8298V\P2 S Process for the production of a screen printing form

and a screeMOp?d/AR7#y form conprising a coated scredGTYRHA$7/03785 The
i nvention concerns a process for the production of a screen printing
formconprising a screen web, for exanple of plastic filanents, by

coating with an enul sion which in particular is photosensitive. The
i nvention also concerns a screen printing form conprising a coated 5

screen web. rrocde@Bt 45 €BRe dirb@ictibn VIS af bdreln UsAdtisy Ekha the
screen printing JProcess has_ been ] nown i n_Europe appr.oxi nately since
the 19th Century; Mﬁﬁ%ﬁmw—ﬂ—ﬁ%—w PSR- S = al is
stretched out in a screen pri nti ng frame and covered in the inage-free
regions by a 10 encil ., .sQ as erea I o ink esi des manual
cut stencils - SItl}eor én)z:lon ceoncef:ns rg%Be‘ﬁ éhe product% a screen

nowadays preefierizg yorm comhots}ggapmccaéd yepr cﬁ&#mcectmdie edt pmsmndfﬂ@ments
stencils argy t'&SaH%kﬁaLv1¥h arpfgﬁiél%% whil QP lgﬁlééqqskbﬂé’ﬁo%tné%ﬁﬂg' | The

adopted - in"the case o Irect stenci ose w th enul sion

di rect fil miaNentdenl sil6n epncer8swiat P‘FCGF?fECmrlF‘ltFIFH afPtiatcemprigiag| ef coaked he
discretign aofc-Lle sl een printer. A plurality of steps are
usually required to produce a screen printing form Firstly a screen
printing cloth is S¥BEtHfediott Yversafirst dsafpthdPrAnEROISTFREMPTHBEHY or

al l oy, wood gocédie nhis kfsenadRtbunS i §| Bi@Epe 2PptokilaCeiy 3BRcd Rnbt et t&iabed a
position. The cloth is then coated with phot osensi tive enul sion, for
exanpl e usi Hg 8 WAt itAGE Cifarf8ER nBRu%HISy MR matqRiaimdfi AEFHSPRE GH in @
automati c coaftk&y appayiagUsErams khe G:Gﬁéﬂdmg 1n tidhefraye- freeanﬂ@g,mbe by a
pr oducedégxactt I é’t 2as far as nwar ni ng

surface area i be“su%seqtbgnf‘rf“i/erms% q8f T Eﬁald%mgc”éer?uﬂ Pt rcplaHsl’he
coat ed surf doe |$xamueexpimed 1ta§oenfeva:rgs afr a wdping -Ol’mgiartﬂatrs(fpi‘erf)erably

correspondin % g; (prlnt regions_of the I
are not expdse “HrE n? el(gﬁ(e:?a'f)l oA ot =t séem:ﬂ '?ine rsz?Iencffals

fol | owed by F[l’-het-‘FCBi:OlIbhl ngo:m@eloét tom lbimd phestencépeamteﬂ ef ix otker icage ovter
;\R/EN%%%eEAVC\;‘éﬁQeégrgﬁe%ciiélt_e}{ose with emulsion, with direct film and emUlsllEA?
15 with direct film and water - is left to the discretion of the screen
printer.
A plurality of steps are usually required to produce a screen
printing form. Firstly a screen printing cloth is stretched out over a
clamping frame of light metal or alloy, wood or the like, and is glu_ed
20 to the frame in its stretched position. The cloth is then coated with
photosensitive emulsion, for example using a coating channel manually or
by machine wusing an automatic coating apparatus. As the coating
thereon cannot be produced exactly as far as the inward side of the
frame, the remaining surface area must be subsequently sealed off using
25 screen filler., The coated surface is now exposed by means of a copy
original (£film) corresponding to the print image. The regions of the
print image which are not exposed are washed out. The operation of
drying the stencil is followed by the retouching operation and the

operation of covering over the edges with screen filler.
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2, 1t has been found inter alia difficult to produce an exact
flat | ayer sur he._screen cloths which are usually produced
enpl oyi ng a so} ¢HlS BHEETaHARtBEEWElave. Due to the | ow proportion of
solids - usually inithezenulsion the |ayer sinks down into
the nesh openings = +n the subsequent drying procedure,
wher eby the surface may exhibit a certain degree of roughness. For
certain areas of Uuséastbedn found sunltéﬁcalquaifﬁiytunaytob@rsm&ei eh eedact betatf or
hi gher | evel f t ire east agne further coatin
operation Fl§§?g suu:}lrég%jé ch the sdrEd cilfoggs hﬁ?él?ﬁe ot Ha?foc#urcgcrireesm g? "o be
covered wi teh Sph@léleéthffﬂ)a wefpe. Oxangs éhé d;Dprmmctrrgl pPEi stlidragesuafly
STBl | SUrf aRGeRTHA = in WAE emusiBl AREUMEFer BYAlY G @&%tgsaheofme@hso%emglsed
mother frame, and the screen cloth is stretched out fhereon: ot

hel d t 05t h@fndhherofh dife theyrsubsequegy Ryiad [RF ocPBUHSF n@f‘%ﬂePbsﬂ\ﬁhFéﬁa&FemaY
descri bed idkniba RF @8efdindRidbE&AMNS roughnesEP Fb0RR 834 Alread hér UM | &fat
screen printing franes are put on to a 15 supgort and the screen web which
i s hel d und®F SEEnsTHALFE PRE (R SUEEICiHREr eBYby TOT higher levelg gfoqualitor

t he productdeqtifdmephptadChed8tCahd )fu@ﬂ&lredomtr@rb;ﬁﬂratlon ikoreuGE€EN printing
cylinders is disclosed. in Gerna application DE 3441593A.

