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W
A

R
R

A
N

T
Y

W
A

R
R

A
N

T
Y

: E
xcept w

ith respect to those com
ponents parts and uses w

hich are described herein,
D

E
N

T
S

P
LY

 N
eytech w

arrants the N
eycraft C

entrifugal C
asting M

achine to be free from
 defects in

m
aterial and w

orkm
anship for a period of tw

o years from
 the date of sale. D

E
N

T
S

P
LY

 N
eytech’s

liability under this w
arranty is lim

ited solely to repairing or, at D
E

N
T

S
P

LY
 N

eytech’s option, replacing
those products included w

ithin the w
arranty w

hich are returned to D
E

N
T

S
P

LY
 N

eytech w
ithin the

applicable w
arranty period (w

ith shipping charges prepaid), and w
hich are determ

ined by D
E

N
T

S
P

LY
N

eytech to be defective. T
his w

arranty shall not apply to any product w
hich  has been subject to

m
isuse; negligence; or accident; or m

isapplied; or m
odified; or repaired  by unauthorized persons; or

im
properly installed.

IN
S

P
E

C
T

IO
N

: B
uyer shall inspect the product upon receipt. T

he buyer shall notify D
E

N
T

S
P

LY
N

eytech in w
riting of any claim

s of defects in m
aterial and w

orkm
anship w

ithin thirty days after the
buyer discovers or should have discovered the facts upon w

hich such a claim
 is based. F

ailure of the
buyer to give w

ritten notice of such a claim
 w

ithin this tim
e period shall be deem

ed to be a w
aiver of

such claim
.

D
IS

C
L

A
IM

E
R

: T
he provisions stated herein represent D

E
N

T
S

P
LY

 N
eytech’s sole obligation and

exclude all other rem
edies or w

arranties, expressed or im
plied, including those related to

M
E

R
C

H
A

N
TA

B
ILIT

Y
 and F

IT
N

E
S

S
 F

O
R

 A
 P

A
R

T
IC

U
LA

R
 P

U
R

P
O

S
E

.

L
IM

ITA
T

IO
N

 O
F

 L
IA

B
IL

IT
Y

: U
nder no circum

stances shall D
E

N
T

S
P

LY
 N

eytech be liable to the
buyer for any incidental, consequential or special dam

ages, losses or expenses.

L
IM

ITA
T

IO
N

 O
F

 A
C

T
IO

N
S

: T
he buyer m

ust initiate any action w
ith respect to claim

s under w
arranty

described in the first paragraph w
ithin one year after the cause of action has accrued.

™
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F
or the convenience of our custom

ers, these operation instructions are divided into tw
o sections.  P

art I

contains general background inform
ation regarding the lost w

ax centrifugal casting process.  T
his section

is provided to fam
iliarize the beginner w

ith the casting process.  P
art II contains specific operating

instructions for the N
eycraft M

odel 9491045 C
entrifugal C

asting M
achine.  E

xperienced craftsm
en m

ay

w
ish to skip reading the general background inform

ation in P
art I.  H

O
W

E
V

E
R

, E
V

E
R

Y
O

N
E

 U
S

IN
G

 T
H

IS

C
A

S
T

IN
G

 M
A

C
H

IN
E

 (IN
C

LU
D

IN
G

 E
X

P
E

R
IE

N
C

E
D

 C
R

A
F

T
S

M
E

N
) S

H
O

U
LD

 B
E

C
O

M
E

 FA
M

ILIA
R

 W
IT

H

T
H

E
 S

P
E

C
IF

IC
 O

P
E

R
A

T
IN

G
 IN

S
T

R
U

C
T

IO
N

S
 IN

 P
A

R
T

 II.

