Firing

Schedules

Fast Firing

Rate for

low thermal
expansion alloys

Medium Firing
Rate for
medium thermal
expansion alloys

Slow Firing
Rate for

high thermal
expansion alloys

The following table classifies alloys and the appropriate firing schedules.

Speed

Alloy Type

Allay Description

Stow

Precious type |

Soft Yellow: 80-87% Au

Medium

Precious type 11

Hard: 70-80% Au

Medium Semi-precious type | AuPdAg (50-30-15) typical

Fast Semi-precious type U AuPd (50-40/45) typical

Fast Semi-precious type I PdAg (60-30/40) rypical

Fast Semi-precious type 1V PdCuGu (80-10-x) rypical B
Slow Non-precious Ni (> 80%)

Medium Nour-precious Ni-Cr (70-80% Ni)

Fast Non-precious Ni-Cr (60-70% Ni)

Slow Non-precious Cr no Ni ulloys

Procedure/ Eatry/  Rate in Air/ Low Temp High Temp Hold Cool
Step Dry Time °/min Vacuum  Set Point Set Point Time Time
1st opaque 2 min. 55°CMNO00°F  Vacuum  650°C/N1200°F  990°C/I815°F  None Rapid
2nd opaque 3 min. S5°CYI00°F  Vacuum  650°C/1200°F  9BO°CYI795°F  None Rapid
Ist margin 3 min, 70°C/125°F  Vacuum  6350°C/I200°F  980°CY/1795°F  None Rapid
2nd margin 3 min. T0°C/125°F  Vacuum  650°C/1200°F  970°C/1780°F  None Rapid
1st body 8 min. 70°C/125°F  Vacuum  650°C/1200°F  Y30°C/1705°F  Nonc Rapid
2nd body 5 min. 70°C/125°F  Vacuum 650°C/1200°F 920°C/1690°F  None Rapid
Glaze (natwral) 2 nin. T0°C/125°F  Air 650°C/1200°F  920°C/1690°F  None Rapid
Procedure/ Entry/ Rate in Air/ Low Temp High Temp Hold Cool
Step Dry Time  */min Vacuum  Sel Point Set Point Time Time
Ist opague 2 min, S5°C/100°F  Vacuum 650°CY1200°F  990°CYI815°F None Rapid
2ad opaque 3 min. 55°C/100°F  Vacuum  650°C/1200°F  980°C/1795°F  None Rupid
Ist margin 5 min. 55°C/100°F  Vacuum 650°C/1200°F  980°C/1795°F  None 1-2 min.
2nd margin 3 min. SS°C/100°F  Vacuum  GSO°C/I200°F  970°C/H780°F  Noue 1-2 min.
1st body 8 win. 55°C/00°F  Vacuum 650°C/1200°F  920°C/1690°F  Nonc 1-2 min.
2nd body 5 min. 55°CNO0°F  Vacuum 650°CH200°F  910°C/1670°F  None 1-2 min.
Glaze (natwral) 2 min. 55°C/100°F  Air 650°C/1200°F  910°C/1670°F  None 1-2 min.
Procedure/ Entry/ Rate in Air/ Low Temp High Temp Hold Cool
Step Dry Time °/min Vacuum  Set Point Set Ioint Time Time
Ist opaque 2 min. S5°C/100°F  Vacuwm 650°C/1200°F  990°C/1815°F  None Rapid
2nd opaque 3 min. 55°C/100°F  Vacwum  650°C/1200°F  980°C/1795°F  Nane Rapid
Lst margin 5 min. 35°CI65°F Vacuum 650°C/I200°F  9BO°CY/L795°F  None 3-5 min.
2ud margin 3 min. 35°CI65°F Vucuum 650°C/1200°F 970°C/1780°F  None 3-5 min.
15t body 8 min, 35°CI65°F Vacuum  650°C/1200°F  910°C/1670°F  None 3-5 miit.
2nd body 5 min. 35°CI65°F Vacuun 650°C/1200°F  900°C/1650°F  None 3-5 min.
Glaze (natural) 2 min. 35°C/65°F  Aur 650°C/1200°F  SOO°C/1650°F  None 3-5 min.

Notes

1. No hold time for any firing stcp.
2. High Temp Set Point listed is +/-10°C +/-18°F).
3. Suggested High Temp is beginning point. Best high tewp depends on factors such us muflel, load, elevation, ete.

Analyze the results [rom the individual furnace for optitnum temperature.
. High wemp add 10°C for inlermediate size cases and 20°C for larg
. Semi-precious alloys: 1o heal cracks [ire very last (100°C/min 180°F/inin) with same high teinp as listed.
. Glaze temperature will determing the appearance (sheen) obtained.

o LW RN

Use higher temperature, not longer hold time, to achieve higher sheen.

[~ N1

Prepolished units should use a lower glaze temperature.
. For optimal results air fire from 650°C to 680°C: apply vacuum at 680°C.

Make certain that {ull vacuum is reached by 715°C.

£ CASCS.