In that procedure' % 3 RIHBTRMMY s? eﬁmallzof’%“faé eSO $ e SIVERTH é’lﬁlésﬂ‘esfi‘éthl s
coated wth rﬂoeketan@hecfd:olpybdxﬂﬂhlgypmnt 1m£xj&smoealarha;uosubgac‘éaaﬂw , the
deposi ti on, uL]I:%h an exte tethat Ehesp nltsdof h fl nt erseﬁt,lcon of the
cloth are flxe "5 S0ERVESwRY” (155t Ohd® oV ERERtT rgtheT Frl % Rereen
stabi |l i sed almter ial stsetichea cmtatmrw:mh #at dsastldone Itayemother feempr fsi ng
a phot osen | \ AR a I ,ace
and errbedd|SérJ1J(f:id“%{)ﬁee%?IJ %ﬁ%ﬂg ?dq g%égg %srfédée cgi% %%%qahger %r%géﬂ;t ap%%ﬁ?}sﬁl’[{m
and j oi ni ngFs &ms3By 83pphlsi fiea Sﬁﬂ#kelﬂrerscraeferpréﬂtbrmlfﬁw are put orhtt & he
result h§ anbbate CORYI @xgelgylegenometoh%auﬁf 3¢e Rh 4t faﬁdépr@&&lon 1s|0rf'19{éd“9
stencil, which is at the printing sid 4 348

descrlbes a‘“-hGFa‘Pﬁﬁrng frame - which is varlable in 30 Wldth - W|th a cloth

portion fixed thefejtdcHss nﬁbrC|t§Erp;!>Mu€{§ﬁEEBTfSphotochemQ'a@} acRabh endueialt he
cloth portion is a channel for a viscous fluid o an emrul sion, the

latter flowi%g 6%fcedf BEfHdBAt NWGPETHh dhe Q\?aﬁcll%?dtﬁé Germanc pLifEPPh t o

the cloth pephiedtion Osgles)t Qcf 04 mA D0At iTAY thier BReddRe a chromL@Aalst&g) | S

t hen drigd or harden ef=d on t e cIotthortlo
2 wire mes suitab mesh siZe is coated with nickel electrolytically,

chemically or by vapour deposition, to such an extent that the points of

intersection of the cloth are fixed in such a way that no movement is

possible; the stabilised material is then coated with at least one layer

comprising a photosensitive emulsion by applying that emulsion to a flat

25 surface and embedding the cloth into the rear side of the layer of

emulsion and joining same by applying a further layer of emulsion, so

that the result is a flat copying layer on the surface of the screen
printing stencil, which is at the printing side.

In consideration of the foregoing aspects the inventor set

30 himself the aim of improving a process of the kind set forth in the

opening part of this specification and in particular permitting trouble-

free production of defined coating areas which are to be connected to a

clamping frame by an adhesive process.
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2a . .
which  a
i nt r oduced

JP 5 216 239A discloses a container with a clanping frane in

cloth is coated with a photosensitive film The fluid is

into the container until a desired |ayer thickness has been

produced on the cloth. The fluid is then partially exposed; the unexposed
regions are renoved after termnation of the treatnment so as to result in

an i nmage.
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10

15

20

25

30

the appendant claims set forth advantageous configurations.

In accordance with the invention a screen web is partially provided
within a predetermined outline contour with coating areas comprising the
emulsion, wherein the emulsion is applied preferably in web form or also
in point form to the screen web. It is advantageous to use at least one
nozzle for the application procedure, which nozzle is guided parallel to
the longitudinal direction of the screen web over the screen cloth and
produces laterally mutually adjoining coating strips which together give
the coating area.

The coating areas can be produced in different ways. On the one hand
- in the case of low levels of requirement, rough surface - they can be
applied directly to the screen web and then dried. It is also possible
for those coating areas which are applied directly to the screen web to
be lined with a protective foil and only then moved to the drying
station; that is done in particular when the situation involves high
levels of requirement and a good roughness value on the Z-axis. It is
particularly advantageous however for the coating areas to be produced on
a strong stable carrier material and for the latter to be fed with the
wet emulsion regions to the screen web; those emulsion regions are then
transferred on to the screen web and subsequently dried. Then, the
carrier material is drawn off or however provisionally kept as a
protective foil on the screen web.

It is in accordance with the invention for a centre line of the
coating area produced - defined by its preferably four contour lines - to
include an angle of inclination with a longitudinal edge of the screen
web; the contour lines are turned about the centre of the coating area
through that angle, which is preferably less than 45° .

In accordance with the invention, application of the coating areas
at an angle of inclination relative to the screen web permits the coated
cloth portions to be stretched out in an angled position on a clamping
frame. Cloths which are stretched out in an angled condition permit

cleaner and tidier printing of lines which have to be printed parallel to



3. * . That object is attained by the teaching of the independent

cl ai ns; t he appendant clains set forth advantageous configurations.

In accordance with the invention a screen web is partially provided

within a predeterm ned outline contour weth coating areas conprising the 5
enmul sion, wherein the emulsion is applied preferably in web formor also

in point formto the screen web. It is advantageous to use at |east one
nozzl e forthtehescapgi | pwitnit bmg pfmedurree whicdhl nozadiderstigui ded tpar aid ethato
the longit n Lh reen veb over the screen cloth _and
produces I%Sté?gjﬁ tﬁlgf E|n 5|§lr1]isglg coa%ﬁansﬁ? p%ar\ﬂhipcﬁhtotg eerscrgelex?e