P
art I

G
en

eral In
fo

rm
atio

n
 o

n
 L

o
st-W

ax-C
astin

g

  T
h

e fo
llo

w
in

g
 is a b

rief d
escrip

tio
n

 o
f th

e step
s o

r p
ro

ced
u

re in
vo

lved
 in

 lo
st-w

ax-castin
g

.  If
m

o
re d

etailed
 in

fo
rm

atio
n

 is n
eed

ed
, a n

u
m

b
er o

f g
o

o
d

 in
stru

ctio
n

 b
o

o
ks are availab

le su
ch

 as:

                C
reative C

asting, by S
harr, C

hoate, C
row

n P
ublishers and

                C
entrifugal or Lost W

ax Jew
elry C

asting, by M
urray B

ovin, B
ovin P

ublishing

  A
lso, in m

any areas of the country, classes in lost-w
ax-casting are offered by public schools and

colleges, com
m

unity activity centers and through local lapidary and jew
elry supply dealers.

W
A

X
 M

O
D

E
L

.  T
he pattern from

 w
hich cast objects are m

ade is usually w
ax, how

ever, other m
aterials

w
hich readily ‘burn-out” at tem

peratures of 1000° - 1400
° F

 (such as plastic or natural organic m
atter)

m
ay also be used as the m

odel.

  T
he w

ax m
odels m

ay either be designed and created by the jew
elry craftsm

an, or m
ay be purchased

ready-m
ade.  T

he hand tools and m
aterials for creating original jew

elry are available from
 m

any lapidary
and jew

elry retail suppliers, as are the ready-m
ade w

ax m
odels.

  T
he m

odel w
ill be m

ounted on a sprue and im
bedded in a plaster like m

aterial and then burned-out to
leave a cavity replica into w

hich the m
olten m

etal w
ill flow

 in the casting operation.

S
P

R
U

E
IN

G
 T

H
E

 M
O

D
E

L
.  T

he m
odel is held in proper position in the investm

ent flask by a w
ax w

ire
sprue.  A

fter burnout, the sprue cavity w
ill serve as a channel or gatew

ay through w
hich the m

olten
m

etal flow
s to enter and fill the m

odel replica cavity.  T
he  sprue is attached to the w

ax m
odel (either

using a heated tool or sticky w
ax) and is then em

bedded in the center of the sprue-base.

7.  M
A

IN
T

E
N

A
N

C
E

 P
R

O
C

E
D

U
R

E
.  T

he only m
aintenance required on the N

eycraft  C
entrifugal C

asting
M

achine is a periodic cleaning of the inside of the safety shell.  A
fter a period of tim

e or a good num
ber of

casting cycles (this m
ay vary from

 one w
eek to several m

onths, depending on the frequency of use),
som

e debris w
ill collect in the safety shell (investm

ent pow
der, m

etal grains, flux, etc.).  T
his debris should

be rem
oved by either vacuum

ing the shell interior or by turning the shell upside dow
n and brushing out

the interior.  T
his periodic cleaning w

ill prevent a build up of particles w
hich could clog the crank handle

locking m
echanism

.

R
E

P
L

A
C

E
M

E
N

T
 P

A
R

T
S

 A
N

D
 A

C
C

E
S

S
O

R
IE

S

                D
escrip

tio
n

                                                                   P
art N

u
m

b
er

                2” S
prue B

ase                                                                9357118
                3” S

prue B
ase                                                                9357002

                S
tainless S

teel Investm
ent F

lasks
                2” D

iam
eter x 2 1/4” Long                                              9102019B

                3” D
iam

eter x 3” Long                                                    9102020B

                F
lask Tongs                                                                    9491010B

                S
ilica C

rucible                                                                9353005

                C
ounter B

alance W
eight                                                9491066

                (replacem
ent)

                P
ow

er spring                                                                  9356001
               (replacem

ent)
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T
he pictures below

 show
 proper sprueing technique for a single ring, in diagram

 #2, and for m
ultiple

pattern casting using a “tree” sprue, in diagram
 #3.

S
ingle pattern m

ounted on sprue
base w

ith 6-gauge w
ax w

ire.
M

ultiple patterns “tree-sprued”. 1/4” w
ax

w
ire is used for “trunk” and 6-gauge w

ire
is used for branches.

