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A new technology of strengthening and recovery of details based
on vibration roll burnishing is offered in the present article.
Experimental work and scientific conclusions are described.
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Introduction and

background

Cylinder shaped parts are one
of the mostly used in printing
presses. Its working characteris-
tics should prevent doubling and
ghosting effects, slur, incorrect ink
transfer and other problems.
Inking and dampening rollers,
plate, offset and printing cylin-
ders, transfer cylinders are one of
the main parts of every sheet-fed
machine. Metals and hard metals
are widely used for production of
such details [1].

Usually one of the main factors
of  destruction in  printing
machine’s details and parts during
their working life is the surface.
After few years of usage there are
a lot of chafed places, tear and
wear marks, microcracks and pull-
downs appear on cylinders and
rollers of printing machines, espe-
cially in offset printing. In such sit-
uation printing houses really need
the system and different methods
of prevention such defects and
decreasing of tear and wear
processes in printing equip-
ment.
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Increasing of service life of
parts and assemblies of printing
equipment, their usability is
achieved by a variety of methods,
like mechanical handling and
superficial plastic deformation
methods, as well as trapping deco-
ration and strengthening technolo-
gies causing corrosion resistance
and other types of coverage [2].

Mechanical, chemical, thermal
and laser strengthening was ana-
lyzed before general scientific and
experimental work. Analyze of all
possible variants showed that the
most cost-effective, efficient and
short way of changing the detail’s
surface, especially for cylinder
parts of printing presses, with
online hardening and strengthen-
ing is mechanical technology [3].

In some of the works devel-
oped technological processes
enhance usability detail using
chromium and finishing-strength-
ening processing [4, 5]. Such
technological features and limita-
tions do not allow the printing
houses to use the results of previ-
ous studies when restoring jour-
nals of shafts, rubber coating and
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inking shafts, current repair sur-
faces of offset cylinders etc. Other
development dedicated impreg-
nation aluminum, grey, zinc, sili-
con [6], but the question of devel-
opment of the whole system is not
considered.

According to the results of the-
oretical and practical researches,
one of the most effective solutions
for prevention of tear and wear
processes of such details is
mechanical finishing strengthen-
ing based on modified technology
of vibration roll burnishing [7]. The
method is not used in printing
industry, but well-known in other
areas of mechanical construction.
It is based on strengthening of

surface with a help of micro defor-
mation of material’s top layer
under vibration and rotation. As a
result surface got additional
molecular strengthening in the
areas outside of micro relief (see
Fig. 1).

There are different types of sin-
gle and elaborated surfaces after
strengthening. Different work-
loads, specific working conditions
and types of mechanisms require
different geometry of the micro
relief on surface (see Fig. 2).

Looking for specific of a print-
ing presses, the most reliable and
universal type is fully regular sur-
face microrelief (also known as IV
type of microrelief). This can be
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Fig. 1. Different types of surfaces after vibration roll burnishing
and strengthening
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Fig. 2. Geometric types of relief after strengthening of machines parts
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used for strengthening of surface
of dampening and inking rollers
before dressing the rubber sur-
face [8], offset cylinders before
installing underlay and offset
blanket [9], ductor rollers in incing
unit etc.

In the same time, some of the
details like driven shafts or trans-
fer cylinders require different
geometry because of kinematic
specific of paper release. For such
applications semi-regular
microrelief can be used [10].
Combination of this technology
with complex system of equip-
ment control brings a lot of bene-
fits, such as increasing the work-
ing time, production efficiency
etc.

Methods

Theoretical methods of re-
search

One of the main theoretical
works in CIS based on technology
of strengthening was presented
by Dr. Feldman, Dr. Shneider and
also adopted in works of Dr.
Zenkin. In different years scien-
tists were using method of vibra-
tion roll burnishing, but never for
printing presses and such details,
like offset and impression cylin-
ders, ink and dampening rollers,
grippers and gripping parts.

One of the biggest benefits of
method is based on changing of
the surface contact area together
with strengthening of details. This
parameter dramatically increase
adhesion between contact pairs
«metal—rubber», «metal—
paper», «metal—metal», increase
capacity of oil lubrication,
increase precision accuracy of
gripper mechanism which con-
tacts with paper [11].

For a variant of forming tetrag-
onal structure with strengthening
by fully regular microrelief the full
surface has deformation. The
most problematic is calculation of
place where the lines are crossed
(this should not be calculated
twice in the formula of contact
area). Surface contact area can
be showed in formula (1).

S = 2nRIk, (1)
where R — cylinder radius, | —
cylinder length, k — increasing
coefficient.

The last parameter can be
showed (2):

Ko S,(r,d,a)
dsino

(2)

where S (r, d, a) is area of tetrago-
nal rhombus.

