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Formation Mechanism of Strips on Corrugated Box in Post—printing

SONG Wei—sheng
(Henan University of Animal Husbandry and Economy, Zhengzhou 450046, China)

ABSTRACT: Objective To study the effective method of controlling the phenomenon of strips on corrugated board in
the process of post—printing. Methods The variation characteristics of print density and gloss under different pressure
values and the relationship between the measured pressure value and the set printing force were experimentally studied using
IGT F1 and gloss meter. The press distribution over single flute width on corrugated boards in the printing process was
simulated using finite element simulation method. Results The print density rapidly increased with the printing force until
the printing force reached about 125 N, and reached a plateau when the printing force reached about 250 N, but the print
gloss was not affected by the printing press. The measured pressure value was linear with the set printing force. And the
pressure on the peak of flute was bigger than that on the valley of flute in the pressure distribution curve. Conclusion The
strips were caused by the variation of print density instead of print gloss. And the variation of print density was mainly
caused by the variation of the printing pressure.
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Fig.1 Process chart of post—printing and pre—printing of corrugated
box
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Fig.3 Sketch map of corrugated
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Fig.4 Relationship between the print gloss and press value in MD
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Fig.5 The print density value distribution over single flute width
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Fig.7 Finite element model of flexo printing on corrugated boards
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F1 EHERRZEEMEIISFMERE

Tab.1 Mechanical parameters of each layer of raw material of corrugated boards

— HEL/N AR AR 1 /MPa By I/ MPa
o vy Vi V.. E, E, E. G, G.. G,.
T4%(200 g/m’) 0.34 0.34 0.34 7600 4020 38 2140 20 70
4L(120 g/m’) 0.01 0.01 0.01 5400 2280 27 1360 20 65
H4L(160 g/m*) 0.01 0.01 0.01 6660 3310 33 1820 20 70
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