step 3 - Total

Apply a thin layer of Total sealer to the entire tooth
structures, including the cervicals, using a flat brush.
Optional: Apply the sealer to all or part of the denture
base surface (including the intaglio/tissue) per laboratory
preference.

The appliance is now ready to cure.*

DS Multilayer PMMA/IPN 3D

Lucitone Digital Fuse Step 3 - Total

Apply a thin layer of Total sealer to the entire tooth
structures, including the cervicals, using a flocked applicator
tip. Optional: Apply the sealer to all or part of the denture
base surface (including the intaglio/tissue) per laboratory
preference.

The appliance is now ready to cure*



5.0 Cure

51 CURE UNIT OPTION 1: inLab Speedcure® Processing Unit

Only use validated post-processing units: inLab Speedcure® Processing Unit (REF # 9494800 and 9494801) and

Digital Cure - Large Capacity Unit (REF # 909170 and 909180). Read the curing unit User Manual prior to operating the unit.
Do not stack or position appliances in a way to allow for direct contact with post-processing unit bulbs.

Do not cure more than two (2) appliances at one time or handle appliances before the 3-minute cooldown.

Failure to follow specific cure instructions will result in poor appliance strength, bond, and accuracy.

Cure Programs - Table Summary

Program Cycle 1 Cycle 2 Total
(menu selection) (occlusal side up) (tissue side up) Time

Try-In 10 minutes + 3-minute cooldown 10 minutes + 3-minute cooldown 26 minutes

Denture 10 minutes + 3-minute cooldown 10 minutes + 3-minute cooldown 26 minutes

The preloaded “Try-In" and “Denture” programs are validated for the following Lucitone Digital Print Denture System materials
and appliances:

Application Dentsply Sirona Digital Materials Appliance Type
Denture Base Lucitone Digital Print 3D Denture Base
Lucitone Digital IPN 3D Premium Tooth
Denture
IPN 3D Digital Denture Teeth
Denture Teeth - -
DS Multilayer PMMA Disc
Lucitone Digital Value 3D Economy Tooth & Trial Placement Denture/Try-In

NOTE: For repair and reline processing, reference the Lucitone Digital Print Denture Repair and Reline Illustrated Technique
Guide (REF # DP-0000502).

h Appliance Placement

Arch 1 Place up to two (2) arches, occlusal side up, in the inLab
Speedcure® Processing Unit. For two arches, position the
anterior teeth towards the center of the turntable as shown.

Arch 2

Program Selection and Cycles

Cycle 1: Select the menu option “Lucitone Digital” and then
“Try-In.” The program will run for ten (10) minutes, followed by
a 3-minute cooldown.

Cycle 2: Flip the arch(es), tissue side up, and repeat the same
menu option.

Cycle 1: Select the menu option “Lucitone Digital” and then
“Denture Base.” The program will run for ten (10) minutes,
followed by a 3-minute cooldown.

Cycle 2: Flip the arch(es), tissue side up, and repeat the same
menu option.

Print to Finish for Asiga 35



5.2 CURE UNIT OPTION 2: Digital Cure - Large Capacity Unit

CAUTION:

- Only use validated post-processing units: inLab Speedcure® Processing Unit (REF # 9494800 and 9494801) and Digital
Cure - Large Capacity Unit (REF # 909170 and 909180). Read the curing unit User Manual prior to operating the unit.
Do not stack appliances - correct positioning is a requirement for a proper cure.

Appliance quantity per cure cycle varies by appliance sizes. Appliances must fit within the defined cure zone and have
correct positioning. Regardless of the appliance quantity, only cure the appliance(s) in the defined cure zone.

Allow appliances cleaned with Isopropyl alcohol to dry completely before post-processing due to flammability.

Once the program cycle starts do not stop and restart, open the door, or add appliances; a complete, uninterrupted
program run is required.

Regardless of the appliance quantity, always use the Lucitone Digital Appliances menu selection (preset). Do not use the
custom menu selection to process Lucitone Digital Print Denture appliances.

Failure to follow specific cure instructions will result in poor appliance strength, bond, and accuracy.

Cure Program - Table Summary

Program Cvele Total
(menu selection) Y Time

. . . The automated program cycle includes a .
Lueiieine Dighel Agplances 30-minute preheat (80°C) and a 60-minute cure (80°C). 90 minutes

The preloaded “Lucitone Digital Appliances” program is validated for the following Lucitone Digital Print Denture System
materials and appliances:

Application Dentsply Sirona Digital Materials Appliance Type
Denture Base Lucitone Digital Print 3D Denture Base
Lucitone Digital IPN 3D Premium Tooth
Denture
IPN 3D Digital Denture Teeth
Denture Teeth - -
DS Multilayer PMMA Disc
Lucitone Digital Value 3D Economy Tooth & Trial Placement Denture/Try-In

NOTE: For repair and reline processing, reference the Lucitone Digital Print Denture Repair and Reline lllustrated Technique
Guide (REF # DP-0000502).

Prior to denture curing, ensure the sealer tack-cure process is complete (not applicable for try-in appliances):

Tack cure the Lucitone Digital Fuse Step 3 Total for one (1) minute using the UV Tack-Cure Light. Rotate the arch ensuring
light exposure to all tooth surfaces for a uniform tack cure. The sealer will be slightly sticky/tacky to the touch - avoid excess
handling. Following the 5.0 Cure step (this section), the appliances will be fully cured and smooth to the touch.

Appliance Placement
Place the appliance(s) in the cure zone, occlusal side up, and
the posterior facing the center of the turntable.