10 t he coatliohy Emdeahe lme to beTmncga-tl ng areas can be produced in

di ff_er ent Way Sy %\pﬁbﬁc‘%@ﬁor@aﬁd manufacthpet:ﬂ.e aefd? e%f h%‘éh@}‘&‘ia’% Qvt‘ n the
requi rement, rough surtface - they can appl i irectly to the screen
web and t IROItERY edred t is sceregepossi bhélV1dua¥ orzoqmge webat Whgchar ezss edvibch

are appl i gfodi. &Lty at pegpget%r %sz@tart he 15 RC Lo NG AW RenAaPE QagEld ke
foil and only then noved to the dry station; that is done in

parti cul art®wikfératifd §F’t"tfdt°f‘6’hlpl r‘?\?BI ‘9& IepgiFudinal |asigeF oo Mhi el heafetttoand

a good roughfescheralbieral hhecohtaxd Sstrifs Bich paspafidoGyh adhey cashiagt &gRous
however for the coating areas to be produced on a strong stable
carrier met®ftA and for the latter to be fed with the 20 wet emul sion
regi onsot o t herscaeerdawle; wibose RiAthst ofeatege 0SS thee ihh@ition eadhr aaszfc@;rred

on to the sgcree b_and bse uent dr.ied. Then
nat eri al |st raﬁn&% FroP” Eowevearltln o%ﬁl?bsﬁgn%ﬁ?ﬁlﬁteé% §1 resPeCE E’tec ife
foil on theesgoetsumdiines of the c0htlngs arpa aslticnhd s c engliedh réhet iivavemt fien

for a centlg  ipe@hoths Aango0ating area produced - defined by its
preferably tour contour lines - to i ncl ude an angle of inclination

with a | ongitulf nd$ EdgrecofFdanee stitkehhe inveppipn tfes &sheit crRNtrRi Atre mafe a

turned 13botilanb iy CRANE 8 bl R aCaati "WhebERing ardd:ugdH ;mah@rml Bn ¥4 ch
is preferably | ess than 45[err]. I n"accordance with the

i nvent i on, SASpR| Edte 8f Be t%ét%‘&apifngh%tr@%m%@r&? ahighgfmBing et ats on

relative t&ﬂah@ecﬁ%rtesnsﬂé%@n@efema&ﬁvé he enal8Htour 1ifdPLRAPO ttheRsSgiluaq b&
stretched out In an angled position on a clanp frame. C ot hs which

are stret cHed 55t rY’eQnI%nbtl‘eeoFa(’:‘Bna?’f%h°’betrr}ﬁrﬁ°g outsifieaifer CaALLNG ared-
printing offdekbn@feWMakedbnhase® t:@gbhen Privilcad rpasal | Witwbkén the frame and the

20 coating area have been covered over by an impermeable layer, a coated
printing stencil, in particular for smaller surface areas, is produced in
a simple fashion, wherein the number of contour lines of the polygonal
coating area can be different.
In particular cases the coating areas can also be produced 1in
25 another fashion; the screen web is provided at a surface with a
continuous emulsion layer from which then the regions which do not belcng
to a predetermined pattern of the coating areas are removed.
It is particularly advantageous for those excessivé zones of the
coating to be sucked away immediately after the application thereof, that
30 is to say with the emulsion in the moist condition.
Further features, advantages and details of the invention will be
apparent from the following description of preferred embodiments and with

reference to the drawing in which:



4 + the screen printing frane. The crucial consideration is that in that
situation there is no parallelismbetween the yarn path of the screen
cloth and the line to be printed. A sinplification in manufacture
is achieved in particular when the 5 coating area is conposed of

i ndi vi dual coating webs which are each produced by a respective nozzle
or the Iike tool and which are adjacent in parallel relationship and

t he | ongi t udi naigeggesiofa wheghvieweofl dontipparatugafdy etiwrchéng tduat a npated
contour strips whi.ch S hr.ough. t.h ti I in. 10 In
accor danceS(\I:/vllpeteiznl a EFFaoed? p%re%'t%gr gl%hf gfﬁ%%l ﬂgg:r%tg{;‘gﬁgeg%lc%g?r ow edge of
the strip-1ikeFéome 3gined dissemwetiatddewiay af raspeetdhlatorre fof coatipde
contour |ipes. Qt,thug coating area which is angled relative to the axi s
of thenother frane. It is in accordance with the invention for the
centre ¥ine of FASUZES g|anfph nokr BIAR 43%06T 04t 2 FCRPEh YeRe¥idBaf?atgdnar¥&3to be

positioned on thgures sCR&REMe Lhdie RhelNBLLORNLOW £ thBes&arhi Bep afAdn Wai ch
clanping frane is arranged at a spacing relative to the contour |ines

and is thefPJPuey & Feduced Rerlsc iReTPTRRE 99 tHE FagHrCondi™Ci bn t her eof

outside the coatii ar €Rows a séfdedl wddh®nS 6k ERN aVWgdH IsCE1HNS Bbrhpt i E@TRA Bh

between the frame_and the 20 coaﬁiﬁr:‘go%r ea have been covered,. over Pa};néﬁn
ti

i nper neabl E*FHFEr 3 % Eo%t¥y® P8 CEEACTII TR T8ArIT G ST CABP | er
surf acelar easges, s produced in a sinple fashion, wherein the nunber of
contour lines of the polygonal .., £ating,ates can be. dif 7_of

. 1 E?'L—?&I%
In particular cafes the coati na areas can al so‘aqoe pr o uced in °25 another
fashi on; tbetedscedon, web is provided at a surface with a

cont i nuous SMUshor, |kl [OMbLaRLDEN, 11echAY A% M1 8 R Boks bLAND

to a predeterm attern o coating areas are renoved.

i's particubarfiguge\ant agesbsr figsteheséorx@adsi ve zones of the coating
to be sycked a%%u_mqlétaebf(ara_fv&@& dihen@Rpblrabi oRsdhesech, that 30 is to
say with the enul'sion in the npoist condition. Furt her features,

advant ages and A#efRRaT@tes ¥OhéoF MFEAETIHAIVWRYY abeectangulaspiaRnic PISAPR 1S @

fol | owi ng des&dd RlebOf2 0bs PpfRLLSH, &JEhodi NRAt ScANG Wakbrial fobehgs ecanto
the drawi ng i n which: i
screen printing process has - along the four sides of a support frame 14

- a plurality of clamping elements or clamping devices 16. They each

20 engage, with a respective clamping jaw 18, a portion of the screen web 12
in the edge region thereof and tension the screen web 12 which is then
fixed therearound by displacement of a respective pulling cylinder 19 in
the pulling direction x. The screen web 12 whose surface is provided with
coating areas 20 lies on the mother frame 14 and is drawn downwardly from

25 the outside edge thereof towards the clamping jaw 18 in the closed
position thereof at an angle (not shown) of about 6°.