   W
hen sprueing, rem

em
ber that “branches” to individual w

ax m
odels m

ust be positioned like tree
branches (from

 w
hich this sprueing system

 is nam
ed).  T

hat is, the branches m
ust be pointing upw

ard,
at least slightly, w

hen set on the sprue base as show
n above.

D
E

T
E

R
M

IN
E

 A
M

O
U

N
T

 O
F

 C
A

S
T

IN
G

 M
E

TA
L

.  A
t this tim

e, a m
easurem

ent is m
ade to determ

ine the
required am

ount of casting m
etal to be used.

   To calculate m
etal w

eight, first w
eigh the sprued pattern.  N

ote this w
eight and m

ultiply by 10.5 to
obtain proper w

eight of sterling silver.  F
or 14k gold, m

ultiply the w
ax w

eight by 13.5.  W
eigh out the

proper am
ount of casting m

etal and then add 7-10 gram
s

(1/4-1/3 oz.) for the sprue button.

IN
V

E
S

T
IN

G
 T

H
E

 S
P

R
U

E
D

 M
O

D
E

L
.  T

he m
old for lost-w

ax-casting is m
ade w

ith a P
laster-of-P

aris like
m

aterial called investm
ent.  Investm

ent is a pow
dered blend of C

rystobolite and G
ypsum

 w
ith a few

other inorganic m
aterials included.  W

ater is added to the investm
ent pow

der in specified proportions.
T

he investm
ent w

ater m
ixture is stirred to a cream

y sm
ooth consistency.  T

he liquid investm
ent is then

poured into a stainless steel cylinder, called a flask, w
hich has been m

ounted on the sprue base w
ith

sprued m
odel in position.

N
O

T
E

:  W
H

E
N

 C
A

S
T

IN
G

 S
M

A
L

L
 A

M
O

U
N

T
S

 O
F

 M
E

TA
L

(L
E

S
S

 T
H

A
N

 2 O
Z

.), T
H

E
 C

R
U

C
IB

L
E

 M
U

S
T

 B
E

 P
R

E
H

E
A

T
E

D
T

O
 A

V
O

ID
 C

H
IL

L
IN

G
 T

H
E

 M
O

LT
E

N
 M

E
TA

L
 B

E
F

O
R

E
 IT

T
R

A
V

E
L

S
 IN

T
O

 T
H

E
 IN

V
E

S
T

E
D

 F
L

A
S

K
.  T

H
IS

 C
A

N
 B

E
 E

A
S

ILY
A

C
C

O
M

P
L

IS
H

E
D

 B
Y

 P
L

A
Y

IN
G

 T
H

E
 T

O
R

C
H

 F
L

A
M

E
 O

N
 T

H
E

F
R

O
N

T
 A

N
D

 B
O

T
T

O
M

 IN
S

ID
E

 O
F

 T
H

E
 C

R
U

C
IB

L
E

 JU
S

T
B

E
F

O
R

E
 T

H
E

 F
IN

A
L

 M
E

LT
 A

N
D

 S
P

IN
.  W

H
E

N
 H

E
A

T
IN

G
L

A
R

G
E

R
 M

E
TA

L
 M

E
LT

S
 (M

O
R

E
 T

H
A

N
 2 O

Z
.), T

H
E

 C
R

U
C

IB
L

E
W

IL
L

 B
E

 S
U

F
F

IC
IE

N
T

LY
 P

R
E

H
E

A
T

E
D

 IN
 T

H
E

 P
R

O
C

E
S

S
 O

F
M

E
LT

IN
G

 T
H

E
 M

E
TA

L
.  A

N
 A

LT
E

R
N

A
T

E
 M

E
T

H
O

D
 T

O
P

R
E

H
E

A
T

 T
H

E
 C

R
U

C
IB

L
E

 IS
 T

O
 P

L
A

C
E

 IT
 IN

 T
H

E
 B

U
R

N
O

U
T

O
V

E
N

 W
IT

H
 T

H
E

 IN
V

E
S

T
E

D
 F

L
A

S
K

, T
H

E
N

 R
E

M
O

V
E

 T
H

E
C

R
U

C
IB

L
E

 W
IT

H
 Y

O
U

R
 T

O
N

G
S

 A
N

D
 L

O
C

K
 IT

 IN
 P

O
S

IT
IO

N
O

N
 T

H
E

 C
A

S
T

IN
G

 M
A

C
H

IN
E

.

