








Metal-supported

Superstructures labside

Gold coping, capable of being cast on,
metal-ceramic veneer, horizontally
screw-retained

Individual mesostructures (abutment / secondary element)
Callisto® Implant 78 alloy

Completely prepared master model with gingival mask articulated

according to average values.

The prefabricated secondary and tertiary elements are exactly

] positioned on the model implant and tightened with a screw.
RN SynOcta® RN SynOcta®
secondary element Transversal (TS)
made of gold secondary element

(Institut Straumann AG)

The secondary element is capable of being
cast on and consists of a non-oxidizing high
gold alloy and a plastic tube that can be
burned out (modelling auxiliary).

RN SynOcta® secondary gold element

(Institut Straumann AG) 34

(Institut Straumann AG)

Gold copings capable of being cast on, as
well as plastic caps that can be burned out
without leaving residue with a threaded tube
capable of being cast on are available for
transversely screwed down tertiary elements.

RN SynOcta® TS gold coping, transverse (TS) secondary element
(Institut Straumann AG)



The plastic tube is shortened in accordance
with the vertical and lingual space situation.
The plastic tube should be mounted on the
secondary element capable of being cast on
by means of modelling resin.

Once the fully anatomical wax-up has been

completed and a silicone key fabricated, the
individual secondary element is contoured in
wax. If a modelling resin is used, the plastic

part has to be coated with a wax layer of at
least 0.3 mm. The hollow space created by

the wax, which is burned out first, serves as
a freeway space for the expanding resin and
prevents the investment material from being
detrimentally affected during pre-heating.

The individual secondary element is now
soundly contoured up to the delicate metal
edge and the available space checked by
means of the silicone key. The wax or resin-
wax layer should be at least 0.7 mm thick.
In order to ensure a clean cast-on proce-
dure, the contouring should be somewhat
thicker towards the metal margin.
Furthermore, cooling structures are applied
in this thicker marginal area. The delicate
metal margin must remain free of grease
and wax and
should be
checked under
the stereo
microscope.
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The gold coping for the cast-on technique is
screwed down on the model implant and
the framework is waxed-up. The framework
is given a reduced anatomical shape and
checked by means of the silicone key.

Towards the metal edge and the metal
surrounding the threaded area, the
contouring should be somewhat more
pronounced. Exact contouring, however, is
required towards the gold coping. In the
area of the non-oxidizing tertiary alloy
element capable of being cast on, an alloy
margin should be maintained. Since the gold
coping does not form any bonding oxides,
the metal-ceramic material may only be
applied on the cast on alloy areas.

Before investment, a thread protection screw
is screwed into the gold coping. In order to
be able to remove the thread protection
screw more easily after casting, the thread
should be coated with graphite beforehand.



TIP:

To facilitate the handling and contouring away from the model,
the use of an additional model implant is recommended.

The gingival area must be designed in accordance with the
emergence profile and the cement border. For aesthetic reasons,
the cement border should be located in the
subgingival area, but should not be more than
2.0 mm subgingival for reasons of oral hygiene.

The cement border
should not be

max. 2.0 mm

located more than
2.0 mm below the

gingiva.

Important:

The individual secondary
elements are provided with a
sufficiently large sprue or a
casting pear (sprueing method
according to the casting system
used). The dimensions of the
reservoir, which is placed in the
heat center, must be larger
than those of the wax object.
The object to be cast should
not be located too close to the
investment ring margin, since
this may result in any cast-on
objects to cool prematurely.

— Do not use a debubblizer (latent heat)

— Clean the visible part of the secondary element capable of
being cast on using a brush or cotton swab soaked with alcohol
to prevent the alloy from spilling onto the secondary element
capable of being cast on.

— The other areas of the wax-up should not come into contact
with alcohol, since the resulting latent heat may lead to

distortion

max. 2.0 mm

\

— If cast-on elements, such as gold-plastic abutments, and
modelling resin are used, speed investment materials are not
recommended (slow heat-up of the cast-on elements and
the possible expansion of the resins have to be taken into

consideration).

= | The application of cooling structures removes heat
1 energy from the casting object and prevents the

covalent lattice structure of the mixed materials
from changing.
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The object is invested with a phosphate-bonded investment
material. The instructions of the manufacturer regarding the
mixing ratio and pre-heating times have to be observed. The
secondary element capable of being cast-on is conventionally
pre-heated according to the manufacturer's instructions.