Reference 22 denotes a control unit which is fed from a line 24 with
compressed air at a maximum of 10 bars and from which three control lines
25, 25a, 25b for the clamping devices 16 extend.

30 As shown in Figure 2, fed to the screen web 12 is a web-like carrier
material 28 which is coated in a coating stations 30in an application
procedure to be described hereinafter, with regions of photosensitive
emulsion which are not shown in the drawing for the sake of clarity

thereof. Those regions correspond in regard to their dimensions and



5. S Figure 1 is a plan view of an apparatus for stretching out a

coated screen web period portion with groups of clanping devices,
Figure 2 is a diagranmatic side view of an installation for coating a
screen web, 5 Figures 3 and 4 show plan views of a screen web with
coating areas, Figures 5 and 6 show ot her plan views of the screen
web which is shown on a reduced scale in conparison with Figures 3 and
4, spE&:@kjéerala&Iﬂwvs'cca each e@thewebf@on eaamEld apgete Svaknd rreasPlr eson
with Ures. 3.1 9.0 ?#g' g hy ar%a?@tt G:L£01098 LlcrA380CIALE
cl anpi ng f f Farmes, s ows a plan viewon a | 'arger scal e

t han Fi gurelﬁh cn‘hoae reglgmtp@dsq:sagpotp the screen vﬁbgm @t9askHmigg gstation 32;

di agrammat i ¢ W, QQJr%eSQ%‘%QQr @ @B%ogér?ﬂt§09%ul ion Bs Hr@HELerZelfon to

anot her |nsf’a? tron ure 10 is a plan view of the Figure 9
i nstal | ati adhe screen web Jh aagptiredt QSlePOMflcﬁf threwgahc himgtatiora3t ect angul ar

fabric portion f3m &t ream oECEﬁ@r‘ch\Q@Qgrl%qu stdabgr apl %GQQ‘:H;QIAQ' k@eSEIRERre
material for use in the screen printing process has, - h%]t he f.our

si des of aP3apPYr &nf figneonfgiguration preyigeshy CCWHTIRE fApihYy C@Fé fatgrial
cl anpi ng deyi ces d stieyn eredh 1220 +88E ageh ert Ibeasé&&ﬁeéchl FeonC | tABD caLyr ijeaw
18, a portion of the screen web in the edge reglon t hereof and

tensi on t h@258T&en2§s $55SHARTEH |W§:tkf HERe 25 @ FEPRECTHEF 255 Tana By "

di-spl aceoent ofrhe aesfiagt dves rmutl sy eypiraedes d;ﬁaramng proctém@rpufdrl ggating
direction Xx. The sc een we e surface.is, P £ ating
areas 20 |88 dn"PRR HSt ﬁ%plr)l”fer % Ndrs rz%mgl &ard ltmflrycc)n%nyzg f'he
out si de edgexe heasmfert pavsrdslt hxam (ﬁhanpcmsge o @wd&rienmwnfé meosedtlng station
posi tion tg‘;r f astcrggn %v%%l ?s( nﬂed§§9%) cgrtve Qu Gc[h%r Fil‘ﬁung or throuﬁh run

Ref er ence denot es a control "unit |ch S rom a line
conpr essed steriat ¥ rexiupghredm ltGebeels ENdS rmvmd:hﬂ{thréepé‘éﬁﬁthe | §7ids

25, 25[ gkr] mgé B0 be Bhol dif oLATRLDGYEHS GRS IRXT end. . 30 As shown

in Figure he screen web 12 i's a web-like carrier mat eri al
28 which is coabimyren3 dicgaenagisrbyi Ghevsai wearemyePi tatdfortre web Fiddedur e

to be descryj;hgd cb@f:@x‘ nattes ., Zdlmvlhtlcﬁegf@n&‘rgﬁg@choﬂa@%@]:@ﬂ tdoV&he lon@fﬂlh:&laﬂn
whi ch are not shown |n the drawing for the sake of cl arlt%lthl]r1 Jthe caﬂed

Those regi G scdriespohd Sih Pedifd F iPRaiTeadi AEhSF BTSN

repeat or period portion 36 of the length z. One of those coating areas

20 20 is emphasised by grating hatching, for the sake of improved clarity
thereof. Disposed by way of example around the coating area 20 which is
arranged to the right of the hatched area is a clamping frame 38 to which
that portion of the taut screen web 12 is then connected by an adhesive
operation.

25 Figures 4 to 6 show further kinds of coating areas 20, 20a. The
coating areas 20a are composed of individual webs or strips 46 which are
described in greater detail with reference to Figures 7 and 8; this
involves coating strips 46 which in the coating operation are put on to
the open cloth 12a and which can no longer be seen after the coating area

30 20a is finished, merging into same. The photosensitive coating is applied
by means of a 'universal' nozzle in coating strips 46. The coating areas
20 are therefore tailored to size in relation to the respective use

involved, as also applies in relation to Figure 6.



