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Description

TECHNICAL FIELD

[0001] The present invention generally relates to an
apparatus for coating a cylinder, (particularly but not ex-
clusively a wiping cylinder of an intaglio printing press)
with a plastic composition and to a method of using such
an apparatus.

BACKGROUND OF THE INVENTION

[0002] In intaglio printing presses, it is commonly
known to use a wiping cylinder contacting the plate cyl-
inder carrying the intaglio printing plate or plates as a
wiping device for wiping and cleaning the surface of the
intaglio printing plate or plates. The purpose of such a
wiping cylinder is to simultaneously press the ink depos-
ited onto the printing plates into the engravings and clean
the excess ink from the plenum of the printing plates, i.
e. the unengraved area of the printing plates outside the
engravings.
[0003] In order to achieve good printing quality, the
wiping cylinder is commonly designed in such a way that
its outer surface contacting the printing plates is both
physically and chemically resistant, i.e. is adapted to sus-
tain the high contact pressure and friction with the printing
plates and can withstand the physical and chemical con-
tact with the ink components and pigments, as well as
with the cleaning solutions which are used to clean the
surface of the wiping cylinder.
[0004] It has already been proposed to provide such a
wiping cylinder with an outer layer of resilient synthetic
composition, namely a heat-hardenable plastic compo-
sition such as PVC. US Patents US 3,785,286, US
3,900,595 and US 4,054,685 for instance disclose meth-
ods for making such wiping cylinders as well as appara-
tuses for implementing the said methods. These publi-
cations are incorporated by reference in the present ap-
plication, especially in respect to the material used for
forming such cylinders and to the machines and methods
used for building such wiping cylinders. Referring for in-
stance to the coating apparatus described in US
4,054,685, means are provided for mounting a cylinder
to be coated for horizontal rotation about its axis of rota-
tion. Coating is performed by rotating the cylinder past a
coating unit consisting of a straight-edged scraper blade
mechanism disposed at one side of the cylinder and
which extends parallel to the cylinder axis, this blade
mechanism being adapted to be moved towards 7 and
away from the cylinder. The blade mechanism consists
of two blades mechanically coupled to each other, name-
ly a lower blade and an upper blade which are jointly
designed to ensure a proper supply of heat-hardenable
plastic material to the surface of the cylinder to be coated
and allow adjustment of the thickness of the material to
be deposited. The blade mechanism is adapted to be
moved towards and away from the cylinder while main-

taining the straight edge of the lower blade (i.e. the edge
which extends along the length of the cylinder) parallel
to the axis of rotation of the cylinder. The plastic material
is supplied to the blade mechanism on top of the upper
blade which is disposed, during coating of the cylinder,
in an inclined relationship with respect to the cylinder so
as to form a reservoir between the upper side of the upper
blade and the periphery of the cylinder to be coated.
Means are provided for restraining flow of the plastic ma-
terial sideways from the reservoir. The blade mechanism
can be translated towards and away from the cylinder in
order to maintain a desired uniform spacing (a couple of
millimetres or less) between the straight edge of the lower
blade and the periphery of the cylinder along the full
length of the cylinder. The cylinder is rotated in a direction
to cause its periphery to move downwardly past the blade
mechanism to thereby apply to the periphery of the cyl-
inder a thin uniform layer of plastic composition having
a thickness determined by the spacing between the
straight edge of the lower blade and the periphery of the
cylinder. This layer of plastic material is heat-cured by
applying radiant heat to the cylinder throughout its length
as the cylinder is rotated so as to cause hardening of the
deposited layer of plastic material and produce a hard-
ened layer of the desired hardness. Several layers with
different hardnesses and thicknesses are preferably
formed in this way onto the cylinder surface.
[0005] According to the solutions described in US
4,054,685, radiant heat is applied to the cylinder by heat-
ing elements (such as heating lamps or resistor ele-
ments) which extends along the length of the cylinder
and around at least part of the periphery of the cylinder.
The position of these heating elements can be adjusted
manually with respect to the position of the cylinder in
order to obtain a substantially uniform heat distribution
over the whole length of the cylinder. Before the coating
process, a pyrometer is used to control the temperature
distribution along the cylinder, the pyrometer being dis-
placed manually in front of the cylinder. Once the initial
adjustment of the heating elements has been performed,
the pyrometer remains stationary in a mid-position and
functions as a sensor for the automatic heating control
whereby temperature and time are controlled according
to a predetermined program.
[0006] One disadvantage of the above solution resides
in the fact that each heating element extends along the
whole length of the cylinder and in that heating control
cannot be performed in a very precise manner along the
length of the cylinder, especially at the two ends of the
cylinder where temperature can fluctuate by a substantial
amount due to edge effects caused by the rotation of the
cylinder and the flow of air around the cylinder. Further,
heating control is performed based on a local measure-
ment of the surface temperature of the cylinder, i.e. at a
mid-position, which does not precisely reflect the tem-
perature profile along the whole length of the cylinder.
[0007] US Patent US 5,180,612 discloses another
coating apparatus which is fitted with a plurality of dis-