TIP:

Especially with gold abutments capable of being cast-on, the
pre-heating temperature should be increased by 50 °C (122 °F)
and the holding time at the final temperature prolonged by at
least 30 minutes.

In order to prevent the alloy from spilling into the inner aspects
of the gold abutment, the instructions for use of the implant,
alloy, and investment material manufacturers have to be
carefully observed.

The selected cast-on alloy has to be compatible with
the high-fusing alloy of the secondary element. The
melting range of the cast-on alloy must not exceed
the liquidus temperature of 1350 °C (2462 °F)

(see alloy overview for implant superstructures on
page 68).

I
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After casting the individual
mesostructures/tertiary
elements and the slow cooling
of the investment ring to room
temperature, the cast object
can be carefully divested. The
area of the cast-on secondary
element must never be blasted
using aluminium oxide. Fine
divesting is carried out with
ultrasound, the steam jet, or
by pickling.

Light microscopic images of the cast gold elements at 10- and
200-fold enlargement.

Gold abutment Cast-on alloy Cast-on alloy Gold abutment

A good accuracy of fit can only
be ensured by gentle treatment
of the surface in the area
between the abutment and the
implant. The inner aspect of
the abutment should be exactly
as smooth and shiny as before
investing it.

Important:

The examination of the cast object reveals whether or not all the
areas have been completely cast. If casting errors are evident,
such as incomplete casting, casting beads, casting flash, or
spilling of the alloy into the inner aspect, the fabrication of the
mesostructure must be repeated.
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The mesostructures are fitted on the model and adjusted with
suitable tungsten carbide metal burs. The silicone key is once
again used to check the space conditions. The final cement border
must now be determined.

After finishing, the individually fabricated mesostructures are
manually screwed onto the model implant.

Important:

If a superstructure for direct metal-ceramic veneering is
indicated, the cast-on alloy must not be ground or exposed in
the area of the metal-ceramic veneer. Exposed areas of the non-
oxidizing alloy cannot be veneered with ceramic materials, since
the different coefficients of thermal expansion may lead to cracks
and tears. After finishing, the framework must still be covered
with at least 0.3 mm of the cast-on alloy.

39



Superstructures labside

Frameworks for cemented superstructures
IPS d.SIGN® 98 alloy

The screw cavity is blocked out with wax or resin. The framework is shaped to reduced anatomic
contour with the help of the silicone key. The recommendations regarding framework design for
metal-ceramic restorations must be observed. The thickness of single-tooth frameworks must be at
least 0.3 mm after finishing.

Once the margin has been examined under the stereo microscope, the framework is invested and
cast in the usual manner.

After divesting, the framework is fitted onto the
model and finished using tungsten carbide metal
burs. Work only in one direction to prevent over-
lapping. A circular metal margin is maintained.
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Superstructures labside

Metal-ceramic veneer
IPS InLine® leucite metal-ceramic

The frameworks are thoroughly cleaned using the recommended
aluminium oxide and prepared for oxidation.

Once an even oxidized surface has been achieved, opaquer
application may commence.

The only slightly covering wash layer permits renewed gas
evolution from the alloy. For the second opaquer firing, a thin
opaquer layer is applied which should evenly cover the entire
framework.
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The superstructures may now be individually veneered using
metal-ceramic veneering materials and finished. The veneering
material layers should measure min. 0.8 mm and max. 2.0 mm. In
the anterior area in particular, the best possible aesthetic shape
and shade design needs to be achieved.

Incisal ceramic area
1.5-2.0 mm

Incisal ceramic area
1.1-1.2 mm

Opaquer
0.1-0.2 mm

Framework thickness
=0.5mm

Central
ceramic area
=0.8-0.9 mm

AN

Framework thickness = 0.3-0.5 mm

After the final adjustment of the anatomical shape and the
ceramic surface texture, the stain and glaze firing is conducted.
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Finally, the accuracy of fit, functional occlusion, shade, and possibility
of oral hygiene of the metal-ceramic superstructures are thoroughly
checked.

The completed, veneered metal-ceramic superstructures on individually
. fabricated secondary and tertiary elements.
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The high gold alloys IPS d.SIGN 98 and Callisto
Implant 78, as well as the IPS InLine metal-ceramic
veneering material were used for the fabrication of
the superstructures. The processing instructions of
the manufacturer Ivoclar Vivadent must be carefully
observed.
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Superstructures labside

Transfer aids

In order to transfer the correct position of the secondary elements
from the model to the patient, prefabricated or custom-fabricated
plastic transfer aids may be used, depending on the implant
manufacturer. The prefabricated transfer aids are put on and
secured on the model using modelling resin. The occlusal screw
cavity must always remain unobstructed. For single-

tooth crowns, the position is ensured by means

of the adjacent teeth, while the secondary

elements are interlocked for bridge restorations.