6  spacings relative to each other, for exanple to the coating areas
20 on the screen web 12 in Figure 3. The carrier material 28 which is
coat ed wi th those regions passes on to the screen web 12 at a |ining
station 32; under pressure, the |ayef of photosensitive enulsion is

transferred on to 5 the screen web 12 and then dried in a through-run

station 34. Downstream of the through-run station 34 the coating
areas 20 are Figuyseesénto it alhe Tohfeturaelber meevinsugkga@dyr FerFResperdidge
carrier maéderﬂh%ge in F?:L%urgn3thﬁ1 SCH %@Bt%b %ZbeigbeXngme'aOWep&l%gp% alzl‘ﬁad
fromthe carrier terial 28 or di scharged Wth same as a tenporary

prot ect i velqnﬁife‘fdmaioa"ls A Tofe Hreawengl tides onet tuhipit acftescdds cbpéhrat vavy

procedure frguedat),ngs wenaarﬁasrgw ehaing 2RI 86l 00 tdrewBCde@ReMER slre
directly - without any foil - like carrier materi@l; in that case,

downst PeanfBf PHe EoHtd RE StEREFLIPT PeTisd PAd R i%een web is i rmediatel y
conveyed to theidlirgi ngstaswst Br eetglacr on perlost@iﬂtam% QfF apsdreemmdvher e it

is provided wi_ith a rteC|ve oi | vedater he
drying pr og‘edur%e we! Tengt ;ul?eerEBaa?u\ggr)‘gE?m 83‘%?’6 s V& sclrdéé n°vidb 12
of the web9tm dinfwixh edge meghoreoatumfgvauem Oaminlhrlhras;aecawalygeelsmﬁatédel
tothe lo tu I, X t her eof |x of th ting. areas, are
provi ded w h| giée}f%é}ggce]ﬁm% s . ?ge ea ea§ °tr| on %8 of ?“ertf%er? th
z. One l8f ¢dtose sosirpagt afmas 120 DZ@po&denphacai s‘ledtbys gm@théng ﬁaetrr@hmgqs for

the sake O;n 'JEBEQ&’%r%L?r%E z%n aux:.il@?gregiateutﬁp%gevgoo%y tlgx k?al

around the coating area arranged to the
hat ched ar¥&w® ictarpiopafyimeg 3§ anwhi8eh ttbenhiavie the reppaft Op‘opﬁl@ld prrttlhe Yt@aut

screen mebpc]éti&xetthﬂefmggcteglQypo%@tmﬁsI U€the auxQP%%t 9Lte 4215 durlng
Figures 4 to 6 show further kinds ‘of coating areas 0[perr

coati ng arEsPpeiuciier PEAPHRES- of i ndivi dual webs or strips 46 V\/m ch are

descrihed in ggeaiebn deledicbedMsubrdRf 8F efHee st dnl GLHtASorf tRBUsdtechhich 12 -
i nvol ves coati ng strlgs 46 which in the coating operation are put on to

the open ctotHe12ethnat wHiScHOB&H Y PbnYEr Be SEenPafpEier hEralf‘l?at4Png &F%ea

30 20 i stHdeni squede aaytgh@gaﬂetatsozcsa:mchTm BBDirA %8 Myt laV Bort@Ak | WLl $our
appl i ed uni versal' nozzle in coati ng?str ps_46.

b X
o areensOle TRBY §F . o bt oree o PP e aE Ty Laf e itAlod | LR R R 1

respecti vethesekind set forth in the opening part of this specification - as a
20 photosensitive coating of a width e of here 180 mm, which in the slack
condition of the screen web 12 are arranged relative toc each other at

centre spacings i of 380 mm - and il of 394 mm in the taut condition. The

spacing f of the centre line M of those three coating areas 20, which

centre line is parallel to the longitudinal axis A of the system,

25 relative to the - also parallel - centre line M of a second row of
coating areas 20 which can be seen to the right of the longitudinal axis

A_ corresponds to the centre spacings i and i

1 1
taut and also in the slack condition. The central coating areas 20 of

respectively both in the

both rows of areas are disposed on the transverse axis Q of the mother

30 frame 40, relative to which each two contour lines 42 of each of the
square coating areas 20 are disposed in parallel relationship.

Each of the coating areas 20 is to be so arranged within the contour

of a small clamping frame 38 which lies on the auxiliary plate 41 and is

disposed beneath the screen web 12, in such a way that the clamping frame



involved, as also applies in relation to Figure 6.

7 - Figures 4 to 6 also indicate snaller coating areas 20
correspondi ng to those in Figure 3, in a position of being inclined
relative to the | ongi tudinal axis A 8r the parallel |ongitudinal edges
13 of the wep (Figure 4), as well as larger coating areas 20, 20 of
whi ch there i /are only one or two per repeat or period portion 36.
Figure 7 s r??ﬂi%étgrﬂedpé?r%cFﬂ&oF???ﬁ? 38O TR r BTNy inDing clothit he

free web |engthe anef chariagahmat 24400 sFacanto threabrL@ a1 tHd abhdfive to 900

mMmw th edererons ths err] and b[e res ectively
associ at edLgn nhCI?éhrrgrEnﬁltg‘ a%%%‘”‘l 9 e < &’85’5]?[ apt ﬁ@rr%(‘Pﬁ%’r"c‘?‘ ore36
is st retcr@@thl@dgeupomoa smpp@rh fnli.ﬂiﬁ&xmlélv.ldﬂh sposeshlat reafid efrfouhd ehe

not her fr@cge 4 an n bor er of .auxil.iar | ate 41 of wood
or plastic rratleé)réglse;a 20 g’]a%f)lr ng 15 afestagen- v%he(?ﬁx’f%e‘ * hAvE $£hgdse

repeat or FRreEtien Orfoet‘ifi@mh%l positioned thereover - are posi tioned on

the auxiliary prllatagdél gi“garﬁlg to 1tl Ss aqguft:l']xl ONsRELGRAULS,

on the free surface of the sereen el or the screen we oﬂmg proceguret he
|l eft of thHEVPoYRfAt JdPwed 7a@hews by Uﬁthhfe eronpley cobtinme adGas 24r ef printidy ee

square coaddenditd 6as dP-aMi 5plrﬂ:rlﬁ?1d&'l b &L BYs&s ngé%mm tcb:l O?n

contour. lines 42, consisting of otosensitive enulsion - pre era
the ki g &€ Fdghty hPﬂdt%éieoe%utﬁ@ PRAtEngfanenp s2& yghin ctaremrplamwgafr@@e

phot osensiig,ven&aahi Bge Qbowdr Wrdhl 5 0b-NEfL 180 ML MWiGRe 1M stheySleackye
condi tion %f the screen web 12 are &ranged relative to each other at

centre spati f§e Fo6F ©38GFnh thaReh jan ’df°139ﬁt1rﬂ’i‘r prelenl eadt BHIfdFes0R2- The
spaci ng f afout hehe eehtfe |donat M Od‘f tth@SEodthhgearedabd NG naALEAS a2Way V%Ha@ hthe

centre line is pa to the lon dinal axis A of the system
rel ative to Fﬁrg Iilosfo tBar &1 ﬁht fg.a eéantirpeaf? net & P25 & corfy R otf oﬁ‘llght -
coati ng5aredst 26 whr t;line Ganidrs seethet 6rdnee thegghhsnde BegIORGs 4 Wee NAlamBXiS