1 2 



EP 1 928 663 B1

3

5

10

15

20

25

30

35

40

45

50

55

crete heating elements (such as ceramic tiles) arranged
in a matrix of five or six rows of eight elements, each row
extending along the length of the cylinder. Each tile is
curved to present a concave surface which is directed
towards and somewhat follows the curvature of the cyl-
inder. The tiles are mounted at their rear end onto a stain-
less steel reflector mounted inside a hood part that can
be pivoted onto or away from the cylinder mounting lo-
cation.
[0008] Electrical power to each tile can be independ-
ently switched by a matrix panel of push buttons with
internal illumination capability such that those tiles which
are switched on at any instant are indicated by the illu-
mination of the corresponding push button. The heating
profile is thus displayed by the illumination states of the
push-buttons on the matrix panel. Further, the amount
of electrical power fed to the various tiles is controlled in
dependence upon the outputs of three non-contact IR
temperature sensors which monitor the temperature of
the surface of the cylinder. More precisely, left-hand side
and right-hand side outer sensors monitor all three, two
or the outermost one of the outer circumferential columns
of tiles at the left-hand and at the right-hand ends of the
matrix, respectively. These columns of the matrix are
thus independently controlled or isolated by the outer lo-
cated sensors. The remaining one of the eight columns
of tiles, in the middle of the matrix, that is the fourth and
fifth columns, or the third to sixth columns, or the second
to seventh columns, are capable of being electrically con-
trolled by a centrally positioned sensor.
[0009] A disadvantage of this solution resides in the
fact that heating control cannot again be performed in a
very precise manner along the length of the cylinder.
While the provision of three separate sensors helps in
achieving a more uniform control of the heating profile,
the proposed control scheme is still insufficient. Indeed,
at least one sensor (either the central sensor or each one
of the outer sensors) controls a plurality of columns of
heating elements, a common temperature measurement
being apparently used to adjust the heating power of all
the columns of heating elements associated to that sen-
sor. This again is not a satisfying solution because heat-
ing control is based on a local measurement of the sur-
face temperature of the cylinder which does not precisely
reflect the temperature profile along the portion of the
length of the cylinder that is subjected to the heating pro-
duced by the corresponding group of columns of heating
elements.
[0010] Another disadvantage of this solution resides in
the fact that the proposed configuration imposes con-
straints as to the location of the cylinder with respect to
the heating elements and the sensors. Indeed, as three
sensors are used to monitor the surface temperature of
the cylinder at the left-hand side, the middle part and the
right-hand side, respectively, the cylinder to be coated
must be located so that its mid-point faces more or less
precisely the centrally-located sensor and so that the out-
er sensors are still capable of reading the surface tem-

perature of the outer zones of the cylinder. In addition,
depending on the length of the cylinder to be processed,
one has to ensure that the outer columns of heating tiles
which emit IR radiations do not interfere with the outer
sensors. This implies either the complete switching-off
of outer columns of heating elements and/or locating the
outer sensors in such a manner that they do not directly
face the heating tiles that are not or partly hidden behind
the cylinder.

SUMMARY OF THE INVENTION

[0011] An aim of the invention is to improve the known
devices and methods
More precisely, it is an aim of the present invention to
provide an apparatus for coating a cylinder with a plastic
composition of the type comprising a heating device in-
cluding discrete heating elements arranged at least in
separate columns disposed parallel to one another along
the length of the cylinder, which is of simpler construction
that the known apparatuses.
[0012] Another aim of the present invention is to pro-
vide a coating apparatus which allows a better control
and adjustment of the heating profile of the cylinder along
its whole length.
[0013] Still another aim of the present invention is to
provide a coating apparatus which exhibits greater flex-
ibility and adaptability with respect to varying cylinder siz-
es and does not impose major constraints as regards the
particular location of the cylinder with respect to the heat-
ing elements and/or the temperature sensing system.
[0014] Yet another aim of the present invention is to
provide a coating apparatus allowing the manufacture of
cylinders exhibiting an increased coating quality.
[0015] A further aim of the present invention is to pro-
vide a method for applying controlling the heating of a
cylinder being coated.
[0016] These aims are achieved thanks to the appa-
ratus and method defined in the claims.
[0017] According to the invention, the temperature
sensing system used to measure the surface tempera-
ture of the cylinder is adapted to output a temperature
measurement profile representative of the surface tem-
perature of the cylinder measured along the length of the
cylinder, the temperature measurement profile being
subdivided into a plurality of zones each associated to
one corresponding column of heating elements. The
processing unit is adapted to control operation of each
column of heating elements on the basis of the surface
temperature measured within at least one of said zones.
Thanks to this heating control scheme, each column of
heating elements is controlled on the basis of a temper-
ature measurement derived from the portion of the cyl-
inder surface that is subjected that that column of heating
elements. In contrast to the previous solutions, each col-
umn of heating elements can thus be controlled in direct
dependence of the surface temperature of the corre-
sponding portion of the cylinder surface and not in de-
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pendence of a temperature measurement taken at an-
other location. Further, the subdivision into zones ena-
bles a selective adjustment of the heating profile along
the length of the cylinder.
[0018] Advantageous embodiments of the invention
are the subject-matter of the dependent claims.