6.  S
P

IN
-C

A
S

T
 C

Y
C

L
E

.  T
he lock m

echanism
 is released by grasping the outside shell w

ith the left hand
and rotating slightly in a clockw

ise direction until the spring loaded w
ind-lock handle snaps back into its

outw
ard or unlocked position.  W

ith the torch in your right hand, continue heating the m
etal until the

m
om

ent your release your grasp on the shell w
ith your left hand and start the spin cycle.  B

oth hands
should be pulled aw

ay sm
oothly and sim

ultaneously to begin the cast spin.

C
A

U
T

IO
N

:  K
E

E
P

 Y
O

U
R

 H
A

N
D

S
 C

L
E

A
R

 O
F

 T
H

E
 U

N
D

E
R

S
ID

E
 O

F
 T

H
E

 S
A

F
E

T
Y

 S
H

E
L

L
 W

H
IL

E
 IT

IS
 S

P
IN

N
IN

G
.

T
he casting m

achine w
ill continue to spin for a couple of m

inutes after it is released.  W
hen the m

achine
has com

e to rest, grasp the flask w
ith the tongs in your left hand.  G

rasp the crucible clip knob w
ith your

right hand and pull the crucible aw
ay from

 the flask.  A
s soon as the red color disappears from

 the sprue
button, the flask m

ay be dropped into a bucket of w
ater.  T

he rapid cooling of the flask in w
ater w

ill
usually break m

ost of the investm
ent m

aterials aw
ay from

 the com
pleted casting.  A

fter a m
inute or so,

the casting can be retrieved from
 the bottom

 of the bucket, and the flask cleaned out for its next use.

U
N

L
O

C
K

                                                             R
E

L
E

A
S

E

D
iagram

 2
D

iagram
 3
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   T
he investm

ent m
ixture begins to solidify or harden in about 10 m

inutes.  A
fter about 1 hour the sprue

base m
ay be rem

oved from
 the cured investm

ent flask and the burnout cycle can begin.

T
IP

S
 F

O
R

 IN
V

E
S

T
M

E
N

T
 T

E
C

H
N

IQ
U

E
.  T

h
e liq

u
id

 in
vestm

en
t m

ixtu
re w

ill co
n

tain
 a

co
n

sid
erab

le n
u

m
b

er o
f trap

p
ed

 air b
u

b
b

les.  It is im
p

o
rtan

t to
 elim

in
ate as m

an
y o

f th
ese

b
u

b
b

les as p
o

ssib
le, b

ecau
se th

ey w
ill create rep

lica b
u

b
b

les o
n

 yo
u

r cast jew
elry p

iece.

  T
he m

ost effective m
ethod for rem

oval of bubbles from
 the investm

ent m
ixture is to vacuum

debubblize w
ith a vacuum

 pum
p and bell jar apparatus.  If this equipm

ent is not available, the follow
ing

procedure should be used.

1.
C

oat the sprued m
odel w

ith a surface tension reducer (dip or brush on).  S
hake off excess liquid

and allow
 m

odel to air dry.

2.  M
ix a sm

all batch of investm
ent and paint the pattern w

ith a sm
all soft brush.  If a vibrator is

available, rest your hand holding the w
ax pattern against the operating vibrator w

hile you brush
on the thin coat of investm

ent.  A
llow

 this coat to air dry for 10 m
inutes.