Solving (2) can bring to the
final formula:

r. o d
k =4—tg—arcsin(—sina) -
d g2 (2r ) 3)

—l LZ* 1- 1—(isinoc)2).
2 dsina. 2r
To adopt (3) for standard

measurements:

k = asin? & (—2"
2 dsina
xarcsin(isinoc)— (4)
2r
1. 2r dsina, ,
—-— 1-,/1- .
2(dsinoc)( ( 2r )

This mathematical method was
developed to decrease the quanti-
ty of measurements and for mak-
ing computer program for recom-
mendations to make experimental
part of work.
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Experimental methods

of research

When analyzing a workload,
which is common for all types of
offset printing machines, one of
the most important factors in
decreasing of detail’s working
condition is appears. It is the
processes of tear and wear, corro-
sion and attenuation. There are a
lot of different factors can cause
such processes, but printing
house’s management can’t avoid
all of them — because of the spe-
cific of offset printing.

There are three main groups of
factors which are influence on
durability of the equipment —
component type, workload and
production. This means that
changing of one will change all
processes of tear and wear in
mechanism parts. Production
manager cannot decrease or
move out some of them (f.e.,
humidity or paper dust), but it is
possible to control them and
achieve the best standards. In the
same time we know, that every
company is working in a competi-
tive market, the workload must be
on maximum. So, printer will
change or cut this group —
increasing of the runs means
better progress in economic effi-
ciency.

But looking only for a produc-
tion factors, like service, preven-
tive overhaul or maintenance rate,
it is reasonable to remember
about preventive factors — com-
ponent type. To predict tear and
wear printing house and manufac-
turer of equipment can:

— change material of the com-
ponent;

— change working accuracy;

— improve surface coating;

— change type of the surface
etc.

Some of these methods are not
effective; some can bring addi-
tional benefits to the production
process. During the analysis
which was made in the Ukrainian
printing houses some main prob-
lems were found. The main — is
dependence between workload
for printing machinery and
tear/wear rate, control system
which is working at production,
preventive overhauls and quality
of printing. In the same time,
paper dust, aggressive chemistry,
dampening solutions and other
factors are lead to progressive
declining of printing equipment
and its components.

During the test a few main
groups of factors were analyzed.
The main task was to analyze the
level of influence of mechanical
strengthening to tear and wear
processes. One of the main char-
acteristics to be controlled was
quality of printed sheets.

Special algorithm of recovery
and mechanical strengthening
was offered. Test was made on a
different types of printing
machines (Heidelberg, KBA,
Adast). Duration of analyzed peri-
od was set up to 2 years.

As a main quality parameter,
which shows quality of working
characteristics on the machine,
ink register accuracy was chosen.
Other parameters to control: dot
gain and reproduction contrast.

Results

Engineering part

A new apparatus for vibration
roll burnishing was developed for
the experimental part of research.
It is based on special vibration
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Fig. 3. Apparatus for mechanical strengthening of cylinder shaped details built
on machine 16K20

impulse instrument with diamond
tool which was installed on stan-
dard machine 16K20 (see Fig. 3).
Materials where chosen
according to the surface charac-
teristics of details. In general, dur-
ing vibration roll burnishing the S
parameter should be controlled
(axial feed), P (pushing power), N
(frequency) and n (amplitude)
should be adopted. The variation
of shapes, sizes and placement of
microrelief on the surface
achieved with changing of param-
eters: S; P; N; ng. Dependence of
the depth of the channel power
(line of microrelief) handling
should be found experimentally.
Looking for kinematics features of
the details, the parameters was
chosen carefully: ng =40 revo, S =
= 2,5 mm/turn., ny; = 1400 min.-1,
e=1,5mm,i=35, P=280kg.

Constructional part
During the experiment the
main object was the offset printing

press Heidelberg Speedmaster
SM 102-6 with Alcolor system. In
this machine the printing group
consists from 21 shafts (see
Fig. 4). The group consists from: 4
ink rollers (1-4), 5 distributing ink
rollers (8, 10, 13, 18), dab (20),

Fig. 4. The scheme of ink and damp-
ening rollers with mounted microre-
lief in a printing press Heidelberg
Speedmaster SM 102 with Alcolor
system
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dampening rollers (22, 23, 25, 28)
etc.

In general case a process
includes: the removal of group of
ink rollers (1-4) from a printing
press, defectation, enhanceable
wear of necks, delete of old rub-
ber coverage, rolling, on rollers
(with the diameters of D1 = 42,0
mm, D2 = 52,0 mm, length L1 =
=1087,8 mm, hardness HRC
57-60) fully regular microrelief of
IV type.