BRIEF DESCRIPTION OF THE DRAWINGS

[0019] Other features and advantages of the present
invention will appear more clearly from reading the fol-
lowing detailed description of embodiments of the inven-
tion which are presented solely by way of non-restrictive
examples and illustrated by the attached drawings in
which:

Figure 1 is a perspective view of an embodiment of
the coating apparatus showing a hood part of the
apparatus in an open state ;
Figure 2 is a perspective view of the coating appa-
ratus of Figure 1 showing the hood part of the appa-
ratus in a closed state ;
Figure 3a is a schematic front view of the coating
apparatus of Figures 1 and 2;
Figure 3b is a schematic side view of the coating
apparatus taken perpendicularly to the axis of rota-
tion of the cylinder, from the right-hand side of the
apparatus;
Figure 4 is a schematic front view illustrating the dis-
position of the cylinder with respect to the supporting
means, the heating means and the temperature
sensing means of the coating apparatus ;
Figure 5 is a schematic front view illustrating in great-
er details the heating means and associated zones
on the basis of which heating control is performed ;
Figure 6 is a schematic diagram of a temperature
measurement profile measured along the length of
the cylinder as it would be outputted by the temper-
ature sensing system at a point in time during
processing of the cylinder where the surface of the
cylinder is heated to reach a determined
temperature ; and
Figure 7 is a schematic illustration of an additional
capability of the system enabling the operator to
manually adjust the heating profile for each heating
zone.

EMBODIMENTS OF THE INVENTION

[0020] Figure 1 shows a perspective view of an em-
bodiment of a coating apparatus according to the inven-
tion, designated globally by reference numeral 1. The
coating apparatus 1 comprises a main machine body 2
which supports means 3 for horizontally mounting a cyl-
inder to be coated (cylinder not shown in this Figure) for
rotation about its axis of rotation, a coating unit 4 com-
prising, in this illustrative example, a blade mechanism
with a single blade 40 disposed on one side of the cylinder

