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Research on Thickness of Release Agent Film in Transfer Printing

CHEN Jing-hua , TIAN Xuni, HAO Fa-yi » HOU Wan-ting , SUI Li-ming

(University of Shanghai for Science and Technology, Shanghai 200093, China)

Abstract: The best thickness of release agent was researched in order to get ideal adhesion of transfer printing
ink in the process of transfer printing. The surface of PET film was coated with release agent of different thick-
ness and different mass ratio under 25 ‘C . different pressures, and different spread speeds. The surface of re-
lease agent was coated with transfer printing ink after drying. Peeling experiments were carried out on the coa-
ted films. The results showed that ideal peeling effect can be achieved when coating speed 0.1 m/s, pressure
300 N, thickness 9 pm, and mass ratio 3 ¢ 1.
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Fig. 1 The effect comparison of sample

with or without release agent
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Fig. 2 The influence of release agent thickness on drying time
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Fig. 3 The peeling effect of samples with release

agent coated under different speed and pressure
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Tab.1 The releasing percent of samples coated

with different pressure and speed

T AH [A] B 0.1 m/s,250 N 0.1 m/s,300 N
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BRIR /% 5.3 1.3
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Tab.2 Influence of release agent thickness
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Fig. 4 Influence of release agent thickness on peeling effect
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Fig. 5 Influence of mass ratio of release agent on peeling effect
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Tab.3 Influence of mass ratio of release agent

on releasing percentage
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Fig. 6 Peeling effect of samples with

release agent of different mass ratio
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