1A NETHOj OF FORM NG A TRANSM SSI VE SCREEN The invention relates to a
met hod-of formng a transm ssive screen and.to a transm ssive screen. so

formed. 5 Such a transm ssive screen nmay be used for exanpl
video projector. A transmi ssive screen for use in a video project orzgns \-:\G

general ly conposed of a Fresnel lens and a lenticular |lens, and contains a
di ffusi ng agent nade, for éxanple, of [err]1 in order to have a diffusing 10
property. The Fresnel lens has a function'in which a diverged |ight fro?,a
projection lens is refracted toward a viewer. This Fresnel lens has a | ehs

surface fornmed on one sidey %‘I‘ﬁoﬁ"ﬁ?%‘ﬁﬁfﬁg q fﬁgm‘s@&ﬁ gckﬁn\/\hl ch a nunber
of concentric V-shaped gr face fornmed on
the other side of the nmethacrylic resin plate. In 15 general a
hot - press noul di ng mgé hgd:ehsmﬁarrpb%d (7] araéiufoa arFr&%@ﬁ'é Aeﬂinms‘%ﬂ?e
According to the hot- ‘% ul di.ng, nmet hod, rtna crylicresin plate 3 to
5 mmthick is SERHN 8 °b%t£gé‘?-ﬁ‘i’ jr?'(?tﬁ?"ﬁﬁtﬁ% Weam ch V-shaped. grooves
opposite to5the confSuguraatrmmmssitvleesEnfeesmdy Ibenesedr €orc @xamplier i ad Wdeo —
engraved on a ;ggﬁ) late of 1 to 3 mmthick 20 and a cal endered net al
o0

pl ate, heated ded with a pressure. A Fresnel |ens screen can be
produced by this nefhtrinsmigsieatsiccegrafor ase Hraceided projectorets gemdradly y.

In such a preV'&HﬁAéédDBPDQSﬁQsHBI‘Uié%t u&a ki m@aﬁarl Bertd d%FldtQOJtQiﬁQ Qe

surface of a Fresnel |ens, one surface of the engraved moul d is

needed, and marfThising agsth madey Eor e¥ARPlE °lfoslﬁa ?f‘rdGHJé’ehaeYeI? gifsingns.
The metal moul (i)r6ﬂéi{t§ 6'I®x90Frte@néI) 1RAY HaSr a PuABELcAN T ivh1EH 4S d VEPREG 1M Eht

Furth th d, t | d
cg;t |e;1cr eagersT%It’ﬁ'E ‘{Je‘(’)‘? °B?1(s)e&ﬁc{ 5 %ﬁ'acg\??‘?ﬂ@rgp{lﬁﬁg‘?%tﬁ ?%ﬁs"ﬁi)g i
provi des a presespm dees$uofaeabme80® boe 30de ofCO@Rthdcrpbic wesinmhplatanén a
metal moul d CO%lQE %u%gerlgfﬁﬁhcﬂﬁ'f@ V-sﬁ%}eh%o%l Qtle{lﬁon%w%%gsa @r*—lens

nmet hacrylic resin ate prov as a wor Kpl ece mnust heat e ened
and placed in tﬁﬁ‘éf%‘{?nﬁ‘Pft"!‘*SW'bl‘jBﬁ Quhst §1tdec%fn the meshaqradic Kepbupdatey In

t enper at ur gsnusgenbraiged %tqﬁeb@ ntwlﬁurghmeﬁhoat fsaeﬂﬂopéd ftquoaé&a TaOFx{e%héi
and t he noul di. tinme re 1.0 ane. t her,
the Fresnel | e LT F%F@d"%)” ﬁ’@ 'P'b"rsés@“%’cﬂgd?%&% hwg#g
rel eased from trhesingilake ndodS5atm shick is sandwiched between a metal mould in
which V-shaped grooves opposite to the configuration of the Fresnel -
lens are concentrically engfaved on a copper plate of 1 to 3 mm thick
20 and a calendered metal plate, heated and moulded with a pressure. A
Fresnel lens screen can be produced by this method. A lenticular lens
screen is prdduced similarly.
In such a previously proposed manufacturing method, in order to
form one surface~of a Fresnel lens, one surface of the engraved metal Q_
25 mould is needed, and many metal moulds are required to mass-produce a
Fresnel lens. The metal mould costs £6,000 to £10,000 per plane and is
thus expensive. Further, the metal mould needs a large number of
planes and the metal mould cost increases the cost of production. A
life span of the metal mould prbvides' a press-process of about 800 to
30 10000 times, which means a metal mould cost of £6 to £10 per plane. In '
the moulding-process, a methacrylic resin plate provided as a workpiece
must be heated, softened and placed in the condition such thét_ it can
be moulded. A moulding temperature must be selected to be high in a
range ot_‘-from 140 to 170°C, and the moulding time required is 1.5 to 2
35 hours per plane. Further, the Fresnel lens screen moulded by the
hot-press moulding method must be released from the metal mould at a
high temperature of 80 to 100°C, otherwise it cannot be released from