for the application of the heat-hardenable plastic compo-
sition (the blade mechanism is shown in Figure 1 in a
rest position which is pulled back away from the cylinder
mounting location), driving means 5 (e.g. an electric mo-
tor or the like) for rotating the cylinder in a direction to
cause its periphery to move past the coating unit 4, and
heating means 6 for applying radiant heat to the cylinder
throughout its length as the cylinder is rotated to cause
hardening of the deposited layer of plastic composition.
[0021] Not shown in the drawings is a central process-
ing unit equipped with a user interface, known per se in
the art, that is coupled to the functional parts of the ma-
chine and enables the operator to operate and interact
with the machine. This central processing unit preferably
includes a computer unit hosting the software need to
run and control the coating apparatus, which computer
unit is coupled to a graphic user interface advantageously
taking the form of a touch screen mounted on a pivotable
supporting arm coupled at the frontal side of the machine
body 2 (preferably on the right-hand corner of the frontal
side of the machine 2) so that the operator can adjust
and monitor the various parameters of the machine while
facing the cylinder from the frontal part of the machine.
The computer unit may be installed in the machine body
2 or in a separate electronic cabinet disposed proximate
to the coating apparatus 1. Within the scope of the
present invention, the central processing unit in particular
performs control of the operation of the heating means
6 as a function of a temperature measurement of the
surface of the cylinder as this will be explained hereinafter
in detail.
[0022] In this preferred embodiment, the heating
means 6 are located in a movable hood part 7 which can
be pivoted onto or away from the cylinder location by an
actuation mechanism 70 (such as a pneumatically-actu-
ated arm coupled at one extremity to the main machine
body 2 and at the other extremity to the hood part 7). The
hood part 7 is advantageously provided with a hood body
71 and a window panel 72 comprising a window frame
carrying a transparent heat-resistant glass window 73.
In this example, the window panel 72 is preferably mount-
ed rotatably at its upper part onto the hood body 71 by a
pair of hinge members 72a, 72b, the window panel 72
being shown in an open position in Figure 1. This window
panel 72 enables the operator to have a clear view of the
cylinder surface during both coating and heating of the
cylinder when the hood part 7 is in its closed position
(even when the panel 72 is closed onto the hood part 7).
In the preferred embodiment as shown, the window panel
72 is further coupled to the hood body 71 by a pair of
piston-like supporting members 74a, 74b enabling the
window panel 72 to remain in any of a plurality of open
positions.
[0023] The heating means 6 include a plurality of indi-
vidual heating elements 60 (preferably ceramic heating
elements shaped like curved tiles) mounted on a curved
supporting frame 62 located inside the hood part 7. In
this illustrative example, the heating elements 60 are ar-
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ranged so as to form an array of eight columns of six
heating elements each that are mounted on the curved
supporting frame 62 so as to follow the curvature of the
cylinder to be coated and extend along the full length of
the cylinder.
[0024] Aspiration means, not shown in detail in the Fig-
ures, are further provided in the hood part 7 so as to
suitably aspirate the fumes that are generated during the
coating and heating processes. These fumes are prefer-
ably evacuated to an external condensation and/or filter
unit (not shown) before disposal.
[0025] The means 3 for horizontally mounting the cyl-
inder to be coated for rotation about its axis of rotation
include a pair of bearings 3a, 3b that resemble the head-
stock and tail-stock, respectively, of a lathe. The head-
stock 3a holds a revolving spindle driven by the driving
means 5 for coupling with one extremity of the cylinder
to be coated and for driving the cylinder into rotation. The
tail-stock 3b can be moved axially along the axis of rota-
tion of the cylinder to be coated to be secured to the other
extremity of the cylinder and to accommodate different
lengths of cylinder. If necessary, shaft extensions can be
secured to one or both of the head-stock 3a and tail-stock
3b in order to mount short cylinders.
[0026] As mentioned hereinabove, the coating unit 4
is shown in Figure 1 in a rest position (or cleaning posi-
tion). The blade 40 is mounted on the coating unit 4 so
as to be able to rotate about a rotation axis which is sub-
stantially parallel to the axis of rotation of the cylinder to
be coated. More precisely, in the rest position, the blade
40 is rotated in such a manner that waste material from
the coating process can be cleaned away from the blade
into a collecting receptacle 45 disposed underneath the
blade 40 (in this example the blade 40 is rotated in such
a way that its upper side is oriented towards an operator
which would face the frontal part of the machine). This
collecting receptacle 45 is advantageously secured to
the coating unit 4 so as to follow its movement toward
and away from the cylinder to be coated. The collecting
receptacle could alternatively be fixedly secured to the
machine body 2.
[0027] The coating unit 4 is adapted to be moved to-
wards and away from the cylinder to be coated. To this
end, the coating unit 4 is coupled to translation means
comprising a pair of guide members 8a, 8b located on
each side of the coating unit 4. Translation of the coating
unit 4 onto the guide members 8a, 8b is induced by suit-
able driving means, preferably electrical motors. The
translation means ensure appropriate displacement of
the coating unit 4 between the cleaning position, shown
in Figure 1, and the operating position (or coating posi-
tion), shown in Figure 2, as well as micrometric retraction
of the coating unit 4 away from the surface of the cylinder
during the coating operation.
[0028] Figure 2 is a perspective view of the embodi-
ment of Figure 1 showing the hood part 7 in its closed
position (the window panel 72 being still shown in an
open state) and the coating unit 4 in its coating position.

