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The past, present and future of transfer
printing are considered. New develop-
ments and new outlets are discussed,
with particular reference to vacuum
transfer,

Development up to 1976
It was, without doubt, the simplicity of
the transfer process that led so many
people, not previously connected with
printing, to buy transfer calenders. The
machines bought were small ones, having
a capacity ranging from 1 to 8 m/min.
Many of these newcomers in the field of
textile printing have succeeded in setting
up profitable businesses. They now need
larger calenders, with an output between
10 and 20 m/min. This higher production
is possible, since transfer calenders with a
cylinder diameter of 2.2 m and more are
now available. Also, in the years to come,
the number of transfer calenders will
increase, and this number will include
small, medium-sized and large calenders.
The product of these transfer printers
is characterized by the following: (a) The
use, almost exclusively of circular-knitted
polyester materials (b) Agreeable and
colourful, but unpretentious, designs, and
the absence of sophisticated photoprints
(c) Production mainly for over-the-
counter sales (frequently in street
markets), i.e. the goods are supplied not
via wholesalers, but direct to retailers.
The marketing activities of the
transfer-paper printers have also contri-
buted to the rapid increase in the con-
sumption of transfer paper. However, for
each big industrial country this increase
has been different, mainly because of the
varying influence of the chain-stores on
the textile industry. A good illustration is
the influence of Marks & Spencer Ltd on
this increase in the UK, whereas the
production of transfer prints is remark-
ably low in Italy, which nevertheless has
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more printing mills and print production
than any other European country. The
expected increase up to 1980 is especially
high for the UK and the USA.

The Situation Today
The position in 1976 is as follows:

There is an ever-increasing number of
transfer-paper printers. This number con-
sists partly of established paper printers
who are attracted by this (so far) profit-
able outlet. Also included, however, are
newcomers, frequently with experience in
the field of textiles, who are setting up
printing mills solely for transfer paper.
The first group uses its existing paper
printing capacity in flexo or gravure or
buys additional machinery. The second
group buys mainly adapted rotary-screen
printing machines or adapted roller-
printing machines. There has been
remarkable extension of the printing
capacity of the well-known suppliers of
printed transfer paper, e.g. Sublistatic,
Transprint, Transferprint, Orchard, and
many others. A rapidly growing number
of transfer printers now print their own
paper. An increasing number of textile
printers are engaged in transfer-paper
printing, partly to cover their own con-
sumption and partly for sale to other
transfer printers, e.g. Van Delden in
Germany and the USA, Miroglio in Italy,
Gillet Thaon in France, Gamma Holding
(Texoprint—Vlisco) in Holland, Estil in
Spain, and Textile Colouring in Canada.

There will soon be substantia! over-
production which will depress the price
of printed transfer paper. Prices of 25p
per vard and lower are already quite usual
for omnibus (multi-colour) designs.

As they extend their market area,
transfer printers are confronted with
more demands with relation to the
quality of their products, viz. mainten-
ance of the texture of the fabric, better
light fastness, better penetration, and
better fastness to ironing.

As well as textile printers, other
producers of textiles, e.g. manufacturers
of curtains, blankets and pile fabrics
envisage new outlets for their products,
firstly through extension of the width of
rotary-screen printing machines for paper
printing to 3.2 m and secondly through a

better colour yield.

Since it makes no difference to the
customer whether the fabric has been
printed by direct or by transfer printing,
the original paper printers were forced to
abandon their first market approach, viz.
the printing of gaudy and frequently
quadrochromatic designs. These designs
were therefore replaced by typical textile
designs that are mostly simple and less
conspicuous. Most of these designs, how-
ever, are printed with conventional
rotary-screen machines.

The growth of rotary-screen printing
over the past 12 years is illustrated by the
production of screens, which was more
than 650,000 in 1975. This rapid growth
was stimulated by the fact that this
process is much faster than flat-bed and
roller printing. Other advantages are
cheap screens with low design cost, short
change-over times, which make this
process suitable for short production runs
and the ease of screen engraving.

These considerations apply equally to
the printing of transfer paper on the
rotary-screen printing machine, a fact
recognized over the past three years by an
increasing number of (mostly successful)
transfer printers. Today 30 machines are
in operation, and it is estimated that they
will print ca 100,000,000 yd? in 1976.
By 1980, the figure should reach ca
400,000,000 yd?. A striking feature in
this connection is the short time needed
for plants to start operation, even when
the firm has no experience of printing.

It is probable that conventional
textile printing will continue to increase
in importance, although transfer printing
will show a somewhat quicker growth.
The transfer printer, however, will have
to produce prints of improved quality
and extend his output to woven as well as
knitted materials.

The Stork TC451 vacuum-transfer
printing machine is expected to have a
considerable influence. With this
machine, working at 210—215°C the
speed of transfer is 3—4 times faster than
is possible under atmospheric pressure,
viz. ca 40 m/min. Of even greater import-
ance is the fact that vacuum transfer
offers the possibility of printing fabrics
that, at present, are seldom or never
printed. These materials include:



(1) Acrylic blankets, complete pene-
tration being obtained at 210°C with
a speed of 5 m/min. The pre-raised
blanket can subsequently be given an
excellent finish

(2) Acrylic pile fabrics for the car and
furniture industries

(3) Long-pile articles as fur imitations
and shags and, for instance, bathroom
mats

(4) Net curtains, with high light-fastness
obtained by applying slowly sub-
liming dyes at 210°C and a speed of
20 m/min

(5) Textured polyester fabrics or knitted
materials printed at 180°C and ca 7.5
m/min.

Higher speeds, improved handle and
better penetration are the most important
features of this calender. Thanks to
proper selection of dyes, transfer printing
on acrylic, nylon and triacetate

fabrics will certainly increase.

A further innovation is solid dyeing
by ‘uni-transfer’, which is frequently
carried out on polyester--cotton fabrics
and on materials consisting of polyester—
wool or polyester--angora. Improved
efficiency in 1977 will enable woven and
knitted all-polyester fabrics to be uni-
printed with sufficient penetration. How-
ever, uni-transferring is unlikely to be
accepted by dyers: it will mainly provide
an additional outlet for the transfer print-
er.

Transfer printing on cotton and poly-
ester—cotton by, for example, processes
such as Hecowa, Toyobo DR~2 and
Shikibo, has not yet achieved the desired
quality level, while the pretreatment and
after-washing, which are indispensable, do
not contribute to the simplicity of the
process. In this case transfer printing has
to withstand keen competition from
pigment printing which, as a process, is

equally simple. Eventually, however, this
branch of transfer printing is likely to
gain full acceptance.

Other methods of transier printing,
e.g. MaxSpelio, Toyobo TPW and Dew-
Print, lack the simplicity of the heat-
transfer process and require wet treat-
ment, which is unwelcome to the transfer
printer, So far, these processes seem to
have little attraction for the traditional
textile printing mill.

Conclusion

Recent developments have reduced the
simplicity of the heat-transfer process to
some extent. For some applications,
careful selection of dyes is necessary, and
this will be an incentive for many transfer
printers to start printing their own paper,
especially when they have a vacuum-
transfer calender at their disposal.
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