     3.   M
ix sufficient investm

ent liquid to fill the investm
ent flask.  If a vibrator is available, use it to

           vibrate bubbles from
 the investm

ent liquid w
hile in the m

ixing bow
l.  N

ext, set the vibrator on low
           pow

er and tilt flask at an angle w
hile sprue base rest on the vibrator surface.  S

low
ly pour

           investm
ent m

ixture into the inside w
all of flask, and then fill the flask to the brim

.

c.  N
ext, w

ind the m
achine three full turns clockw

ise until the knob is
at the one-o’clock position then grasp the outside of the safety shell
w

ith your other hand to hold m
achine steady against the pow

er
spring.  (W

inding is m
uch easier if you w

ind quickly and continu-
ously the full three turns).

d.
N

ow
, lock the m

achine by sliding the w
ind/lock knob inw

ard
tow

ard the center of the m
achine as far as it w

ill go (about 1/2”),
then ease the safety shell back counter-clockw

ise until the lock
engages at the tw

elve-o’clock position.

T
he m

achine is now
 w

ound and locked, and you m
ay proceed to the

next operation.

4.  L
O

A
D

IN
G

 T
H

E
 IN

V
E

S
T

M
E

N
T

 F
L

A
S

K
.  W

hen the invested flask is thoroughly burned-out and
heated to the proper tem

perature, rem
ove from

 furnace w
ith tongs in left hand.  P

lace the back end of
flask into the recessed step of receiver and w

ith your right hand on crucible slide lever knob; slide the
crucible nose firm

ly into the sprue button cavity in the invested flask.  N
ext, w

ith the flask firm
ly in

position, sw
ing the entire broken-arm

 assem
bly clockw

ise against the rubber stop to the nine-o’clock
position.

N
O

T
E

:  B
E

F
O

R
E

 G
O

IN
G

 F
U

R
T

H
E

R
, B

E
 S

U
R

E
 T

H
A

T
 T

H
E

 F
L

A
S

K
 IS

 S
E

C
U

R
E

 IN
 T

H
E

 R
E

C
E

S
S

E
D

S
T

E
P

 R
E

C
E

IV
E

R
, A

N
D

 T
H

A
T

 T
H

E
 C

R
U

C
IB

L
E

 IS
 P

U
S

H
E

D
 F

IR
M

LY
 A

G
A

IN
S

T
 T

H
E

 IN
V

E
S

T
M

E
N

T
F

L
A

S
K

.

5.  M
E

TA
L

 M
E

LT
IN

G
.  P

lace the proper am
ount of m

etal casting grain (not m
ore than 5 oz. silver or

6 1/2 oz. of 14K
 gold) in the crucible.  H

eat w
ith a torch (acetylene, oxy-acetylene, gas-com

pressed air,
etc.). until m

etal is liquid and shining.  A
 sm

all pinch of flux should be added just before casting.
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5 Investm

ent flask being placed in a
burnout furnace (N

ote sprue hole
is dow

n).

     If no vibrator is available, tilt the flask and pour the investm
ent as described above.  W

hen the
flask is filled to the brim

, tap the flask continuously for about tw
o m

inutes (use the m
ixing spatula

handle, or a spoon) to release as m
any bubbles as possible.

P
A

T
T

E
R

N
 B

U
R

N
 O

U
T.  A

fter the investm
ent has cured, the next step is to burn-out the m

odel.  T
he

N
eycraft F

iber F
urnace™

 is designed to accom
plish this operation.  T

he burn-out cycle is the step
im

m
ediately before the casting operation.  In the burn-out cycle, the flask is placed on the furnace floor,

                                                                          sprue side dow
n.  T

he w
ax m

odel is m
elted and

                                                                          then burned clean at 1200°-1300° F, leaving an
                                                                          exact replica cavity in the investm

ent m
aterial into

                                                                          w
hich the m

olten m
etal w

ill flow
 in the casting

                                                                          operation.  Tem
perature control is im

portant in
                                                                          this operation to insure that the investm

ent m
old

                                                                          is burned clean and that the cavity and
                                                                          surrounding investm

ent is at the proper
                                                                          tem

perature to assure a good clean flow
 of

                                                                          m
etal into the cavity, and therefore, a good

                                                                          solid casting.