Figure 2 also shows the tail-stock 3b moved axially to-
wards the head-stock 3a as this would be the case after
having mounted a cylinder to be coated between the
head-stock 3a and tail-stock 3b (no cylinder being again
shown in Figure 2 for the sake of simplification).
[0029] Figure 2 further shows that the blade 40 of the
coating unit 4 is rotated towards the cylinder to be coated,
the straight edge 40a of the blade 40 (see Figure 1) being
directed towards the periphery of the cylinder. More pre-
cisely, the blade 40 is disposed, during coating of the
cylinder, in an inclined relationship with respect to the
cylinder so as to form a reservoir between the upper side
of the blade 40 and the periphery of the cylinder for re-
ceiving a supply of heat-hardenable plastic composition.
[0030] Rotation of the blade 40 between the cleaning
position shown in Figure 1 and the coating position shown
in Figure 2 is advantageously performed by means of an
actuator 42 (such as a pneumatic piston) actuating a ro-
tating arm 43 coupled to the underside of the blade 40
via a shaft member 44 (the shaft member 44 being mount-
ed between two bearings 44a, 44b supported at each
side of the coating unit 4 on the guide members 8a, 8b).
The means 42, 43, 44 for causing rotation of the blade
40 form means for discontinuing the application of the
plastic composition at the end of the coating process.
[0031] Figure 3a is a schematic front view of the ap-
paratus of Figures 1 and 2 taken approximately perpen-
dicularly to the window panel 72 (in the closed position),
while Figure 3b is a side view of the coating apparatus 1
taken perpendicularly to the axis of rotation of the cylinder
C (from the right-hand side of the machine) showing the
hood part 7 in the closed state, pivoted onto the cylinder
mounting location by the actuation mechanism 70. The
elements already mentioned hereinabove in connection
with Figures 1 and 2 are again designated by their cor-
responding reference numerals. The coating unit 4 is not
shown in Figures 3a and 3b, but it will be understood
that, during coating of the cylinder C, the coating unit 4
would be displaced forward as shown in Figure 2 to be
brought close to the peripheral surface of the cylinder C.
During the coating operation, the coating unit 4 is retract-
ed micrometrically away from the peripheral surface of
the cylinder C, while maintaining a desired small spacing
(a couple of millimetres or less) between the blade 40 of
the coating unit and the surface of the cylinder C, this
spacing defining the thickness of the layer of plastic ma-
terial applied onto the surface of the cylinder. At the end
of the coating process, the blade 40 is rotated to discon-
tinue application of the plastic material and the coating
unit 4 is pulled back to its cleaning position illustrated in
Figure 1.
[0032] Also shown in Figures 3a and 3b is the temper-
ature sensing system, designated globally by reference
numeral 9, used for measuring the surface temperature
of the cylinder C and outputting a temperature measure-
ment profile (designated hereinafter by reference TM)
representative of the said surface temperature of the cyl-
inder C measured along its length. Preferably, this tem-
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perature sensing system 9 includes a single contact-less
sensor 90 fixedly secured to the machine body 2 and
which is adapted to scan the whole length of the cylinder
C. This sensor 90 is advantageously an infrared (IR) sen-
sor which optically scans the surface of the cylinder C
and measures the infrared emissivity of the surface of
the cylinder in order to derive a temperature measure-
ment of the said surface. According to this preferred em-
bodiment, the sensor 90 is disposed approximately in a
mid-position with respect to the heating means 6.
[0033] Preferably, the temperature sensing system 9
is adapted to output a temperature measurement profile
TM comprising a plurality of measurement samples taken
along the length of the cylinder C. The sample resolution
(i.e. the number of samples per unit of distance), should
be chosen with a view to generate a temperature meas-
urement profile TM having a sufficient preciseness. For
the sake of example, a sample resolution of the order of
0,2 to 0,3 samples per millimetre was found to be ade-
quate for this application. With such a sampling resolu-
tion, the temperature measurement profile TM of a cylin-
der having a length of 900 mm would include between
180 and 270 successive samples.
[0034] Rather than a centrally-located sensor as illus-
trated in Figures 3a and 3b, one could alternatively use
a line sensor extending along a parallel to the axis of
rotation of the cylinder C and adapted to take a snap-
shot of a complete line on the surface of the cylinder C.
A centrally-located scanning sensor is however preferred
because of its smaller dimensions and usually lower cost.
[0035] Figure 4 is a schematic view of the coating ap-
paratus showing only the heating means 6, the temper-
ature sensing system 9 with its sensor 90, the head-stock
3a of the supporting means 3 and the cylinder C. The
shaft portions of the cylinder C are not illustrated in the
drawing but it will be understood that such shaft portions
will be coupled to the head-stock 3a and tail-stock 3b
respectively. Each one of the eight columns of heating
elements 60 is schematically illustrated on the upper part
of Figure 4 and designated by corresponding references
60a to 60h (from the left to right), columns 60a and 60h
designating the two outer-located columns of heating el-
ements 60. Also shown in Figure 4, are two additional
heating elements 601, 602 (or lateral heating elements)
placed on the left-hand side and right hand side of the
cylinder C. These two heating elements 601, 602, not
illustrated in the previous Figures, might advantageously
be disposed in the vertical side panels located on the left-
hand side and right-hand side of the hood body 71. The
purpose of these lateral heating elements 601, 602 is to
apply heat to each extremity of the cylinder C. These two
lateral heating elements 601, 602 can help maintaining
a desired heating temperature at the two ends of the cyl-
inder C where temperature may fluctuate due to air dis-
turbances caused by the rotation of the cylinder.
[0036] In this context, it can also be advantageous to
construct the heating means 6 in such a way that the
heating power of at least the two outer-located columns