hi gh tenperature of 80 to [err], otherwise it cannot be released from 2-
the mould without difficulty. |f the noulded Fresnel lens screen is not’
uniformy released fromthe nould, .the product will rejected. Furthernore, .
the metal nould is heated at very high tenperature so that the life span of
the metal _pould is short, which causes the cost of the 5 product to be
greatly ijgreased. |In additi-on, the prior-art Fresnel lens screen is
thi ck, whitch causes a problem of the occurrence of multiple inages.
According to the invention there is provided a nmethod of formng a
transm ssive scrl‘éerm%@dwiitbbutgdi't‘ﬂieuWepsIfothe:muldeg EresneX dens Boreen is

thi ckness coat ijgg uﬁ){for@y I d %Cgﬁﬁ%&mreﬁlen 8ilfc? w® eng&itgd

UV-transm ssi ve backin a noul aviln a Su ace conp
the shape of a IFé‘ﬁSheé'!ﬂ?‘feac@‘et‘betBb mppkd iy he%ﬁ?ﬂl@gh MEFR hieshotqméeraéﬂrqneuml d

and the backing cheumf&csphﬁ\ereehmmdl wocR 95 shbe Cﬂﬁfchr&ugés H\é €63t gnd €Si N
to sandw ch he UV- bl e reshﬂhgetween t m and t he :

fil
moul d, conveyi n@FPIHEUERI%E BRfFa Acred- vvh?ﬁ' é‘aaf’li?i%gr henprlogzant Feesngh) e
resin with ul tr dens| mreemyias tthieitjglahidhe chaselsi agpfobism e thecberRréget b£
noul ded transm %wﬁ%gquEEF thereby formed, conprising cured resin and the
backing film fromthe no y the method of the invention nmoulding tine
can be reduced and 2@cconddng mumsinmmwgmﬁsmozmdtaamm ofo Serimbhg .

Therefore, a pressaARBRGRIHS RPCer Qnatisify 2DRAT §lepis gﬁegﬁft Eg/ 4 NGniform

previously proposed hot - press system_are hot require

consiger abl yOr edtideknefg cpakings °€hé ridAtih cPYnaupspleaciesin i gato ‘Pl?r t¢fera the
thi ckness of t heyserdenissive beclddg U$ieand @ Al @ haefigl £6urfate SomglRaénth i

transm ssive 25 reen c uced ht and .t nes

reduci ng t he thltc?kﬁee hé E'Fesé‘ﬁgial‘?eé%@&flr"? ea‘ﬁﬁlyﬂqﬁ h‘epf’ghqrnérgégecan
be reduced. The monl/remndomhe sbagtk oy bt icc &he yexfosed t faweedf byhewagatiing erfinpl e
in the aCCO”pa“Wv“Q?ABi’WrQQI% £b'y faWﬁ:n th%ouv-curable V\i]égﬁﬂlgegwéen ﬁheaaacking

di agrammati c_vi ew o section of an apparatus In
accor di ng t d5t hfilm\adAthgriouith B@Vslé’rnﬁo‘i"ﬁe‘@uld on a conveyor while irradiating

the UV-curable resin with ultraviolet rays through the backing film,
and releasing the moulded transmissive :screen thereby formed,
comprising cured resin and the backing film, from the mould.
By the method of the invention moulding time can be reduced and
20 continuous mass-production can be made possible., Therefore, a press
apparatus and a heating apparatus needed by the previously proposed
hot-press system, are not required, which can considerably reduce the
\/ cost of the manufacturing facilities. Further, the thickness of the
screen can be adjusted to be a desired one so that the transmissive
25 screen can be reduced in weight and thickness. .
By reducing the thickness of the screen the occurrence of
-multiple images can be reduced. _