                                                                          T
here are a variety of procedures used in

                                                                          investm
ent burn out, depending on the preference

                                                                          of the individual craftsm
an.   S

om
e prefer a short 2 hour

                                                                          burnout for one or tw
o sm

all flasks, others use a 4 hour
burnout cycle, and still others accom

plish burnout on an overnight cycle.  W
hichever m

ethod you
choose is fine as long as the follow

ing points are kept in m
ind:

    1.  To burn out the w
ax m

odel com
pletely, the inside of the investm

ent flask m
ust

         reach 1200°- 1300° F.  It is im
portant to rem

em
ber that the inside of the investm

ent
         flask is heated m

ore slow
ly than the inside of the furnace.  T

hat is, once the
         furnace pyrom

eter indicates a tem
perature of 1200°- 1300° F, the flasks inside

         m
ust be allow

ed tim
e to heat saturate (so that the tem

perature inside the flask w
ill

         be equal to the furnace tem
perature).  S

m
all flasks m

ay only require 30 m
inutes to

         heat saturate, w
hile large flasks m

ay require 2 or m
ore hours.

2.   B
A

L
A

N
C

E
.  B

alancing the m
achine is quick and sim

ple.  T
he m

achine is designed to be
counterbalanced for three ranges of flask size:  sm

all, m
edium

, and large.  A
 2.75 lb. counterbalance

w
eight is provided for installation in one of tw

o position locating slots on the counterbalance arm
.

W
hen casting w

ith sm
all flasks, the counterbalance w

eight is not installed on the casting m
achine.

F
or m

edium
 flasks, the counterbalance w

eight is installed on the inner slot.  F
or large flasks, the

counterbalance w
eight is installed in the outer slot.

S
ee Table and D

iagram
s below

:

F
lask                            D

iam
eter &

 Length                                                 To B
alance

S
m

all                            2” x 2”                    N
o C

ounter-
                                     2” x 3”                    balance
                                     2 1/2” x 2 1/2”        W

eight

M
edium

                        2 1/2” x 3”              P
osition

                                     3” x 3”                    W
eight in

                                     3” x 4”                    Inner S
lot

Large                            3 1/2” x 4”              P
osition

                                     4” x 4”                    W
eight in

                                                                   O
uter S

lot

3.  W
IN

D
IN

G
 A

N
D

 L
O

C
K

IN
G

 Y
O

U
R

 M
A

C
H

IN
E

.  A
n externally m

ounted knob is provided on your
N

eycraft C
entrifuge to allow

 you to w
ind and lock your m

achine w
hile your hands are clear of the path or

rotation of the casting m
achinery.

                                             To w
ind and lock:  It w

ould be advisable to practice the w
ind,

                                              lock, and release procedures several tim
es before attem

pting
                                              your first casting.

                                               a.   M
ake sure you have clean, firm

 footing in front of the
                                                     m

achine.

                                                     b.    To engage clutch, grasp the knob and rotate caster
                                                            counter-clockw

ise until the knob is at the tw
elve-

                                                            o’clock position.  T
he clutch is now

 properly engaged.



6
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2.
T

he tem
perature of the flask m

ust be reduced to the proper level before casting in order to produce a
com

plete casting w
hich is not excessively oxidized.  T

he follow
ing are ideal casting tem

perature
points:

           M
E

TA
L

                                               P
R

O
P

E
R

 F
L

A
S

K
 T

E
M

P
E

R
A

T
U

R
E

           S
terling S

ilver                                                      800-900° F
           14K

 G
old                                                             950-1050° F

           B
rass                                                                   800-900° F

C
A

S
T

IN
G

.  Jew
elry m

etal, usually gold or silver, is m
elted and cast into the replica investm

ent cavity by
centrifugal, vacuum

, or pressure forces. T
he centrifugal m

ethod is the m
ost popular.  T

he details of
centrifugal procedure are described later on pages 7-10.