Transfer aids for
RN synOcta® TS secondary element
(Institut Straumann AG)
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All-ceramics

Zirconium abutment / all-ceramics

Zirconium oxide abutments present themselves as a possibility for

metal-free implant-retained restorations.

— Zirconium abutments are prefabricated and customized in the
laboratory using the recommended grinding instruments and a
water-cooled turbine.

— Customized zirconium oxide mesostructure, individually
designed at the computer, and milled in a CAD/CAM unit.

Superstructures labside

Possibilities for all-ceramic superstructures:

— Press technique (IPS e.max Press, IPS e.max ZirPress, IPS
Empress Esthetic)

— CAD/CAM technique (IPS e.max ZirCAD, IPS e.max CAD,
IPS Empress CAD)

— Layering technique (IPS e.max Ceram) directly applied onto the
zirconium oxide abutment or onto framework materials from
the IPS e.max System
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Customized CAD/CAM zirconium oxide abutment, pressed ceramics, all-
ceramic veneer, adhesive cementation

Together with Sirona, Institut Straumann AG offers individualized abutments
(Straumann® CARES, Computer Aided Restoration Service).

The recording of the implant position on the model and the design of the
abutment shape at the computer are carried out in the dental laboratory. A
duplicate of the master model is fabricated using scanning stone. In order to
determine the exact implant position, a scanning object is inserted into the
scanning model and digitally recorded by means of the inEos® or inLab® scanner.

With the 3-D abutment software, the abutment can be individually designed at
the computer. The data for the final mesostructure are saved and sent to the
Straumann milling center via the Straumann portal. The highly precise, custom-
milled abutment (Straumann® CARES) is delivered within a few workdays after
order placement.

The customized zirconium mesostructure (Straumann® CARES) must
not be adjusted by grinding (this may result in cracks and tears). The
processing instructions of Institut Straumann AG have to be carefully
observed.

i o

Additional information:
inEos® and inLab® are registered trademarks of Sirona Dental Systems GmbH
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IPS e.max® Press — Lithium disilicate ingot /
IPS e.max® Ceram — nano-fluorapatite glass-ceramic

Before the framework is contoured, the vertical screw cavity is blocked out with
composite and die spacer is applied.

With the help of the silicone key, the superstructure is completely contoured and
then reduced to create space for the layering ceramic.

Sprueing, investing, pre-heating, and pressing are carried out according the
stipulations in the instructions for use. After the investment ring has cooled to
room temperature, the object is carefully divested. The investment ring is cut
around the pressed object using a separating disk. Rough divestment is carried out
with polishing jet medium at 4 bar pressure.

After fine divestment by means of
polishing jet medium at 2 bar pressure,
the reaction layer is removed using

IPS e.max Press Invex Liquid. Then, the
restoration is blasted with type 100
aluminium oxide at 1-2 bar pressure.
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Fitting and finishing are conducted at
low speed using the recommended
grinding instruments. Finally, the frame-
work onto which ceramic has been
pressed is blasted with aluminium oxide
at 1 bar pressure and subsequently
cleaned using the steam jet.

The wash is applied on the clean, prepared all-ceramic framework and fired.
Optionally, individual characterizations may be applied.

The dentin and incisal materials are layered in
accordance with the layering diagram.
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After the final adjustments of the
anatomical shape and texture of the
ceramic surface, the stain and glaze firing
is conducted. Finally, the accuracy of fit,
functional occlusion, shade, as well as
the hygiene capability of the all-ceramic
superstructure are thoroughly checked.

The completed, layered all-ceramic superstructure on a customized zirconium oxide
abutment.

— For the fabrication of an all-ceramic superstructure, the shade
design on the very light zirconium oxide abutment must be

given particular attention right from the beginning.

— The pressed ceramic IPS e.max Press was used for the fabrication of the
superstructure and IPS e.max Ceram for the all-ceramic veneer. The
processing parameters of the manufacturer Ivoclar Vivadent must be

carefully observed.

i @
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Superstructures labside

Implant-retained bridges
Metal-supported

The fabrication of bridge restorations on rigid implants requires
high precision during the fabrication procedure. The tension-free
(passive) fit of the superstructure is crucial for a homogeneous
distribution of stress to the implants and the bridge.