60a and 60h of heating elements 60 is greater than the
centrally-located columns 60b to 60g, so as to compen-
sate for temperature losses that can be encountered at
the two ends of the cylinder C and avoid the use of the
heating elements 601 and 602.
[0037] In Figure 4, one can notice that the scanning
area of the sensor 90 is wider than the effective meas-
urement area enclosing the cylinder C (which measure-
ment area is indicated by dashed-hatched lines in the
Figure). The scanning area of the sensor 90 should be
selected in such a way as to be able to scan a wide range
of cylinder sizes (the cylinder C shown in Figure 4 rep-
resenting one of the larger cylinder sizes that can be proc-
essed in the coating apparatus). One will understand
that, for smaller cylinder sizes, the effective measure-
ment area enclosing the cylinder would be correspond-
ingly smaller. As a matter of fact, the effective measure-
ment portion of the temperature measurement profile TM
will depend not only on the dimensions of the cylinder,
but also on its mounting position within the apparatus, or
more precisely the position between the head-stock 3a
and tail-stock 3b of the supporting means 3. In the illus-
trative example, the effective measurement area is de-
fined by a starting point P1 and end point P2 which can
be determined on the basis of distance values d0, L0 and
r0 which are shown in Figure 4. Distance values L0 and
r0 are respectively the cylinder length and cylinder radius
of cylinder C, while distance value d0 is the cylinder offset,
i.e. the distance between the extremity of the cylinder C
secured to the head-stock 3a and a reference situated
in this example of the left-hand side of the machine body
2. The three values d0, L0 and r0 can advantageously be
stored in a central processing unit (not shown) as settings
parameters for each type of cylinder to be processed
onto the coating apparatus. By selecting the appropriate
settings parameters corresponding to the cylinder to be
coated, the effective measurement area of the sensor 90
can thus be automatically adjusted without this requiring
a particular setting manipulation from the operator.
[0038] It will be appreciated that the cylinder radius r0
is considered as a setting parameter for adjusting the
effective measurement area of the centrally-located sen-
sor 90 of the preferred embodiment illustrated in the Fig-
ures. Consideration of this parameter might however not
be necessary in the case of a sensing system using a
line sensor extending parallel to the axis of rotation of
the cylinder C as sensing would occur substantially per-
pendicularly to the axis of rotation of the cylinder C.
[0039] In summary, according to a preferred embodi-
ment, the temperature sensing system 9 is adapted to
scan an area greater than the area of the cylinder C and
the processing unit is adapted to isolate an effective
measurement portion of the temperature measurement
profile Tm corresponding to the cylinder C to be coated
based on the dimensions (L0, r0) and position (d0) of the
cylinder C, control of the operation of the heating means
6 being based on this effective measurement portion of
the temperature measurement profile Tm.
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[0040] One will understand that an advantage of the
scanning scheme explained hereinabove resides in the
fact that the actual position of the cylinder C with respect
to the heating means 6 and/or the sensing system 9 is
of little importance as long as the whole length of the
cylinder C can be heated by the heating means 6 and
can be scanned by the sensing system 9. Hence, the
cylinder C does not need to be disposed in a symmetrical
manner with respect to the heating means 6 and/or sens-
ing system 9. This in particular gives greater flexibility as
regards the manner in which the cylinder C is to be mount-
ed on the supporting means 3, 3a, 3b.
[0041] Figure 5 is a schematic view of the coating ap-
paratus showing only the cylinder C and the heating
means 6 with the eight columns of heating elements 60a
to 60h and the two optional lateral heating elements 601,
602. According to the invention, a distinct zone is defined
and associated to each column 60a to 60h of heating
elements 60, as well as to the lateral heating elements
601 and 602. More precisely, a total of ten zones desig-
nated by references Z0 to Z9 is defined, zones Z0 and
Z9 being respectively associated to lateral heating ele-
ments 601 and 602, while zones Z1 to Z8 respectively
correspond to columns of heating elements 60a to 60h.
The purpose of this zone subdivision will be explained
with reference to Figure 6.
[0042] Figure 6 is a schematic diagram illustrating a
temperature measurement profile TM measured along
the length of the cylinder C (which cylinder C is schemat-
ically represented in dashed lines in Figure 6) as it would
be outputted by the sensing system 9 at a moment in
time during processing of the cylinder C where the sur-
face of the cylinder is heated to reach a determined tem-
perature tC. In Figure 6, the temperature measurement
profile TM is represented for the whole scanning area of
the sensor 90. One will however understand that only a
portion of the temperature measurement profile TM is ex-
ploited for the purpose of heating control, namely the
measurement portions between points P1 and P2 in Fig-
ure 6 that correspond to the two extremities of the cylinder
C being processed. The remaining part of the tempera-
ture measurement profile TM is not taken into account.
In this particular example, the portion of the temperature
measurement profile TM used for the purpose of heating
control overlaps with zones Z1 to Z8 corresponding to
the columns of heating elements 60a to 60h (as defined
in Figure 5), there being only a partial overlap with zones
Z1 and Z8.
[0043] Operation of each column of heating elements
60a to 60h is controlled on the basis of the corresponding
portion of the temperature measurement profile TM lo-
cated within the associated zone Z1 to Z8, or more pre-
cisely on the basis of the series of measurement samples
located within that zone. For each zone, a temperature
measurement value is computed by the central process-
ing unit on the basis of the measurement samples includ-
ed in that zone and this value is used to adjust operation
(i.e. the effective heating power output) of the associated