As known, in a process the
most critical are parameters of
inflicted microrelief, and modes of
operations of equipment which is
used for its mounting. Going out
from kinematics features the
amount of turns of spindle (ny),
eccentricity (e), oscillation of
instrument (ng; ), feed of detail (S)
and correlation (i) which deter-
mines the mutual location of
inequalities. For this case the
parameters was: ng =40 revo, S =
= 2,5 mm/turn., ng; = 1400 min.-1,
e=1,5mm,i=35, P=80kg.

After the mounting of the
microrelief, the rubber is mount-

40

ed, and then the process of vul-
canization starts. After the facing
process to the width 1035 mm, the
roller is placed on polishing
machine, making a polish, con-
duct the static balancing. The last
step was printing test with meas-
uring the register accuracy, dot
gain and contrast. The same tech-
nological steps were made also
for other details.

Printing technology part

To increase adhesion for rub-
ber to metal body of inking roller a
fully regular microrelief was
applied. Increasing of contact
area was reached on 10-50 %
(after changing radius of instru-
ment head) or 10-40 % (after
changing of pushing power, see
Fig. 5.

Increasing of adhesion
between rubber and metal
allowed achieving better produc-
tivity and working life of inking and
dampening rollers. The tear and
wear resistance during the test
run with UV inks was increased on
60-90 %.
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Fig. 5. Dependence of contact area from pushing power of instrument for steel
30X (HRC = 45...48) and steel 45x (HRC = 62...65)
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Fig. 6. Average dot gain during printing before (dark) and after (light)strength-
ening of the surface

Mechanical strengthening of
other details, like offset, impres-
sion and transfer cylinders was
made with semiregular and fully
regular microrelief (Il and IV type).

Tear and wear resistance was
increased up to 34 %. In the same
time interesting result was shown
on parameters of quality. Dot gain
(parameter which shows increas-
ing of raster area after transfer on
paper from offset plate through
blanket) was much lower than
before mechanical finishing (see
Fig. 6).

The calculation for dot gain
parameter is:

_1-10"
~1-107m

D ()
_1-10 "

D )

nn

AS

1-10
where D, — optical density of
raster field or solid, N — coeffi-
cient of Jul-Nealsen (n-factor).

This effect takes place
because of the specific of printing
contact. In the process of printing
ink transferring from inking rollers

to aluminum offset plate and then
to offset rubber blanket. This
material consists from rubber sur-
face, textile and compressible lay-
ers.

When having a workload, it
squeezes, and has some
microdeformations. The main
loses goes from small moves
which blanket has on the metal
surface of the cylinder (see
Fig. 7). Vibration roll burnishing
increased contact area and print-
ing blanket covers offset cylinder

Fig. 7. Scheme of micromoves of
printing blanket in the process of
printing
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Fig. 8. Dot shape before strengthening (a) and after (b),
dot gain decreased

more accurate and allows reach-
ing of sharper dot reproduction
(see Fig. 8). It brings higher con-
trast during printing, lighter
impression and better conditions
of color reproduction.

The last part of experiment was
made on sheet transfer system,
especially on transfer and perfect-
ing cylinders. Vibration roll bur-
nishing allows increasing of work
stability (less double-sheets) and
its accuracy (see Fig. 9).

Discussion

As the experimental part
shown, the modified technology
of vibration roll burnishing can
bring new benefits to a printing
process especially during the
recovery process of cylinders,
driven shafts and other cylinder
shaped details. It cannot be wide-
ly used in small and middle-sized
printing houses, but it shown a
high efficiency in big printing
houses, like Banknote Printing
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Fig. 9. Average register accuracy during printing before (dark) and after (light)
strengthening of the surface
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Factory of Ukraine and others
which take part in the present
research.

Technology and offered meth-
ods of its usage allows increasing
the most problematic parameters
of every spare part: contact area
and tear resistance. This brings
new possibilities of usage polymer
materials in pair «metal—rubber»
and guarantees a better contact
filling of surface of details like ink-
ing and dampening rollers, cylin-
ders etc. The presented results
and technology are covered with
patents of Ukraine and approved
with more than 10 printing houses
of different sizes.