O
nce the m

etal has been cast and allow
ed to set briefly (usually a couple of m

inutes), the hot investm
ent

flask m
ay be transferred w

ith a pair of tongs into a bucket of w
ater.  T

he boiling action created by the hot
flask in w

ater w
ill usually break the investm

ent m
aterials aw

ay from
 the com

plete casting.  T
he casting is

now
 cleaned w

ith running w
ater and a toothbrush to rem

ove all rem
aining investm

ent m
aterial.

F
IN

IS
H

IN
G

.  T
he finishing procedure consists of three operations; pickling, sprue rem

oval, and abrasive
buffing and polishing.

P
ickling is the process of rem

oving surface scale and oxidation from
 the cast piece.  T

he cast piece is
im

m
ersed in a heated acid solution for several m

inutes to etch aw
ay the surface oxides.

S
prue rem

oval is next.  S
prues are rem

oved from
 the finished casting w

ith heavy-duty cutting dykes
(sprue cutters) or w

ith a jew
elers saw

.  T
he point of connection is then filed and sanded to elim

inate any
trace of the sprue attachm

ent.

T
he cast piece is finished to a high luster through buffing and polishing.  T

his can be accom
plished w

ith
either hand or pow

er tools.  In either event, the process begins w
ith a coarse abrasive and advances to a

very fine finishing polish.

P
art II

N
eycraft C

en
trifu

g
al C

astin
g

 M
ach

in
e O

p
eratio

n
 In

stru
ctio

n
s

  T
h

e N
eycraft C

en
trifu

g
e is d

esig
n

ed
 w

ith
 a n

u
m

b
er o

f u
n

iq
u

e o
p

eratin
g

 featu
res.  E

veryo
n

e
u

sin
g

 th
e m

ach
in

e, in
clu

d
in

g
 exp

erien
ced

 castin
g

 craftsm
en

, sh
o

u
ld

 read
 th

is sectio
n

 th
o

r-
o

u
g

h
ly.  B

y acq
u

ain
tin

g
 yo

u
rself w

ith
 th

e u
n

iq
u

e o
p

eratin
g

 featu
res o

f th
e N

eycraft C
en

trifu
g

e,
yo

u
 w

ill b
e ab

le to
 p

ro
d

u
ce q

u
ality castin

g
s, safely.

1.  M
A

C
H

IN
E

 S
E

T-U
P.  T

he N
eycraft C

entrifuge is shipped from
 the factory com

pletely assem
bled

except for the installation of the crucible.

C
R

U
C

IB
L

E
 IN

S
TA

L
L

A
T

IO
N

.  Install crucible
in place by depressing the crucible clip (1) and
sliding the crucible into position against the
crucible bracket (2) as show

n.

M
O

U
N

T
IN

G
.  T

he centrifugal caster m
ay be

m
ounted either portably or perm

anently.
N

o external shield or container is required for either type of m
ounting.  T

he base is to be m
ounted w

ith
the red

 d
o

t facin
g

 th
e o

p
erato

r.

                                                                             P
O

R
TA

B
L

E
 M

O
U

N
T

IN
G

.  T
he casting m

achine
                                                                             m

ay be portable m
ounted to a solid, heavy

                                                                             bench or table w
ith C

-clam
ps )not included w

ith
                                                                             m

achine) as show
n.  T

he bench used for
                                                                             m

ounting should be firm
ly fastened to either the

                                                                             floor or an adjacent w
all.

P
E

R
M

A
N

E
N

T
 M

O
U

N
T

IN
G

.  T
he casting m

achine m
ay be perm

anently m
ounted to a heavy bench or

table w
ith w

ood screw
s, or w

ith m
achine screw

s and nuts, placed through the four corner holes
provided on the base.