The invention is diagrammatically illustrated by way of example

in the accompanying drawings, in which: |
'_ 30 | Figure 1 is a diagrammatic view of a section of an apparatus in

| which the method according to the invention can be performed;
Fighre 2 is a diagrammatic view of a section of a transmissive

- o screen during manufacture by the method according to the invention;

Figure 3 is a diagrammatic view of a section of a transmissive

35 screen manufactured by the method according to the invention;
Figures 4 to 6 are graphs graphing spectral transmissivity

characteristics of a UV-curable resin; ' ‘



Figure 2 is a.diagrammatic view of a section of a transm ssive screen

duri ng manufacture by the nethod according to the invention; Figure 3 is a
di agrammatic view of a section of a transm ssive 35 screen manufact ured
by the nethod according to the invention; Fi gures 4 to 6 are graphs
graphing spectral transm ssivity characteristics of a UV-curable resi n;
Figure 7 is a schematic diagram used 80 explain a nultiple inage;. nd‘
Figure 8 is a schematic diagram showi ng an exanple of a tran A
proj ector incorporating a transm ssive screen manufactured 5 by a net hod
accordi ng to th®igure nis arschétatbe ﬂimahmsemaocéxphmgpsmufhigmeamégeshoms
appar at us LEJ continuous manufacture of Fresnel |ens screens. The
apparatus ~ 1 conprises a base table 2, a conveyor 3 provided on the base
table 2, a resiFigieed8r 18, aa sehenasic biiagran showingsaur example ©f a net al

hal i de 10 traln@msaoﬁ BFo JebEcHdirtok Sutabihgl Efa@:‘éhf&s‘ﬁe 5&)%n madilifhcBured
nowt-d- reI easin L1 9. Reference numeral 10 designates resin mpulds on

each of? whPER ﬁté’PE 3cSorpR e the Ineentigntace of opposite shape to that of a
Fresnel |ens tordferfimgnesd tHee drﬁﬁtn’gsl;mlﬂldsrelm aishoWsO Cappadiatus tfor conveyor

3 wth a pre etermned cin af . nmowl ds_10 are _
manuf act ur 8 GRS ma?lféggnggl gf ?F%S% jt’en% esl"s’rmul e\/\%@%e 1pI ane is
formed by eomprisemnd haseltdbpe Bcessomyomatpnohedatimnmhetbase rkgblxo8 aof t he
resin moul edid eattePey [ 8duGadr b11BE o,C31fhedliedrdil 821 RRLAPRLIERT bY B

netal noul d. wever such moudl d ‘does not req lite heating to hi g

t enper 3¢ ur &2%mPifles ‘t"ﬁ%dlﬁ‘r‘lém BYJ&‘}EFaB?QJ‘ﬁBs"éMS Hodndp? @9%441‘591@#&?%69 i ng
met hod so B0 Refdpahicd Mgneral &0$|@afgn@f:e§ hes inaioal ds1oh ledels o0 Mcexh&&m ve, "j

whi ch can de ease t.he cos g nt of the
appar at us 1% qﬁf’%%n%llepsér?gﬂtsa@ él T%% a§8 tﬁr%&ﬁcge ?E %‘ t% t he
fol |l owi ng pecened. | Phe rasﬂnymladmgraﬂbeahedsmmtné cohmyorxhmptle.a APR resin -

(trade 25 o rmi'ﬂ@&@&ﬂﬁ%‘reﬁn PSGHhe ﬁ%f@m‘é a@&%fﬁsl{fage@?gden or

GRANDI CK resin (trade manu acture mcals |Inc
etc), 1% athe d’GFEP GSanI"‘PF'iﬂﬁ‘ W%taéu'f!ﬂi!lf’ gthope &?Ft?%é“? e‘§| formed kyr a4eyto t he

resin " and mould process so that the manufacturing cost of the resin mould 10

can be reduced. The resin mould 10 can be replaced by a metal mould.
However such a metal mould does not require heating to high temperature
unlike the previously proposed hot pressing manufacturing method so
20  that the life span of the metal mould can be extensive, which can
decrease the cost of the produce. _ B
With the employment of the apparatus 1, Fresnel lens screehs "