Alerr] corgesp hge,ﬁe%{)e spagci,ngs éuta% len@%’%raf’gtg&\étei"ﬁgbmh in

t he taut an S@ |n t conditi Yh areas 20
of bot h r ofe @fmarnlerasuatle hdic§ pusedbove-meet ianadsvBrtdcedpd pofrn theis

not her 3Q1aflrfalgﬁe 4&)1ffleger?ctel Y)gt&é?enmhgho@l.asgget Y\Qnr?q‘: nt Olﬁlrlrud Itlhne? ?az wqfd l?aCh of
t he ©square coating areas are disposed | ara at1ons
Half the difference thereof relative to the inside length m, in turn
20 gives the free edge width hl'
The coating areas 20 are to be so arranged with their contours
within their clamping frame 38, 38a that they are disposed therearound at

a spacing h which can involve problems for example in the case of

1
inclined arrangements in accordance with the frame 38a' For that reason,
25 a coating area 20a which is shown inter alia in Figure 8, with any
position of the frame centre line B with an inclination angle w by way of
example of 22.5° is produced by the emulsion that forms it being applied
by an applicator member (not shown) guided parallel- to the web
longitudinal axis A - to the carrier material 28 described with reference
30 to Figure 2 - in integral coating strips 46 of a small width t. The
different lengths g of the coating strips 46 which are adjacent in
parallel relationship are adapted to the respective position of the

turned contour lines 4Za and the narrow edges 48 of each coating strip 46

touch different contour lines 42a. Disposed within them is a circle as



.Each of the coating areas 20 is to be so arranged within the contour
of a small clanping frane 38 which lies on the auxiliary plate 41 and is
di sposed beneath the screen web 12, in such a way that the clanping franme

8 can be readily glued to a non-co& ed zone of the screen printing
cl ot h, outside the coating area 20; in order to be able to apply the
adhesive to the screen cloth 12 without affecting the coating area 20,

a coati ng- fheeboundary| 8 rrfedde p6Etdlomprant ofmagemi pdtrahown Ut frrh tohotdmbact
remain arogpgd-the 5 coating area 20 - and in the glued condition,

t herearound, a free edge . portion of a width hlerr]. ) | n order
clearly to illd'Str et A We§cTIBEEt T hf fy SpRECEghi in whichyHiey 88yl Epgur e
7 shows by ivaypgifieaX appldsxinoadlyN@napemst i20r®f mdink At ¥NGhin the SERRGLY S1ihQE

direct printing_.on act Discs; diagrammatically shown on. 10 the

ri ght - hgndgééde'r%er egfoafr‘lxgngoﬁﬁ%gg%ersed?gchh\ﬂﬁ Ri rflt‘i‘é‘lll’"pﬁjl’maeﬁﬁilﬁgl?if"arné”h“:h
38, wher ei suttmnkdewste kbatimg38fear L), @0 t el kbodis oeat rt@el ddi@ iRy fTeb WReH
out of o hee centre I4i ne Mthrough aft inclination angle w of in this case
22. 5[ err] 9 BB5Ut Ad centre point Z of the coating area 20, in such a
way that the Figemamed samtB If repeesmat iang adremaz@var ehiath aaspacssigply e¥en
if slight - 5 | gt LV t Lnsi.d the frang; the inside.]enpgth m
of the cl ar#rs)?&n'g £ q&%a%gg%,dggcé}ﬁi%g %er) ggisfioeﬁrﬁ'rrlre vn\ﬁeh an ou s? lel I g%gtl R n
of 310 hin provided in The edatiip@mtaiéerh 3A ofert hes wpoves menficamed ol ohd fedge
portion 44 ,kS;z wigehddfipt dif n e t I t he
area wdth e. ldel—lidl%lptﬁ%hdihf%%egn%: °?h%\§§g?f‘ ?gfgﬁ%éggogfﬁgé{ﬁgﬁlg%%n'
length m PAt1F Fhepoimmgdiaielyhpassese thERy@hwR dEFFHipar Fgmoval station THe In
coating areas 20ad@le 5@, bensniansnand ingt B-deids CQRLOPYESaucea Wit Bhdtibhei r
clanping frame 38, 38 that they are disposed thePearound at a spacing
h[err], WhF8RPY&n Ainvidiey el JrBb IO Sor"hdgansre PAtt Weriesee i3 regardngpi Aed
ar r angen®enbpsesdl eatarliedpaereriv i thbecdak 8@ 238as o0 that reason, 25 a
coating area 20 which is shown inter alia inPFigure 8, with any
position of the frame centre line B wth an inclination angle w by way of
exanple of 22.5 is produced by the enmulsion that fornms it being applied

by an applicator nenber (not shown) guided parallel to the web

| ongitudinal axis A - to the carrier material 28 described with reference
30 to Figure 2 - inintegral coating strips 46 of a small width t. The



different |engt g strips 46 which are adjacent in

paral l'el relati qmﬂlﬁ"wameu“ﬂ to the respective position of the

turned contour lines 42 andsthe narrow edges 48 of each coating strip 46
touch different contour lines 42[err]. Digsposed within themis a circle as
9 the boundary 50 of fhe actual print image (not shown) for the
Conpact Di sc. | THIS SHEETNEAS sBEgMr] in this connection is a construction
in which tH2&I¥sul s| on REP',LﬁCEijl i e approxi mately in punctiform manner