The framework design parameters have to be carefully observed
during the fabrication of implant-retained restorations.
Uncontrolled transmission of force on the implants anchored in
the bone must be avoided.

The use of framework materials of inadequate strength, as well
as poor accuracy of fit of the superstructures may lead to both
biological and technical failure.

For the fabrication of the bridge restorations,
implant products from Camlog Biotechnologies AG
were used. The processing instructions of the
manufacturer have to be carefully observed.

i o

51



Superstructures
Callisto® Implant 78 alloy

Titanium abutments, alloy framework,
metal-ceramic veneer, horizontally
screw-retained

Before contouring the bridge, the parallelism of the abutments,
and the parallelism of the abutments and the adjacent teeth,
needs to be checked. The best option is to transfer their position
to a milling base and then mill the abutments in parallel at the
corresponding angle.

The unused screw cavities are blocked out using wax or resin prior
to contouring.

A fully anatomical wax-up and a silicone key to check the
available space should be fabricated at this point at the latest.
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With a screw-retained superstructure, the
overflow ring with the screw capable of
being horizontally cast on is screwed into
the thread of the abutment. The horizontal
orientation of the screw is predetermined
by the implant position and the selected
abutment. The screw is oriented towards
the vestibular and must be easily accessible
intra-orally.

The overflow ring capable of being cast on
is included in the wax-up of the framework
and should not jeopardize the anatomical
crown shape. The overflow ring can be
freely contoured or included into the margin
by designing a delicate rim.

The screw must not be ground or
treated in any other way, since this
may result in the loss of the bearing
surface for the hex screwdriver.

(=15

A framework cap with slightly enlarged dimensions is fabricated using modelling resin and placed on
the abutment. Once the material has set, the cap is cautiously removed and adjusted by grinding to
an even framework cap (a layer thickness of min. 0.3 mm should be maintained).

TIP:

The framework copings made of modelling resin are easier to remove from the titanium abutments
after a waiting time of approximately 60 minutes.
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A full wax-up and silicone key to check the available space for the
ceramic material are then fabricated on the finished resin framework.

The subsequent cut-back of the full wax-up is carried out according to
the general framework design guidelines (see ""Framework Design for
Metal-Ceramic Restorations' manual from Ivoclar Vivadent). It is
absolutely imperative that the framework is designed to exhibit
adequate strength and provide uniform support for the metal-
ceramic veneer.

Elements contoured of modelling resin that can be
burned out always have to be covered with a
sufficiently thick wax layer (min. 0.3 mm). In this way,
the expansion of the modelling resin can be controlled
and a detrimental effect on the investment material can
be prevented.

ol @
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The oral hygiene-friendly design of the gingival area around the
superstructure has to be taken into consideration as early as
during framework design.

The final check of the margin should always be performed under
the stereo microscope. A precise, tight margin is a must in implant
prosthetics. In order to fabricate a stress-free wax-resin frame-
work, it should be separated and reconnected (preferably with a
very thin layer of modelling resin) before sprueing.

The individual wax-resin framework is provided with adequate sprues or casting pears. Cooling
structures are placed in the area of the pontics or very thick framework areas.
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Special attention should be paid to a sufficiently large reservoir,
which is placed in the heat center, when selecting the casting
system. Only thorough knowledge of the materials and casting
system used ensures the fabrication of precise and homogeneous
frameworks.

The object is precisely invested using a phosphate-bonded invest-
ment material. The stipulations of the investment material manu-
facturer regarding the mixing ratio and pre-heating times have to
be observed. The investment ring with the wax-resin framework is
conventionally pre-heated according to the instructions of the
manufacturer.

Important:

The solidifying behaviour is responsible for the exact accuracy of
fit. Therefore, the expansion and contraction behaviour of the
materials must be given special attention.

For the fabrication of frameworks for implant-
retained superstructures, only alloys with adequate
physical strength values should be used:

— 0.2 % proof stress at least 460 MPa

— Elongation between 5 and 20 %

(see alloy overview for implant superstructures on
page 68).

1)

After casting and slow cooling, the framework is carefully divested
and blasted with aluminium oxide. The inner aspect must be
treated very carefully in order to ensure the exact accuracy of fit
of the frameworks on the abutments. If necessary, the accuracy of
fit is checked and any interfering areas removed.