‘can be produced accordfng to the following process.
Initially, a UV-curable resin 12, for example, APR resin (trade
25 name, manufactured by Asahi Chemical Industry Co Ltd) or GRANDICK resin
' (trade name, manufactured by Dainippon Ink & Chemicals Inc ete), in.a
liquid condition is supplied from the resin feeder 4 to the resin
moulds 10 which are being conveyed by the conveyor 3, and the thickness
of the coating is made uniform by the rotdr blade 5. The coéting
30 thickness of the resin 12 must be properly selected in a range of from
0.10 to 2.50 mm. When the coating thickness is small, the uniformity
of tﬁé thickness becomes inferior, whereas;'when the coating thickness
.- is large, the necessary irradiation time by the ultraviolet rays 7 is
extended. In the coating-process, air bubbles must be .carefully
35 prevented from entering the resin 12 otherwise pin-holes will . be
' pboducéd in the screen. For this' countermeasure, upon use, aftef-a
viscosity of the UV-curable resin 12 is adjusted to be low in a range



nmouf ds 10 whi.ch are beiné conveyed by the conveyor 3, aﬁd t he thickness of
the coating is made uniformby the doctor blade 5. The coating 30
t hi ckness of the resin 12 nust be properly selected in a range of fromO0. 10

to 2.50 nm When the coating thickness is small, the uniformty of the
t hi ckness.-hecones inferior, whereas,. when the coat| ng thickness is |arge,
t he necesg_a{y i rradi ation tlrre by the ultralyiolet rays 7 is extended. I n

the coating-process, air bubbles nust be carefully 35 prevented from
entering the resin 12 otherwise pin-holes will be produced in the screen.
For this count eofefronra®0 apsote 2009, cpsf,t vrcunm Weformdng \is lerfdreed)prior tdithe
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The backing fil m&ﬁh’gssd@miﬂexf uie réesinc 021 | Tige duckiagefild 13f is leposised in
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shown in Figure and ed scal e resin 12
with the backl ndrem Ithe mrd(simosarttégnhammaen)s transported under the. netal

halide lanp 8 form ngsadholsh ti'hab'ig%EH raﬁ?l in' Iféuréoé‘%ean %ﬁléﬂg@& s‘&ié agpo! et
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12.  -At the conpbat thametall Be1ide l1amp B For@rihg @atwiRpavicléd rdy NggHthSource,
ultraviolet rays lLens. scyeen 11.is rele fro the resi

ed
moul 4 10 by 1 he ol Pé?*@g‘i%eé PRIT 0. IrPndIALe s rRTL ah 8% SSRRIEY, 98 |
cut and di vi ded 2suiActont Ithe Firesdisited eswfm end fbt smdsmadiatﬁngum 8fis

obtained.  Ref gaNGs @goveyl £d-O¢ %@n%ﬂﬁsr@siﬁwgne' Aéeﬂ.fél Jlge the

Wil e the description a rovi des t acki n posited
on the resin%af tcérlftgh‘é"qaéﬁlﬁ wiligipgathey véhratvr%elqtegiams n%ul%l Fmsnetlhéens

Fresnel |ens scrs@sébnlhC@nrbfeaeéa)ctwsmhayre%lfmid&w 1006y the Mndullé-releasing
roll 9. Thereafter, the backing film 13 is cut and divided so that the
Fresnel lens screen 11 shown in Figure 3 is obtained. Reference
numeral 15 denotes a Fresnel lens surface. .
20 While the description above provides that the backing film 13 is
deposited on the resin after the resin 12 is coated on the resin mould
10, the Fresnel lens screen 11 can be produced by a method in which the
N\, resin 12 of a desired thickness is coated on the backing film 13 and
' the resultant product is then laid on the resin mould 10 and is
25 irradiated with the ultraviolet rays 7. A resin mould is employed as
a mould for the lens in the above-described embodiment, a metal mould
may be utilized if desired as mentioned hereinbefore and may be a
machined metal mould or a cast metal mould. Instead of a metal mould
it is also possible to utilize a mould made of ceramics or a mould made
30' of glass or gypsum. The invention is also apbiicabié to manufacture of
a lenticular lens. -
An embodiment in which inflammability of the transmissive screen o
of the invention is. improved will be described next. Generally, a
‘video projector screen is required to'pass the horizontal burning test
35 of the standard UL-94., For thls reason a fire retardant is added to
the UV-curable resin 12 with a ratio of 5 to 20 wt% relative to the
resin 12, thereby increasing inflammability. As a fire retardant