wi thin the contour bhe e drawi ng al so does not show a

fl ui d-inpermeabl e | ayer which surrounds t he coating area 20, 20 and
covers over thet-c@aPFerfser 8% dhptRfoductigggef postiemm BYinting form cdRipgisiam 9
and 10 reps eserdenalwedl, t efoRatdbRp i gh Eﬂéktggssﬂlmaﬁ(enb.% by L&:’%ggl sz.ttlﬂe
above-descri bed process. Here the carrier foil 28 is provided In th
coating stAtT &’ Ole%"rrtllF‘élaéntal?}é’t%?’fsééé"%remflhs‘tc’ﬁ‘e ?*&?rrﬁFterlssﬁ i \*AMI*éa

strip wthsaekayab 522 ,oflza)vuszltphrelao.QpszSJvllagd Gfithhat 1eawt Sdn‘éncoatmgaé"ﬂea' S
t hen |rmed t 5 assed t Arou suction renoval station 54. In

p
station n%h)vl aat Jtsoé:f’f“ﬁ"gse r 84s® REPHYaré FrRIFace BYPiird |°61"‘|t1n9
r emoval fretghenst ayer regions which are not wanted, in regard to a 15
presel ectabl e pattern of the coating areas 20[err]. CLAI V5
1. A process for the production of a screen printing form conprising a
screen web, for2.elanpbeesef £l dbe irgofindtmentS a byrepaptiig ing fokmacbr@EusSigon,
in partlc@aglaeghq;gse@%gtl 0 i.C ried, characterised in
that the screen web (12, 12 eerr%ﬁll ék pglasm hflEL%“reon\(;l degyw tﬁEa 9 |'648t Bne
coating ar¥yledxm. ZB[IEarrrt]“iuwdﬂ erpPhoceemiosed ephl sionp| ciraiabterigkd siepanat el y
appl i ed coalrkBg &g @RS, lﬁ\hﬁr:@ rbPEa QMU Si OQ ia%rerapipi )I Q3 ifel Ml\ékguaalnd

coating strlps (46) which &are adjacent in nutua
coating areas (20 ) are produced by subsequent removal of parts of the

layer.

3. A process according to claim 2 characterised in that the layer
(52) of the moist emulsion is subdivided into coating areas (20b) by

partial suction removal.

4. A process according to claim 1 or claim 2 characterised in that

the emulsion is sprayed on approximately in point form.

5. A process according to claim 1 or claim 2 characterised in that
the emulsion is applied in coating strips (46) which are adjacent in

mutually parallel relationship.

6. A process according to claim 4 or claim 5 characterised in that

the emulsion is applied by at least one nozzle.

7. A process according to claim 6 characterised in that the nozzle,
in particular a slit-type nozzle, is guided parallel to a longitudinal

edge (13) of the screen web (12, lZa).
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.par at l el - rel ati onshj ﬂ A process for the production of a
screen printing for“ﬂi"u”m""”lu” I creen web, for exanple of plastic
fllﬁnpnts,mgy ﬁoatlng %%ﬂh ﬁn éngﬂslondl!n tarll%%@Etéﬁégﬁaagge?igtlXS )
enmul si on ichis rie characterisediin :

is provided with a layer (52) of the emulsidn andREPIGERal ity of coating
areas (20[err]) are produced by subsequent removal of parts of the |ayer.
3. A process aéeok dirngeso acrendin? wharactfecisied Lnta Rathdrletédsed in 5R3t of
SUcti on T oy a s e e aetor a0 81 & e bie ST
suct i

char act er P3&FiPh athat=at HE2RMATEPONTTR sPrayerl oh Wgpresdarareby (3 paint
form whereuanB tétébpi&@elsﬁs aecad di ng t?) claim4 char gCt,i“ sed in that t he
enul sion is a ied by at | east one nozzle. . process
according to gFaintS characterised in that the nozzle, in particular a
slit-type nozzbe,aimogesidadcpatiall € cioinms tongictadisaal iredget (tla%)wéﬁ-l&hﬁDED
;z&;;en \NEb érler mé%é%lal (28) is pulled off the screeq ﬁﬁgdtﬁg 12 ) carryingAQﬁi

7. A procegﬂn@gcm&dsngNIOZQlaQULl characterised in that the coating areas
(20, 20[err], 20[err]) are appl fed to a web-like carrier material and are
transferred fromsane on to the screen web (12, 12[err]), whereupon the
latter is driéd. A process acgordingr beessiack ahdragterosed a'nntﬂatclnae acirefiéesed
in that 1:E§té@§Q1 (£82k§s ]%@ﬁéd &ls a’B%B@éééﬁve £é§§)to é%e E%%ee web 52 lge
screen we

a carrying the coating areas (20, 20[err], 20[err]). 9. A process
according to ghaim Zr&!@"saﬁé&rﬂ(ﬁﬁg ko érneatoft Q?alncsarlr k8T 1005 Btei28) 18

j oi ned as a protectlve foil to the screen web
th the centre line (B) of the coating area (20 . 20 ) is oriented at an

inclined angle (w) relative to the longitudinal axis (A) of the web.

12. A process according to claim 1 characterised in that the emulsion
is applied in coating strips (46) which are adjacent in mutually parallel
relationship and the coating strips include an inclined angle (wl) with
the centre line (B) of the coating area (20a) or the contour line or lines

{42 ) thereof.
a

13. A process according to claim 11 or claim 12 characterised by an

inclined angle (w, wl) of less than 50°, preferably less than 30°.

l4. A process according to claim 12 characterised in that each narrow
edge (48) of the strip-like coating web (46) is associated with a

respective contour line (42a) of the coating area (20a).