56



If the framework demonstrates a good accuracy of fit, the surface can
be finished using tungsten carbide metal burs. For bridge restorations,
the wall thickness of the framework should be at least 0.5 mm after
finishing. In conjunction with implant-retained superstructures, the load-
bearing framework with metal-ceramic veneer must feature torsion
resistant strength.

Since no errors must occur during the fabrication of
superstructures, the framework should be tried-in in the
dental office before it is veneered with a metal-ceramic
material. The rigid, bone-anchored implant-retained
superstructures do not allow any tolerance.

i 0

The framework is checked in the articulator and by means of the
silicone matrix as to whether sufficient space is available for an uniform
metal-ceramic veneer. Following this, the framework is blasted with the
recommended aluminium oxide and prepared for oxidation.

57



If an even oxidized surface has been achieved, the application of the
opaguer may commence.

The only slightly covering wash layer permits renewed gas evolution
from the alloy. For the second opaquer firing, a thin layer of opaquer is
applied which should evenly cover the entire framework.
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Superstructures labside

Press and layering technique

IPS InLine® POM - leucite glass-ceramic ingot /
IPS InLine® - leucite metal-ceramic

A ceramic ingot is pressed onto the superstructure. In the press
technique, a wash firing, followed by a second opaquer firing, is
conducted, just as it is done in the fabrication of metal-ceramic
restorations.

The fully anatomical wax is fabricated on the opaquerized frame-
work using wax that fires without leaving residue, since the
framework is subsequently pressed to full contour. The completed
wax-up is checked in the articulator and by means of the silicone
key. The margins are thoroughly checked under the stereo
microscope.

The superstructure waxed-up to full contour is weighed and the
weight of the framework is subtracted. The superstructure is
sprued according to the manufacturer's instructions. The frame-
work to which ceramic will be pressed needs to be positioned in
the stipulated area within the investment ring. The superstructure
is carefully invested avoiding bubble formation. After the indicat-
ed setting time, it is then pre-heated in the pre-heating furnace at
the stipulated pre-heating temperature. The size of the ceramic
ingot is determined on the basis of the wax weight.

The CTE values of the alloy and the ceramic ingot
must be coordinated with each other.

i @
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After the pressing procedure and slow cooling to room
temperature, the investment ring is carefully divested. Once the
investment ring is cut with a diamond wheel, the investment
material is roughly blasted off with polishing jet medium (50 pum)
at 4 bar pressure. In order not to damage the pressed objects, the
pressure is then reduced to approximately 1-1.5 bar. Crown
margins and inner aspects must always be blasted at an acute
angle.

The superstructure is separated with a diamond wheel without
overheating the ceramic material.

The accuracy of fit of the pressed-on superstructure on the
abutments is checked and the proximal and occlusal contacts
ground in.
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Superstructures labside

. The add-on materials are suitable to apply
minor shape adjustments and missing
contact points. The ceramic area is blasted
with the recommended aluminium oxide,
cleaned, and prepared for the subsequent
stain and glaze firing.

Metal-ceramic veneer, layering technique,
horizontally screwed down

Metal-ceramic veneering materials are
layered onto the superstructure. After two
to three firing cycles, the best possible,
functional and aesthetic result should have
been achieved.

After the final adjustments of the anatomical shape and the
texture of theceramic surface, the stain and glaze firing is

conducted.
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With rigid, implant-retained superstructures, the important
functional occlusion has to be precisely adjusted by grinding and
thoroughly checked. No interfering contacts or disturbances of
the masticatory function may occur.

Finally, the accuracy of fit, functional occlusion, shade, and
hygiene capability of the metal-ceramic superstructure are
thoroughly checked.
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The completed, metal-ceramic superstructures on customized titanium abutments.

The high gold Callisto Implant 78 alloy was used for the
fabrication of the superstructures, while IPS InLine and IPS InLine
PoM (Press-on-Metal) ingots were used for the metal-ceramic
veneers. The processing instructions of the manufacturer Ivoclar
Vivadent must be carefully observed.

i @
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Important:

The implant should be longer than the superstructure. The
implant type should be taken into consideration and the
instructions of the implant manufacturer carefully observed.

bus| umol)
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Important:

Cantilever units may only be attached to at least two inter-
connected superstructures and must demonstrate a reduced
shape (premolar width).
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Superstructures labside

All-ceramics

Zirconium oxide framework / all-ceramic

IPS e.max® ZirCAD - partially sintered zirconium oxide blocks
IPS e.max® ZirPress — fluorapatite glass-ceramic ingots
IPS e.max® Ceram — nano-fluorapatite glass-ceramic

For the fabrication of all-ceramic superstructures on titanium abutments, a
zirconium oxide bridge framework is produced using CAD/CAM procedures.

