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Dry Lamination technical information

【薄 膜】

Film

· 用於乾式复合加工之薄膜需先經過電暈處理，使其表面張力達38以上達因才能達

到理想之复合粘著力。

Films applied on dry lamination must have been processed with electronic corona to make the surface tension reached more than 38 dyne as to be an ideal laminating adhesion. 
且表面張力之達因數會隨著時間之增長而遞減，所以經過
電暈處理之薄膜不宜久放以免影響复合之粘著力。 
And the value of dyne on surface tensions diminish with the growth of time, so films after corona treatment should not be placed too long in case its laminating adhesion to be affected.                                                                                                                                                  
· 薄膜添加劑如：爽滑劑、抗氧化劑、增塑劑、抗靜電劑等添加於薄膜中時若用量
不適當也會影響复合之粘著力，所以於复合前應對薄膜進行測試。

If we meet film additives such as slip agent, an antioxidant, a plasticizer, an antistatic agent, remember not to add an inappropriate amount otherwise its composite adhesion can be affected; and they are the reasons why we should test these films before we laminate them together.

薄膜之平均厚度於1米寬度內應小于10%，平均誤差值要均勻，且在貼合張力下其
伸長率要小於1%。

The average thicknesses of films thinner than width 1 meter should be under 10% and the average error value must be uniform; while under adhesion tension its elongation needs to be less than 1%.

【膠粘劑】

Adhesives

·  已配好之膠水應盡快用完,若尚未于膠槽中循環使用之膠水,要以密封容器保存,于
常溫儲存下可放置12小時左右,
Glues that have been ordered well should be consumed as soon as possible and glues that have not turned to be on recycling usage should be stored in sealed container and placed under a normal temperature for around 12 hours.
一般若有粘度略升可以再加以稀釋使用;但必須觀察若有結膠、白濁現象,則不能再使用;

Normally if the viscosity had risen they could be slightly diluted and used; but once if they had status like gumming, whitish phenomenon, then they could not be no longer used;

·  膠粘劑容易因吸潮而變質,所以須密閉儲存于通風陰晾之場所,本產品于密封未用
且于上述儲存條件下儲存期為18-19月;

Since adhesives are easy to deteriorate through absorption of moisture, they must be stored in ventilated, dry and cool place and the shelf life of this product is 18-19 months with a conditional storage as above.
· 聚氨酯膠粘劑中絕對不能混入水、醇類、胺類之溶劑,否則會因此無法相容而產生
混濁、結膠等變質現象.

Polyurethane adhesives must not be mixed with solvents such as water, alcohols, amines, otherwise due to they are compatible, there will be deterioration like opacity, and other gumming.

【操作】

Operation
· 上膠量一般控制在乾膜為2 ~ 5g/m2；若上膠量不足易造成氣泡、花斑，且黏合性、
  透明性不佳等問題；若上膠網輥久未清洗造成網紋阻塞也會造成上膠量不均勻而
產生以上之問題。    
The amount of gluing normally will be 2 ~ 5g/m2  while used on dry films; if the amount of glue is insufficient there will easily to have bubbles, piebald, and lack of adhesion
and transparency; if glue roller has not been cleaned for a long time, the anilox parts can be stuck and also cause the above issues like uneven glue amount.

· 烘道排氣不良或烘道溫度過低，容易因溶劑氣味濃度過高及溶劑殘留，易造成复合
薄膜產生異味，所以應注意烘道之進、排風及溫度之控制。

Exhaustion of drying tunnel does not work well or temperature is too low can easily lead to situations like high concentrations of solvents odor residue which creates odor from laminated films. Therefore, we should pay attention to the controls of inhalation, exhalation and temperature of drying tunnel.
· 烘道溫度設定以低溫到高溫輸送方式，一般為550C ~ 650C ~ 750C三階段漸進式升
溫，若烘道入口溫度太高，易造成局部反應太快，表面先結皮而下層溶劑揮發沖
出，形成氣泡。

The transportation methods in drying tunnel are set to be gradually work from low to high temperatures that usually go from three progressive stages include 550C , 650C, to 750C.  If entrance of drying tunnel is too hot it can cause too fast reaction on certain areas and crusts condensed on surface and the lower solvents punched out by evaporation will finally create bubbles.

·   由於上膠后經烘道乾燥之膠膜並不具接著強度，所以必須要求熱鼓須維持在50 ~ 
800C之貼合溫度及線壓力以確保膠水能活化，使膠膜能緊密貼合。
Due to the glued films that passed drying tunnels are no longer with adhesive strengths, we must ensure a 500C~800C of lamination heat supplying on hot rollers and pressures upheld on the spots of where two rollers attach to make sure the glue can be activated and our glued films can be stuck tightly together.