resi-n 12 of a desired thickness is coated on the backing film213 and the ™
resultant product is then laid on the resin‘nould 10 and is 25 I rradiated
with the ultraviolet rays 7. A resin nmould is enployed as a nould for the

| ens in the above-descri bed enbodi nent, a netal nould may be utilized if
desired as nentioned herei nbefore and nmay be a nmachined netal nould or a
cast netal nmould. Instead of a netal mould it. is also possible to utilize a
noul d made of ceram cs or a nould rmade 30 of glass or gypsum The&#
invention is also applicable to manufacture of a lenticular |ens. An
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produced and a burning carrie results are
repr esent edre@negenéed &BI 'é"eb%ﬁbéw belpigcoAgrending tohthes standardl offULPYp4, 2' 2' B,

in a case of-2ap} agt aPbfieCoPfa ItRE6-pibed) 03 QEsMEn&D- @mn@@)méﬁnchyhl ck, it
Is req red that a burni n HLHe"l OCIt% t her eof  shoul s% exceed a burning

vel ocity oftP882 thyif JEAUIRCR JPRE @t ing Keloeithhereal shepd qotgxceed ) ¢ s
denonstrat ea tbhatmgheelabﬁ:yeo.bdﬁcﬁ mmoperc ainute ER0-Sfcheperbwinute). The

test results demonstrate that the above condition can be satisfied by

adding the fire retardant of more than 5 wt% to the UV-curable resin
. 12. In practice, it is preferable that the fire retardant of from 10
20 * to 20 wt? should be added to the resin from a safety standpoint.

- TABLE
- Q-J
25 Containing amount { Burning time [Burning ;Appearancé Curing
of fire retardant |of 76.2 mm Velocity time
(wt$) : (mm/minute) :
30 0 57 seconds 8.2 | - -
5 1 minute and 52.6 ‘not changed | not
27 seconds ' | changed
i
35 10 2 minutes and |  29.6 not changed | not
36 seconds  : | changed
. . ‘ . )
20 extinguished | - not changed | not
) e halfway ; S - -t changed
o : :

As shown in the table, regardless of the'addition of the fire
. retardant into the resin 12, the curing time is not changed, and the



adding the fire retardant of nore than 5 wt%to.-the W-curable resin 12, In
practice, it is preferable that the fire retardant of from 10 20 to 20
wt % shoul d be added to the resin froma safety standpoint. .TABLE 25
Cont ai ni ng amount Burning tine Bur ni ng Appear ance Curing of fire
retardant__ of 76.2 nm Vel ocity time (W%
(m"dm nut.e _2 . 0 57 feconds 80. 2 : -

1 m nute and 52. 6 not changed not 127 seconds
ﬁg? n(::]ed 35 Ssgrgeélcgq,mge produced under exact?y t%g same curing e%&n%} 23“&29 ed
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oraraant i nto e bRt 38 fhe, SERAES O, &, chd @A 2 B i Bnd 1aRe ¢
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t he case where t N.apl
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t r?ns(rjn StSI vi tbei @%L%ed_lr_ﬁﬁrbeu dndfis &Qd@ﬂ-etdamll%s Ofn whikﬂg( tgxé lfided
retardant was beln e e results are represented in_Figure
4 to 6. Figur @ﬁ"'&thsthﬁegé'ﬁr”@&a?‘gggliﬁsz‘?rﬁ iBUFe 15h§h°é'§d'§?fsé{?ﬁ5’uﬁ? “c}fESt he
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retardant is adqgql vnontdhe F1581 MeebFiadt! BSadiedNth Ghe reb %pfgq.trs@'s and 6)

transni ssive characteristics of W-curable resins are not substantially
changed as conpdfcpenrnap tnaaswissive pharactenistics of1U-cupahle nesips are ngt

added to the rembstankiQuye cﬂamgedTher ebopa@ed eum vgren dake shérenthes Mreduced

under the %%ndlgeltgpda% aits ;[10 adcledet:or %9 rr%glnr;[ 1gure 4). Therefore, even when .
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the screen is produced under the condition that the fire retardant is

~added to the resin, colour and physical changes are not found in the

resultant screen, Although the thickness of the screen must be

increased so as to conform to the UL-94 Standard as with prior-art

20 screens, the thickness of the screen can be decreased without causing

any problem from an inflammability standpoint. Simultaneously, it

becomes possible to solve a problem of multiple images occurring due to

'\/. the reflection on the lens surface because the screen has a large

thickness. More specifically, as shown in Figure 7, in order to obtain

25 the same inflammability level, a thickness t, of a prior-art screen 18

| in which the fire retardant is not added must be increased. Whereas,

in the screen 11 of the invention, its thickness t; can be reduced.

