SPECIAL PLASTERS
MANUFACTURING PAPERWEIGHTS IN POLYESTER CLEAR CASTING RESIN

These are commonly made using flowers, coins, shells, fish etc. embedded in Clear Casting Resin.

The first requirement is a suitable mould: commonly used are round bottomed glass bowls or teacups & also square & oblong shaped moulds .in glass/aluminum etc.  It is important that in the case of the latter there is a slight "lead" outwards so that the finished casting can easily be released. If there were no "lead" & sides were at 90 degrees or in the case of teacups & bowls the width of the diameter at top were to be less than that at points below the top: the mechanical bond thereby present would prevent release of the finished casting from the mould. It also helps In the case of square & oblong moulds if the corners: vertical & horizontal: are rounded rather than left near to 90 degree corners.

RELEASE AGENT.  Even with the smoothest surfaces such as plate glass a release agent must be used.  Provided that the surface is a smooth one such as these mentioned above the HONEY WAX SYTEM is very suitable'-* Ask for our Special Notes on this product before using it.

METHOD OF CASTING.  The castings made as above are usually made upside down & the resin is applied in successive layers of approx.  ½” to ¾” depth per pour. The resin moulds & air temp. Should all be as warm as possible so that air bubbles easily release, floating up and out of the resin.  Also minimal quantities of Catalyst can be used in order that gelation heat & consequent shrinkage & distortion can be minimised, each layer of resin should be poured as immediately as possible after the underlying layer has hardened in order to minimise the visual effect of the dividing line between pours.  Some Casting resins take several days to lose surface "TACK" which means that this period of time has to elapse before the can be finally buffed & polished. (For which Honey Wax can also be used)  The one that we sell redesigned to lose Surface Tack rapidly so as to avoid this.  The visibility of the dividing line becomes the more d6 the longer the time that elapses between pouring successive layers because of the degree of loss of Surface Tack.  AVOID "SURGING" when pouring the resin, Pour slowly into centre of mould so that the level of the resin rises slowly up the mould-sides without surging up.  If this allowed to happen, the thin layer of surged up resin hardens on the mould surface & then adheres as a protruding lip on the surface of the next pour.

THE FINAL POUR: which if the casting is being made upside down will form the bottom of the mould is often pigmented to a dark colour to make a contrast to the clear mass of the casting. Metal powders such as dark antique are of-ten used: & this Final layer is often quite thin such as 1/8” thick. Green baise cloth is often stuck on afterwards to avoid the casting sliding easily on such as a smooth tabletop.

INSERTION of the object to be embedded in the casting
Normally one layer is poured, allowed to harden then the object to be embedded placed on this layer.  Another layer poured thinly around the base of the object and allowed hardening to hold it in position. Subsequent layers (Limit to ½ to ¾"  thickness), are poured completely covering the object & then the final pigmented layer to form the base is poured.

CURE.  Leave casting in mould in an warm a temperature for as long as Is convenient before releasing, Premature release.- before surface of casting has become tack-free may result in thumbprint marks on surface having to be buffed off before polishing.

AIR INHIBITION* This Resin is very Air Inhibited: i.e. a surface exposed to air remains surface-tacky when hard.  This is no problem when Resin is cast in rigid moulds such as a rounded bottom teacup. When casting Paperweights: Where no Air can get between the mould surface and surface of the resin. But when used in a Flexible Mould air can creep between the surface of the mould, that of the Resin.  'One Method of dealing with this is to cover the mould quickly with a heavy Polish thereby cutting of f air.  Leave for three or four days and then buff off and Polish. Do not use acetone as this attacks the surface leaving in cloudy.

WATER WHITE’ CASTING POLYTSTER RESIN

   Properties of Liquid Resin
                  Viscosity at 25*C
         200 - 250 c/s


Monomer

Styrene 35%


Acid Value

Below 25 mg KOH/g


Specific Gravity
at 25'C
1.12


Storage at below
20'C
4 months in unopened, container.


Colour

Less than 40 hazen prior to




acceleration.

Type and Recommended Uses

SP700  is very suitable for all casting applications including buttons, encapsulation and clear and pigmented castings.  The resin contains 0. I % of 1% Cobalt Naphthenate which is the minimum quantity required for curing and thus enables the excellent initial colour of the resin to be preserved.  The exothermic beat of curing is developed over a longer period than with other resins, which reduces thermal shock and enables larger castings to be made.

In general, the cobalt level present should allow very clear castings to be produced, but if more rapid setting times are required- then additional accelerator should be added according to the table below.  The additional cobalt will impair the colour obtained, but does enable send castings to be prepared rapidly and also to minimise surface tack on air exposed surfaces.

SPECIAL PLASTERS
Curing Data


              Additional

                     Colour of

Formulae         Catalyst
              Accelerator      
            Gel Time              Cured


No. 
MEKP 50%
   1%  co NAPH                 at20°C
Castings


1
1.0%
                      None
90
mins
Water White


2
2.0%
                      None
50
mins
Water White


3
2.0%
0.l%
30
mins
Water White


4
1.0%
0.4%
15
mins
V. Pale Pink


5
1.0%
1.0%
8
mins
Pale Pink


6
0.5%
o.5%
22
mins
V. Pale Pink


7
0.5%
110%
11
mins
Pale Mauve

Note - 1% is approximately equal to the addition of 10 c.c. of catalyst (or accelerator) to I kilo resin.

NOTE :-Above Data relates to use in Ambient Temp. 20. or better: & also relates to this Resin being used in a CASTING: where the resin is poured so as to harden in Layers of up to half-inch thickness.  If used in lower Temps. &/or-applied more thinly with consequent diminution of Gelation heat: both these Factors will considerably inhibit hardening: even to a point where Resin would not harden.  Therefore this would have to be counteracted by addition of greater quantities of Catalyst &/or addition of Accelerator.  If doing this allow for above Data referring to use of Accelerator of 1% Cobalt Content.  Ours has 6% Cobalt Content: six times as strong- and this should be allowed for.  Never allow Catalyst & Accelerator to come into direct contact with each other.  Fire/Explosion could result.  Reference above to use of this Resin for Button Casting might confuse Users.  These are not cast in thickness of button required.  They are cast in long, solid rods ¼” & upwards diameter or into sheets of similar thickness the buttons are cut & stamped out from' these.

The addition of Accelerator will impart a purple tint to the casting.

Stop press

We now ship the new formulation of clear casting resin which, before setting, is blue in colour.  This version is much less air inhibited than the old one and sets against rubber moulds with less tackiness.