The zirconium oxide bridge framework must feature adequate strength. The frame-
work design should support the shape and cusps and permit an even, all-ceramic
veneer/pressing-over.

In a first step, the accuracy of fit of the milled and sintered zirconium oxide bridge
framework is checked and adjusted, if necessary.

Before ZirLiner is applied, the framework must be free of dirt and grease. ZirLiner is
applied, and, if required, the shade is modified using Shades. The subsequent
ZirLiner firing results in a sound bond, as well as in a true-to-nature, in-depth shade
and fluorescence effect.
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The fully anatomical wax-up using wax that fires without leaving residue is
fabricated on the prepared zirconium oxide framework. The entire contouring and
the contact points are thoroughly checked.

Sprueing, investing, pressing-over, and divesting are carried out according to the
IPS e.max ZirPress Instructions for Use. Subsequently, the reaction layer produced is
removed with the Invex liquid and the restoration carefully blasted using AlO: at
1-2 bar pressure.

The sprues are removed using a thin diamond wheel and the contact areas
smoothed out at low speed and low pressure. Next, a lifelike shape and surface
texture are created. Following this, the superstructure is fitted to the model.

Important:
Suitable grinding instruments are indispensable for finishing glass-ceramic materials
(please observe the corresponding recommendations from Ivoclar Vivadent).
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After the final adjustments of the shape and texture of the ceramic surface, the
contact points are checked. Then, the stain and glaze firing is conducted.

Finally, the accuracy of fit, functional occlusion, shade, and hygiene capability of
the all-ceramic superstructure are thoroughly checked.

The completed, layered all-ceramic superstructure on customized titanium
abutments.
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All-ceramic superstructure

i o

The framework materials IPS e.max ZirCAD, IPS e.max Ceram
ZirLiner 1, the press ceramic materials IPS e.max ZirPress,

IPS e.max Press Invex Liquid and the all-ceramic veneering
material IPS e.max Ceram were used for the fabrication of the
superstructure. The corresponding Instructions for Use of the
manufacturer Ivoclar Vivadent must be carefully observed.
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Overview of lvoclar Vivadent alloys
for implant superstructures

Already today, a large number of our alloys meet the materials science requirements for implant
superstructures - even though they feature very different compositions. Furthermore, the alloys have
also been tested with regard to their compatibility with veneering ceramics, such as IPS d.SIGN®,

IPS InLine®, IPS InLine® PoM, and IPS Classic®, or the veneering composite SR Adoro®. These materials
enable quick processing.

Crown and Bridge Ag 0.2 % E-modulus Cast-on Compatible with

alloys PIoOTSiEss DI e sn vowae | Uk SA Womon
High Gold content

Harmony® KF 751 3.2 6.8 10.2 530 84.000 v - - -
Harmony® PF 72.0 3.6 - 13.7 525 89.000 4 v v v
Academy Gold™ XH 70.7 3.59 - 13.7 505 86.000 v/ v v v
Reduced Gold content:

Harmony® X-Hard 68.3 2.9 3.6 10.0 735 93.000 4 v v v
XL-X® 62.8 - 39 16.1 750 87.000 v v v v
Magenta® 50.0 - 6.5 21.0 820 86.000 v v v v

Universal u 02 % E-modulus Cast-on
proof stress capability

alloys

BioUniversal® . . . . 480 103.000 v/

0.2 % E-modulus Cast-on Compatible with

proof stress capability IPSASIGN  IPSInLine  IPS InLine PoM  IPS Classic

Callisto® Implant 78 110.000
1S® 64 28 10 59.9 26.0 560 124.000 v v v - v
Callisto® Implant 60 2.0 <1.0 60.0 25.2 610 130.000 v v v - v

Ceramic 02 % E-modulus Cast-on Compatible with
alloys proof stress capability

High Gold content:

IPS d.SIGN IPS InLine IPS InLine PoM  IPS Classic

IPS d.SIGN® 98 80.000 v v v v v
Aquarius XH 828 9.0 5.0 - 510 83.000 v v v v v
Y-Lite 75.0 - 18.8 2.0 500 88.000 v v v v v
Sagittarius 750 20 168 20 580 94.000 v v v v/ v
Reduced Gold content:

IPS d.SIGN® 91 60.0 - 3055 - 500 108.000 v v v v v
W-5 522 <10 260 17.1 505 118.000 v v v - v
Lodestar® 51.5 - 38.5 - 495 98.000 v v v v v
W-3 48.7 - 39.6 - 495 128.000 v v v v v
Palladium based:

Capricorn 15 15.0 - 519 23.0 490 101.000 v v v - v
IPS d.SIGN® 84 9.0 - 752 3.0 495 117.000 v v v v/ v
IPS d.SIGN® 67 4.0 - 62.7 20.0 545 104.000 v v v - v
Spartan Plus 2.0 - 78.8 - 795 97.000 v v v v v
IPS d.SIGN® 59 - <1.0 59.2 27.9 490 139.000 v v v = v
IPS d.SIGN® 53 - <1.0 538 34.9 545 132.000 v v v - v
W-1 - - 53.3 37.7 485 114.000 v v - — -

Predominantly 0.2 % E-modulus Cast-on Compatible with

proof stress capability IPSA.SIGN  IPS InLine IPS InLine PoM IPS Classic
base alloys SRLink/  SRChroma  SRChroma  SRLink/

SR Adoro Link / Link / SR Ivocron
SR Chromasit / SR Chromasit /
SR Link SR Link

IPS d.SIGN® 30 60.2 30.1 3.9 . 234.000

The range of alloys may vary from country to country
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Overview of Ivoclar Vivadent
products

Overview of the Ivoclar Vivadent products for implant superstructures mentioned in

this Manual:

SR VivoTAC / SR Ortho TAC

Prefabricated, radiopaque teeth / radiopaque
powder/monomer

system.

Light Tray

Light-curing single-component
composite in preformed trays
(maxilla and mandible).

SR Ivocron®
Two-component PMMA C&B veneering material for

the fabrication of veneers and long-term temporaries.

IPS d.SIGN® 98

High gold ceramic alloy for the
fabrication of implant
superstructures.

Callisto® Implant 78
High gold implant alloy for the
fabrication of implant superstructures.

IPS InLine®

Easy, efficient-to-process leucite metal-
ceramic in Chromascop, A-D and
Bleach BL shades for a

wide variety of alloys.

IPS InLine® PoM

Leucite glass-ceramic ingot to be pressed
onto metal frameworks

(fully anatomical pressing).
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IPS e.max® Press

High-strength, aesthetic lithium disilicate glass-ceramic
ingots for the pressing of single-tooth

restorations and up to three-

unit implant superstructures.

IPS e.max® ZirPress

Fluorapatite glass-ceramic ingots made of IPS e.max
ZirCAD or sintered/hipped zirconium oxide

to be pressed onto single-tooth

copings and bridge

frameworks.

IPS e.max® ZirCAD

Partially sintered zirconium oxide blocks in four
different sizes for the fabrication of frameworks for
single tooth restorations

and bridges.

IPS e.max® Ceram
Nanofluorapatite glass-ceramic
for the veneering of pressed
ceramic, as well as the CAD/
CAM-milled framework materials
of the IPS e.max System.

Stratos® 300
Individually adjustable bio-
functional articulator.

UTS 3D Universal Transferbow System
Universal transferbow for patient-
specific, skull/joint related

orientation of the models in

the Stratos articulators.



lvoclar Vivadent — worldwide

Ivoclar Vivadent AG
Bendererstrasse 2
FL-9494 Schaan
Liechtenstein

Tel. +423 235 35 35

Fax +423 235 33 60
www.ivoclarvivadent.com

Ivoclar Vivadent Pty. Ltd.
1 -5 Overseas Drive

P.O. Box 367

Noble Park, Vic. 3174
Australia

Tel. +61 3 979 595 99

Fax +61 3 979 596 45
www.ivoclarvivadent.com.au

Ivoclar Vivadent GmbH
Bremschlstr. 16

Postfach 223

A-6706 Biirs

Austria

Tel. +43 5552 624 49
Fax +43 5552 675 15
www.ivoclarvivadent.com

Ivoclar Vivadent Ltda.

Rua Geraldo Flausino Gomes,
78 — 6.° andar Cjs. 61/62
Bairro: Brooklin Novo

CEP: 04575-060 Séo Paulo — SP
Brazil

Tel. +5511 5102 2020

Fax. +5511 5102 4704
www.ivoclarvivadent.com

Ivoclar Vivadent Inc.

2785 Skymark Avenue, Unit 1
Mississauga

Ontario L4W 4Y3

Canada

Tel. +1 905 238 5700

Fax +1 905 238 5711
www.ivoclarvivadent.us.com

Ivoclar Vivadent
Marketing Ltd.