One of problematic questions
which were found during the pre-
sented research was connected
with strengthening of cylinders.
The recovery methods which are
usually offered when the pull-
downs appears on the surface of
cylinders are expensive and don’t
allow increasing of their working
characteristics. Offered technolo-
gy can solve the problem, but
increase the terms of recovery
and service for 3-5 days. Other
problem connected with usage of
cylinder packaging after the
process. The standard underlay
calibrated board and polyester
foils are not recommended,
because it can ruin the results
shown on Fig. 8. One of the possi-
ble ways is to use compressible
underpacking from manufacturers
of the printing blankets or use
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Apykapcbka MallMHa € BaXXJ/IMBOIO YaCTUHOIO OyAb-9KOro
nonirpa¢giyHoro BUpoOGHMLTBA i NOTPeOy€e 3HaAYHNX
KanitanoBknageHo. MexaHi3Mu, iki BAKOPUCTOBYIOTbLCS B
AaHOMYy oOnagHaHHi MaloTbh OyTU HaA3BUYAHO TOYHUMU, afxKe
ue BrJIMBaE Ha AKiCTb APYKOBaHUX BiaOUTKIiB. ArpecuBHe
cepenoBuLle, Take K papba, KOHLEHTPaTU 3BOJIOXEHHS,
nanepoBuii Nu, 3pOCTalOYi HAaBaHTa)XEeHHs, po6oTa B ABi 41 TpU
3MiHU, NPU3BOAATb A0 LUBUAKOIrO 3HOCY OKpeMux aeTtaneun Ta
BY3J1iB ApyKapcbKoro o6siagHaHHs. B pe3ynbrarTi, ApyKapcbka
MaLUMHa YacTille BUXOAUTb 3 naay Ta He A,03BOJISE OTPpUMaTun
BiAOUTKM BiAMIHHOT 9KOCTi. ICHY€E Benuka KinbKicTb TeXHIYHNX
pileHb, IKi MOXYTb nonepeauTn npouecu nepeayacHoro
3HOLUYBaHHSA, NpoTe GiNbLliCcTb 3 HNX a00 HEMOXXJINBO
3acTocyBaTv A0 geTanen umniHgpuiHor popmun, abo BOHU
noTpeOyloTb 3HA4YHUX KaniTaNoBKNaAeHb, WO He 3aBXAu
BUNpaBpaHo. B paHin cTtartTi 3anponoHoBaHa HOBITHA TEXHONOTIA
BiAHOBJIEHHSA AeTaNen Ta HaBeAeHi pe3ysibTaTu il NPaKTU4YHOro
BMNPOBaAXEHHS.

KniouoBi cnoea: mexaHiyHe BiAHOBJIEHHS, AeTalNb, APyKapCbka
MaLUMHa, NOBEPXHS, LUAIHAP, 3HOC.

MeyaTHaa MalwiMHa SBNSETCH BaXHOI YacTbio No6oro
nonurpadunyeckoro NPon3BoAcTBa U TpedyeT OCHOBAaTEe bHbIX
KanuTtasoBsioXXeHu. MexaHn3mbl, KOTOpPbie UCNOJIb3YIOTCH B
000pyAo0BaHMM TAKOrO TUMNA, AOJDKHbI ObITb 0COOEHHO TOYHbIMU,
TakK KaK 3TO HenocpeacTBeHHO BIMSEeT Ha Ka4eCTBO OTTUCKOB.
ArpeccuBHas cpepa, Takas KaKk KpacKu, KOHLEeHTpaTbl
yBnaXXHeHus, GyMma)kHas Mnbljib, NOBbILLUEHHbIE Harpy3ku, padora
B HECKOJIbKO CMEH, NPUBOAAT K NpeXaeBpeMeHHOMY U3HOCY
oTAEeNIbHbIX AeTanein nam uesnbixX y3710B Ne4aTHON MalluHbl. B
pes3ynbTate npexaeBpeMeHHOro u3Hoca geranen, ne4yatHoe
00GopyaoBaHuMe Yalle BbIXOAUT U3 CTPOS, a ero TeXHM4Yeckoe
COCTOSIHUE He pa3peLuaeT NoJy4YUTb BbICOKOKa4eCTBEHHbIe
otTuckun. CyuwiecteyeT 60blUOE KOIMYECTBO TEXHOIOrMYECKUX
pelueHnii, KoTopble NO3BOMIAIOT PEeLnTb Npoodnemy
npeXxaeBpeMeHHOro N3HOcCa, HO OHU IGO0 TPeOyIOT OrPOMHbIX U
He Bcerga onpaBAaHHbIX KanuTasIoBJIOXXEHUIN, IGO0 He MOoryT
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TEXHOJIOINIYHI NPOLECMHU

ObITb NPUMEHEHbI KO BCeM Tunam aeTtasjiei, B HaCTHOCTM,
K umnuHapuyeckum. B paHHou ctatbe npeacTaB/ieH HOBbIN
MeTon, BOCCTaHOBJIEHUSN AeTarnieil, a Tak )Xxe onucaHbl pe3yJibTaThbl
€ro NpaKkTn4ecKoro BHeApeHus.

KniouyeBblie cnoBa: MexaHn4eckoe BOCCTaHOBJIeHue, AeTalb,
neyaTHaa MmalinHa, NOBepxXHOCTb, LUJIUHAP, U3HOC.

PeueHnseHT — B. 1. LLepcTiok, O.X.H.,
npodecop, HTYY «KMI»

Hapiwna no pepakuii 03.04.14
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