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rVater-Based dnk

Transitioning from plastisol- to water-based processes will require new routines and techniques, from the
screenroom to the dryer. Here is a quick snapshot of some rules to live by as you make the switch:

Ink Department

Because the pigment load of a water-based ink is much lower than
plastisol, use an accurate scale when mixing colors;

Keep inks covered in production and sealed when in storage to
prevent evaporation;

Shake pigment containers on a regular basis — monthly, at a minimum
— especially with fluorescent pigments;

Follow the manufacturer’s instructions when using additives such as
retarders, penetrants, crosslinkers, softeners, thickeners, and thinners;
And, label ink buckets to indicate which additives have been used to
avoid confusion when using the inks later.

Screenroom
Use lower mesh counts (110-156 threads per inch) for solid areas and
underbases;
Pay attention to the thread diameter and percentage of open area, not
just the mesh count. Thinner (S) threads will provide optimal results;
Properly clean mesh to avoid fisheyes and pinholes:

o Remove haze;

o Degrease;

0 And dry thoroughly before coating;
Use your scoop coater correctly to apply even emulsion coating:

o Use the dull edge of the scoop coater for mesh counts below 200
threads per inch;

o And above 200, use the sharp edge;
In order to build good EOM, apply one coat of emulsion on the outer
(shirt) side of the mesh and two coats on the squeegee/ink side;
Dry thoroughly, print side down;
Consider using a second face coating on the squeegee side to prolong
screen life;
Fully develop the stencil to prevent stencil breakdown from underex-
posure:

o Exposure calculators are recommended;

o And post-exposing the screen may also be advisable;
Use emulsion hardeners to extend screen life on longer print runs:

o Allow screen to dry completely prior to applying the hardener;
And screens must be dried thoroughly prior to production or the
trapped moisture will lead to premature breakdown on press.

On Press

Keep a spray bottle of water at the press and use as needed to prevent
ink from drying in the screen;

Minimize air movement across the inked screens and ensure that fans
are not blowing across them;

Set the cycle to print and then flood, keeping ink over the image area
at all times;

Decrease the floodbar pressure to allow for more ink to flow across the
image area;

» Squeegees:
o Use medium to soft squeegees (55-65 durometer) or triple
durometer (55/90/55);
o Set the press with 40-50 psi pressure and medium squeegee
speed to ensure optimal opacity and sharpness;
o Use slightly more angle (approximately 30-35 degrees) than you
are accustomed to with plastisol;
o Minimize squeegee pressure;
o And round or dull the corners of the squeegee to reduce
abrasion;
« Use only a small amount of ink during registration to avoid any
potential drying in the screen;
« Set the off-contact at 3-4 mm to allow the squeegee to better clear
the mesh and produce sharper prints;
o Order the screens in the job from the smallest print area to the
largest, and print the highlight white last;
o Preheat the pallets to 160 F prior to the production run;
« And leave an empty print station after flashing as a cool-down
station, if possible.

Curing

» Follow the manufacturer’s recommended dwell time and dryer
temperature settings, remembering that all water must be removed
from the ink film before the binders can bond to the fabric and
become washfast;

= Be sure that air circulation in the dryer is adequate to fully cure the
printed ink film;

« Check and adjust the dryers regularly;

« And monitor changes in relative humidity, which can affect the
required drying time as garments absorb moisture from the air.

Discharge Printing

« Use only 100-percent cotton garments that use reactive dyes;

. Avoid garments that have been re-dyed;

- Royals, kelly green, gold, and purples generally do not discharge
well;

. A garment’s ability to discharge can vary across dye lots;

« The discharge effect will occur only after the water is fully evacu-
ated from the printed ink film;

« Discharge inks colors will vary across different color garments;

. Completely stirin the activator, wait 10 minutes, and then re-stir to
ensure it is fully dissolved;

« Prior to printing, gently remix the ink;

« For best results, print wet on wet without the use of flash units;

. And use a print sequence of the smallest print area to the largest,
with the highlight white always last.



By Rob Coleman

Numerous types of water-based inks are available for
apparel printing, and each has its purpose.

Traditional

0 88- to 92-percent water;

o Transparent, designed for printing on
100-percent cotton light backgrounds
(pastels and whites);

o And, virtually no hand.

Discharge

0 88- to 92-percent water;

o Designed to print on 100-percent cotton,
reactive-dyed dark garments;

o Works through a“bleaching” process, where
the color of the ink replaces that of the gar
ment;

o Capable of producing very bright colors;

o Can be used as underprints with traditional
water-based (or plastisol) inks printed on
top;

o Most use ZFS activator and should be
washed prior to wearing to remove residual

formaldehyde;

o And, little or no hand, particularly after
wash.




High solids (also known as
HSA, or high-solids acrylic)

0 30- to 40-percent water;

o Opaque inks designed for printing on 100-
percent cotton, dark-colored backgrounds;

o Excellent ink coverage that maintains a very
soft feel;

o Dark goods are printed similarly to plastisol,
with a white underbase;

o Most commonly used PVC-free alternative to
plastisol;

o Can be used on a range of fabric types;

o And, underbase gray ink is used on polyesters

for dye-migration resistance (similar to plastisol).

T Hybrid acrylic/polyurethane

A‘r | - T. —x r”.' . 0 35-percent water;

‘“_ﬂ.ﬂ‘ " o Most often contains a blend of acrylic and
polyurethane polymers;
o Good stretchability, durability, and opacity;
\.. 0And, ideal for.stretchy woven fabrics.




Our CEO, Mr. Mustafa Kamal visited the ITMA 2015 at Milan,
Italy. And Also Attend Premium Denim Exhibition at Barcelona ,
Spain.Here are some pics at a glimpse.
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News from Printex

By the Grace of ALLAH,

Our DTG M6 machine we have booked the First
ROQ ECO

start working at Printwell
Iahore. at RAJCO INDUSTRIES
—Sialkot.

Printex Lahore has been shifted to a new venue , the new address is as under:

Defence Road, 0.5 Km off, Bhopatian Chowk, Mauza Bhopatian,
Rohinala Raiwind Road, Behind Zimbis Knitwear (Pvt) Ltd, Lahore.
Contact No. +92-42-35966300, +92-42-35966301
Fax No. +92-42-35966300
E-mail: printexworld@gmail.com
Website : www.printex.com.pk