Rm 603 Kuen Yang
International Business Plaza
No. 798 Zhao Jia Bang Road
Shanghai 200030

China

Tel. +86 21 5456 0776

Fax. +86 21 6445 1561
www.ivoclarvivadent.com

Ivoclar Vivadent
Marketing Ltd.

Calle 134 No. 7-B-83, 0f. 520

Bogota

Colombia

Tel. +57 1 627 33 99

Fax +57 1 633 16 63
www.ivoclarvivadent.com

Ivoclar Vivadent SAS
B.P. 118

F-74410 Saint-Jorioz
France

Tel. +33 450 88 64 00
Fax +33 450 68 91 52
www.ivoclarvivadent.fr

Ivoclar Vivadent GmbH
Dr. Adolf-Schneider-Str. 2
D-73479 Ellwangen, Jagst
Germany

Tel. +49 (0) 79 61 / 8 89-0
Fax +49 (0) 79 61 /63 26
www.ivoclarvivadent.de

Ivoclar Vivadent
Marketing Ltd

114, Janki Centre

Shah Industrial Estate
Veera Desai Road,
Andheri (West)
Mumbai 400 053
India

Tel. +91 (22) 673 0302
Fax. +91 (22) 673 0301
www.ivoclarvivadent.firm.in

Ivoclar Vivadent s.r.l. & C. s.a.s
Via Gustav Flora, 32

39025 Naturno (BZ)

Italy

Tel. +39 0473 67 01 11

Fax +39 0473 66 77 80
www.ivoclarvivadent.it

Ivoclar Vivadent K.K.
1-28-24-4F Hongo
Bunkyo-ku

Tokyo 113-0033

Japan

Tel. +81 3 6903 3535

Fax +81 3 5844 3657
www.ivoclarvivadent.com

Ivoclar Vivadent S.A. de C.V.
Av. Mazatlan No. 61, Piso 2
Col. Condesa

06170 México, D.F.

Mexico

Tel. +52 (55) 5062-1000

Fax +52 (55) 5062-1029
www.ivoclarvivadent.com.mx

Ivoclar Vivadent Ltd

12 Omega St, Albany

PO Box 5243 Wellesley St
Auckland, New Zealand
Tel. +64 9 914 9999

Fax +64 9 630 61 48
www.ivoclarvivadent.co.nz

Ivoclar Vivadent
Polska Sp. z.0.0.

ul. Jana Pawla 11 78
PL-01-501 Warszawa
Poland

Tel. +48 22 635 54 96
Fax +48 22 635 54 69
www.ivoclarvivadent.pl

Ivoclar Vivadent
Marketing Ltd.
Derbenevskaja Nabereshnaja
"MW

115114 Moscow

Russia

Tel. +7495 913 66 16

Fax +7495 913 66 15
www.ivoclarvivadent.ru

Ivoclar Vivadent
Marketing Ltd.

180 Paya Lebar Road
#07-03 Yi Guang Building
Singapore 409032

Tel. 65-68469183

Fax 65-68469192
www.ivoclarvivadent.com

Ivoclar Vivadent S.A.
c/Emilio Mufioz, 15
Esquina c/Albarracin
E-28037 Madrid

Spain

Tel. + 34 91 375 78 20
Fax + 3491 37578 38
www.ivoclarvivadent.com

Ivoclar Vivadent AB
Dalvégen 14

S-169 56 Solna
Sweden

Tel. +46 8 514 93 930
Fax +46 8 514 93 940
www.ivoclarvivadent.se

Ivoclar Vivadent UK Limited
Ground Floor Compass Building
Feldspar Close

Warrens Business Park

Enderby

Leicester LE19 4SE

United Kingdom

Tel. +44 116 284 78 80

Fax +44 116 284 78 81
www.ivoclarvivadent.co.uk

Ivoclar Vivadent, Inc.

175 Pineview Drive
Ambherst, N.Y. 14228

USA

Tel. +1 800 533 6825

Fax +1 716 691 2285
www.ivoclarvivadent.us.com

These materials have been developed solely for use in dentistry. Processing should be
done strictly according to the Instructions for Use. Liability cannot be accepted for
damages resulting from failure to observe the Instructions or the stipulated area of
application. The user is responsible for testing the materials for their suitability and use
for any purpose not explicitly stated in the Instructions. Descriptions and data constitute
no warranty of attributes.
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