15. A process according to claim 1 or claim 12 characterised in that
the length (g) of each coating strip (46) is adapted to the position of

the contour line (42a), which is determined by the inclined angle (w).
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(12, 12[err]). 10. A process according to one of clains 1 to 9

characterised i re line (B) of the coating area (20[err],
20[err]) is or|| muuﬂ““mwm i ned angl e {w) . et BN e | ongi tudi nal
axis (A of the*web. * *11. A proggs TS GHE &O%a m 1
characterised in that the coating strips ({46) i REP Dap inélined angle (w
) with the centre line (B) of the coating area (20 ) or the contour |ine
or lines (42 )id.hexeqfrocess accordldg Aopracessasaccoredi ofy tbaiglsain 16 a4
claim 11l characteri inclined. angl.e_( f t }o r],

pr ef er abl SPFBEE RS ’3"0%?? ]athe Centra"Lingydr érlyc?ggn}sg gécaf!éere ?ﬁghtﬁg claim 11
char act el’iésmibsbﬁldthat weachthma:baovmgacbgea(zi@f} \m‘lctlhes sayrapged kat GoaPREMWeDb
(46) is assqc dW|th ecti.ve_contour || ne ] t caat i ng
area (20[ rJr]f tive tg?m 0318 1'golclélgg g%@gr%? ndélrat 8‘( a?Frlné ée@?%llg??n%
char act ereseadteispntphmatoft hiee Iceﬁ‘gmw g2 dR0gachlgbating strip (46) is adapted
to the position of the contour line (42[err]), which is determ ned by the

inclined angle (w).
AVENDED PAGE 17. A process according to claim 16 characterised in that IT':;I?A/EP

15. A progessifAg Carl NGst, 038t ligagiuednNeo OfheClsdidBn et 0124 1xhatacimer tsed in
that the centre line of a cl&anping frame (38, 38 err]f whict? is associ at ed
with the egitiep élhé’ée%fnau"vﬁﬁd@h”iesCa?tr‘é‘t‘ig%’é?'aat(z%a'sﬁgﬁ ng (h[err]) relative
to the contour lines (42[err]) is put on to the centre line (B) of the
contour of the_coating area (20[err [QCESS
according to ct&i it B %Eﬁ%ﬁ gﬁglélédlm °¥ a‘{fetcﬁ]almcl LSi 7§ I}aé:%gt{%%eg %‘

i s glued tgatd ke SegpeBadIeD 16dek wm2{:1ersru]r)roun’dst hige tcaatlnq:@ndﬂ(ﬂ@n 2her edf)
outside the cogting,ar (20[err £rnb) rACESS (38,
accor di ng*®o?® %‘%é gf el g?efrss '%err}v 6 cl%a } alt e s ea° |%lampﬁmtp (

i nper neabBe_Jj.ayer which surrounds the coating area (20, 20[err], 20[err])
is applied fo0 the screen web (12, 12 ) within the clanmping frame (38,

19. A screen printing cloth comprising a screen web, for example of
plastic filaments, which is coated with an emulsion, preferably a
photosensitive emulsion, which has been produced in particular according
to at least one of the preceding claims, characterised in that the screen
web (12) is provided with coating areas (20a) composed of a plurality of

coating regions.

20. A screen printing cloth according to claim 19 characterised in
that the coating areas (20a) are produced on a foil-like carrier material
and transferred on to the screen web (12), the carrier material forming a

protective foil.

21. A screen printing cloth according to c¢laim 19 or claim 20
characterised in that the coating areas (203) are formed by coating strips

(46).

22. A screen printing cloth according to one of claims 19 to 21
characterised in that the coating strips (46) include an inclined angle
(wl) to the centre line (B) of the coating area (20a) or the contour line

or lines (42a) thereof (Figure 8).
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38[err]). - 18. A screen printing formc | B n web,
for:exanple of plastic filanments, which is coat GBM iﬂl'%l‘g@gmn
preferably a photosensitive emnul sion, which has nc prodwced aecording to
at |east one of preceding clainms 1 or 7130 17 characterised in that the
screen web (12) is provided with coating areas (20 ) conposed of a
plurality of =~ coating regions. 19. A screen printing form
accordi ng to cl&@-mrl8cusiear moindits a@dotin withatssbhiatedatianging dasng 2@cpraing
pr oduced oht-like.casgrier i .and.fr f e 1t o the screen
web (12),0%%h%n%alr3%i§r£§§tg%i%ﬁe Zﬁggkgﬁdfgrl%?oﬁéct@*ﬁs}‘e%%i‘?".aqgné =408 SEig
screen pristeng doran deebintidngnele diwal nr’@téye ctaitire 10entrehdirect(8) | sedthei n
that the coahbig 2t&eas (36 2Q[FeL6dd sqre formed by coating strips (46).

21. A screen printing formaccording to one of clains 18 to 20
characterised in that the coating strips (46) include an inclined angle
(Werr]) to thegent rarkineptBrind thAnCAaLI Hngl €8 6kO[& IhhiRd iheo 23
contour line or |lines (42 err%j%=1 t hereof (Figure 8). _ 22.
A screen prARTHGLFE? miRi t HadssTtE afefFCPantithBsf rf4fe SXERRA dPRRF™BHEYof
cl ai ns 18 gara?leicharact esngieddinalt Bais t(Re droahé ngrabs iwes (¥6). extend at an
inclined angle (Werr]) relative to the centre line (B) of a clanping
frame (38) receiving them 23. A screen printing formaccording to
one of clains 1.t 2Zreehapaiciténg selbtihn abbatdihbeteoatd nif tipifps (A6 22
ext end apREQKLIRLELYy PR! Bl el o0 Jhead onal t pdinal, axlg. {4y Aty the, 6L een
web (12). %4. A screen prinfing torm accordi ng o "6ne &f “¢FEis
18 to 21 irkermsbédei bawdri of tshalotthedse meehiomelh44 L2)said Jpyewi shedowidihg athe
liquid- isperneable |3yef, of a cloth edge portion (44), said |ayer
surrounding the coating area (20, 20[err]).
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