Cure zone: The Digital Cure turntable has a diameter of
39.5cm (15.6in). The cure zone is limited to the area between
5cm and 12cm as measured from the center of the turntable,
and defined by the grey lines.

Ensure the appliance(s) do not overlap or extend beyond the
cure zone. Regardless of the appliance quantity, only cure the
appliance(s) in the defined cure zone as shown.

See next page for placement examples.
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Correct appliance placement shown.

Program Selection and Cycle

Select the “Lucitone Digital Appliances” menu selection.
The program cycle will automatically run for 90 minutes -
“HEATING" will display on the screen when the cycle starts.

NOTE: The unit may require warming prior to the cycle
start - “PRE-HEATING” will display on the screen until the
unit reaches temperature. Do not stop and restart or add
appliances after the start of the program (including pre-
heating).

Wait until the temperature indicator in the upper right corner
of the home screen reaches 50°C before removing and
finishing the appliance(s).
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5.3 CURE UNIT OPTION 3: Dentsply Sirona Digital Cure

CAUTION:

- Only use validated post-processing units: inLab Speedcure® Processing Unit (REF # 9494800 and 9494801),
Digital Cure - Large Capacity Unit (REF # 909170 and 909180), and Digital Cure (REF # 909188). Read the curing unit
User Manual prior to operating the unit.
Do not stack appliances - correct positioning is a requirement for a proper cure.
Appliance quantity per cure cycle varies by appliance sizes - do not exceed five (5) appliances per cure cycle. Regardless
of the appliance quantity, always place appliances with the anterior facing the center of the turntable.
Allow appliances cleaned with Isopropyl alcohol to dry completely before post-processing due to flammability.
Once the program cycle starts do not stop and restart, open the door, or add appliances; a complete, uninterrupted
program run is required.
Regardless of the appliance quantity, always use the Lucitone menu selection (preset). Do not use the custom menu
selection to process Lucitone Digital Print Denture appliances.
Failure to follow specific cure instructions will result in poor appliance strength, bond, and accuracy.

Cure Program - Table Summary

Total
Time

Program Cycle

(menu selection)

The automated program cycle includes a 12-second tack cure,
Lucitone 10-15 minute heat (preheat), 25-minute cure, and up to a
30-minute cooldown.

Approximately 60 minutes
(maximum 70 minutes)”

The preloaded “Lucitone” program is validated for the following Lucitone Digital Print Denture System materials and
appliances:

Application Dentsply Sirona Digital Materials Appliance Type
Denture Base Lucitone Digital Print 3D Denture Base
Lucitone Digital IPN 3D Premium Tooth
Denture
IPN 3D Digital Denture Teeth
Denture Teeth - .
DS Multilayer PMMA Disc
Lucitone Digital Value 3D Economy Tooth & Trial Placement Denture/Try-In

NOTE: For repair and reline processing, reference the Lucitone Digital Print Denture Repair and Reline lllustrated Technique
Guide (REF # DP-0000502).

Appliance Placement
Place the appliance(s) on the turntable, occlusal side up, and
the anterior facing the center of the turntable.

Load multiple appliances using the power button to the
right of the menu dial. Hold the power button to rotate the
turntable and place the appliances.

Ensure the appliance(s) do not overlap or extend beyond the
turntable. Do not load more than five appliances per cycle.
See next page for placement examples.

IMPORTANT: When curing one appliance, do not place the
appliance in the center of the turntable covering the turnable
spindle. Ensure the appliance is facing anterior towards the
center and approximately 1 cm from the turntable spindle/
center.
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Program Selection and Cycle

In the home menu screen, use the menu dial to toggle and
select (push menu dial) the “Preset Cycles” setting and then
the “Lucitone” program. Hold the power button until the unit
beeps to start the program.

The program will automatically run and advance through the
following steps: LED Test Cycle - 20 seconds, Tack curing - 12
seconds, Heating - 10 to 15 minutes, Curing - 25 minutes,
and Cooling - up to 30 minutes. Synchronous dots will appear
behind the step name on the menu screen indicating the
program operation. Note: the chamber is lit during the Tack
Curing and Curing steps only.

Following the final step, the menu screen “Program
Complete” will appear indicating the program completion.
The appliances are ready for removal.
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6.0 Finish

CAUTION:
Use proper ventilation and personal protective equipment when grinding appliances.
Do not steam clean Lucitone Digital Print Denture appliances.

Remove bar supports using a cut-off disc or similar tool.
Grind away any remaining support structure.

Posterior Orientation
Manually remove any supports on the intaglio/tissue surface.

Finish, festoon, stipple, and polish as desired.

Dentures sealed with Lucitone Digital Fuse Step 3
- Total require minimal polishing.

IMPORTANT: Avoid extensive polishing for dentures
designed with the Dentsply Sirona Highly Characterized
Denture Tooth Libraries to preserve the premium
features and characterization.

Lucitone Digital Value Lucitone Digital IPN Lucitone Digital Value Denture
Try-In Appliance Denture using Digital HC using Digital Portrait Tooth
Genios Tooth Library Library
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Dentsply Sirona | 800-243-1942 | dentsplysirona.com

DP-0000579 Rev. 08/25

[1] Asiga Ultra, Asiga MAX, Asiga MAX 2, and Asiga PRO 4K are trademarks of Asiga
[2] VWR is a registered trademark of VWR International, LLC.

[3] OHAUS and Guardian are trademarks of OHAUS Corporation.
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