Therefore, in the case of the present screen 11, a distanceét in which

- a real image and a ghost cannot be distinguished from each other can be

30 reduced as compared with a distancelz of the example of the prior art,

whereby the degree of multiple images is reduced. In Figure T,

reference numeral 16 designates a light source and 17 a light.

Figure 8 shows a trarismisgi_on projector utilizing a transmissive

screen of the invention, In Figure 8, it will be seen that a

35 transmission projector 19 comprises a transmissive screen 20, red,
- green and blue cathode ray tubes 21 (only one cathode ray tube is shown .

in the figure) each being provided as a video source, a mirror 22 to



added to the resin, colour and physical .changes are not found in the

resul tant screen. Al t hough the thickness of the screen nmust be increased
so as to conformto the UL-94 Standard as with prior-art 20 screens, the
t hi ckness of the screen can be decreased w thout causing any problemfrom
an inflammbility standpoint. Si nul taneously, it becones possible to
solve a problemof nultiple inmges-ocdurring due to the.reflection oni the
| ens surface because the screen has a | arge thickness. Mre speC|f|qa¥Iy,

as shown in Figure 7, in order to obtain 25 the sane inflammbility -
level, a t meflestsyiguadr [image dightsofrom tthec patdede gravn thhex 2t e fthee
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of nmul tpl emf Lé’g t:i‘é reé’fﬁ%e%f I.n; Figure 7, reference numeral 16
designates a |i @ncorslans de lm#dl@}ilh lﬁnp\ghttrarﬁ"@w@n@@hmaauﬂan&wsm%m on

proj ector - yekhddg! NhePe tarr@ ?e'iisvﬁl 2h¢ @88 Ut 4 MRedddiCl¥nsOBcreen) PokFl gUre 8,
it will be seen’that m:ssi Qn: projector 19 conmp rises a
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- screen made;gbys possible to obtain a remnd—type transmission screen. According
to the manufacturing method of‘ the invention, the manuf‘acturing time
can be considerably reduced as compared with that of the example of the

20 prior art so that the manuf‘qgt_u_rmg method of the invention can be
suited to mass-production. Fﬁnﬁbefmore,' it is possible to provide an
unmanned automated line on the t_é:;aé;is of the invention.
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t he-met hod of the .invention can be reduced in thickness and in wei ght to

about 1/5. Thus, the thickness of ‘the screen c it is

possible to solveaproblemof mul tiple imges o due to 15 th

reflection on the |ens surface when the lens is. ﬁﬂmﬁﬁ l"llH,I lHllehort

focal length. Further, since the screen can be

possi bl eito obtain a rew nd-type transm ssBon scr.een. According to the

manuf actt)'l”fng met hod of the invention, the manufacturing time can be

consi derably reduced as conpared with that, of t he exanple of the 20 pri or

art so that the manufacturing nethod: ‘of - b Bnvention can be suited to

mass- production. “Furthernore, it is possible to pI’OVI de an unmanned

automated line on the basis _of the invention,
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w form thi cknaﬁgmcgsthl mr?fm Ohiddkﬂdssj cb%iﬁyrabhenrqasa ;ll\l&ﬁirﬁbﬁ Iresmhecmatfo
-transm ssi ve:backin m.and.a sur enentary to

t he shape o a?"gngksﬁg* LANSRISSAVE (r)g)ar‘f‘he'gng 3&)’? %"ﬁg t?noé‘ %arrgfa tsr‘fgkﬁl d

and the backi ngedmplementanyht thepobae 6faclanh sunaaeota bag‘ouﬁedl.J\Anpalymgl @her esin

to sandwi ch th oG 1340 e n d

conveying the err%"'u d %g]%géc;e"cl)oﬁfsg ahd %é{%%%& f??“r:lz}'& gﬁ nl"&%a Eﬁgcur
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backing film, and releasing the moulded transmissive screen thereby
formed, comprising cured resin and the backing film, from the mould.
2. A transmissive screen formed by the method of claim 1.
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