column of heating elements. This temperature measure-
ment value can advantageously be defined as the mean
value or the maximum value among the corresponding
series of measurement samples.
[0044] During heating of the cylinder C, operation of
each column of heating elements 60a to 60h is adjusted
on the basis of the temperature value derived for each
corresponding zone Z1 to Z8. More precisely, once a
desired surface temperature tC is reached the power out-
put of each column of heating elements 60a to 60h is
adjusted so as to maintain the surface temperature of
the cylinder around the desired surface temperature tC.
[0045] The lateral heating elements 601, 602 (zones
Z0 and Z9) can be operated at a determined nominal
value during the whole heating process (i.e. independ-
ently of the other heating elements). Preferably, opera-
tion of the lateral heating elements 601, 602 is coupled
to one of the columns of heating elements 60a to 60h (i.
e. in dependence of the other heating elements). In the
illustrative example, operation of the lateral heating ele-
ments 601, 602 may for instance be coupled to zones
Z1 and Z8 respectively. In this way, once the desired
surface temperature is reached, operation of the lateral
heating elements 601, 602 will follow that of columns of
heating elements 60a and 60h respectively.
[0046] One will appreciate, that depending on the di-
mensions of the cylinder (especially for smaller-sized cyl-
inders) there might be no overlap at all between one or
more zones (for instance the outer-located zone Z1
and/or Z8) and the effective measurement portion of the
temperature heating profile TM used for the purpose of
heating control. In this case, the column of heating ele-
ments corresponding to that zone for which there is no
overlap could simply be switched off. Preferably, rather
than switching off this column, it is more advantageous
to couple operation of the column of heating elements to
the neighbouring one (for instance coupling operation of
column 60a with that of column 60b and/or coupling op-
eration of column 60h with that of column 60g).
[0047] In the foregoing, zones Z1 to Z8 are defined as
distinct non-overlapping zones. It might however be ad-
vantageous to define zones Z1 to Z8 as partly overlap-
ping zones, part of the measurement samples belonging
accordingly to two neighbouring zones. Overlapping of
the zones might particularly be useful in case there is a
substantial overlap between the radiation area of the col-
umns of heating elements (i.e. when two neighbouring
columns of heating elements both contribute to heating
a common portion of the surface of the cylinder). The
amount of overlap between the zones would be deter-
mined on the basis of the "heating overlap" between two
neighbouring columns of heating elements.
[0048] In order to provide even greater flexibility to the
operator to adjust operation of the heating elements, it
might further be advantageous to be able to additionally
adjust operation of the heating elements within each of
the zones Z0 to Z9 in a manual manner. Figure 7 sche-
matically illustrates this additional adjustment capability.
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Each zone Z0 to Z9 is schematically depicted in Figure
7 as a vertical bar. The horizontal zero line at mid distance
illustrates a zero adjustment of the zones, i.e. a normal
setting by which operation of the heating elements with
the zones Z0 to Z9 follows the general settings, namely
reaching and maintaining a common target surface tem-
perature tC. The upper and lower horizontal lines respec-
tively represent the maximum temperature offset above
and below the general temperature setting (for example
+10°C above tC and -10°C below tC). The dashed-
hatched lines in Figure 7, schematically illustrate a pos-
sible manual setting by which zones Z0 and Z9 (i.e. the
zones encompassing the lateral heating elements 601,
602) are operated +10°C above the desired surface tem-
perature tC and zones Z1 and Z8 are operated approxi-
mately +4°C above the desired surface temperature tC,
the other zones Z2 to Z7 remaining at their nominal ad-
justment setting. This enables the operator to selectively
adjust the heating profile of the heating means 6 for each
heating zones Z0 to Z9.
[0049] It will be understood that various modifications
and/or improvements obvious to the person skilled in the
art can be made to the embodiments described herein-
above without departing from the scope of the invention
defined by the annexed claims. For example, rather than
scanning the cylinder and its surrounding area and there-
after selecting the appropriate measurement portion from
the resulting temperature measurement profile, it might
be envisaged to adjust the temperature sensing system
so that it scans only the effective surface of the cylinder.
The scanning scheme proposed hereinabove is however
preferred because it does not require specific adjustment
of the temperature sensing system, all the processing
being done by the central processing unit. Further, scan-
ning the whole area provides a useful information regard-
ing the temperature behaviour at the two ends of the cyl-
inder. In addition, the sharp decline at the left-hand side
and right-hand side in the temperature measurement pro-
file (as illustrated in Figure 6) provides useful confirma-
tion of the effective dimensions of the cylinder.
[0050] In the foregoing, one will understand that the
apparatus is adapted to perform coating of the cylinder
C according to the following step-by-step operation
scheme:

(a) the cylinder C is mounted horizontally for rotation
about its axis of rotation ;
(b) the cylinder C is driven into rotation ;
(c) the surface of the cylinder C is pre-heated by
means of the heating means 6 while the cylinder C
is rotated ;
(d) a layer of heat-hardenable plastic composition is
applied onto the pre-heated surface of the cylinder
C ; and
(e) the layer of heat-hardenable plastic composition
applied onto the surface of the cylinder C is heat-
cured by means of the heating means 6.

[0051] Each of step (c) and step (e) include the steps
of (i) measuring the surface temperature of the cylinder
C along the length of the cylinder, and (ii) controlling op-
eration of the heating elements 60 as a function of the
measured surface temperature and a desired tempera-
ture setting tC. According to the invention, the measuring
step (i) includes outputting the temperature measure-
ment profile TM representative of the surface temperature
of the cylinder measured along the length of the cylinder,
the temperature measurement profile TM being subdivid-
ed into a plurality of zones Z1 to Z8 each associated to
one corresponding column of heating elements 60a to
60. On the other hand, controlling step (ii) includes con-
trolling operation of each column of heating elements 60a
to 60h on the basis of the surface temperature measured
within at least one of the zones Z1 to Z8.

Claims

1. An apparatus (1) for coating a cylinder, in particular
a wiping cylinder of an intaglio printing press, with a
plastic composition comprising :

supporting means (3, 3a, 3b) for horizontally
mounting a cylinder (C) for rotation about its axis
of rotation ;
a coating unit (4) disposed on one side of the
cylinder for selectively applying a layer of heat-
hardenable plastic composition onto the surface
of the cylinder (C) ;
driving means (5) for rotating the cylinder (C) in
a direction to cause its peripheral surface to
move past said coating unit (4) ;
heating means (6) for applying radiant heat to
said cylinder (C) throughout its length as said
cylinder is rotated, said heating means including
a plurality of discrete heating elements (60) dis-
tributed along the length of the cylinder and
around at least part of the peripheral surface of
the cylinder (C), said heating elements (60) be-
ing arranged at least in separate columns (60a
to 60h) disposed parallel to one another along
the length of the cylinder;
a temperature sensing system (9) for measuring
the surface temperature of the cylinder (C) along
the whole length of the cylinder; and
a processing unit coupled to the temperature
sensing system (9) for controlling operation of
said heating elements (60) as a function of the
measured surface temperature and a desired
temperature setting (tC),
wherein said temperature sensing system (9) is
adapted to output a temperature measurement
profile (Tm) representative of the surface tem-
perature of the cylinder measured along the
whole length of the cylinder, which temperature
measurement profile comprises a plurality of
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measurement samples taken along the length
of the cylinder (C), said temperature measure-
ment profile being subdivided into a plurality of
zones (Z1 to Z8) each associated to one corre-
sponding column of heating elements (60a to
60h), each zone (Z1 to Z8) encompassing a cor-
responding series of measurement samples,
and
wherein the processing unit is adapted to control
operation of each column of heating elements
(60a to 60h) on the basis of the surface temper-
ature measured within at least one of said zones
(Z1 to Z8).

2. The apparatus according to claim 1, wherein, for
each zone (Z1 to Z8), said processing unit is adapted
to compute a temperature measurement value
based on the series of measurement samples of the
zone (Z1 to Z8), said temperature measurement val-
ue being defined as the mean value or maximum
value among the series of measurement samples of
the zone.

3. The apparatus according to claim 1 or 2, wherein the
zones (Z1 to Z8) are non-overlapping zones of said
temperature measurement profile (Tm).

4. The apparatus according to claim 1 or 2, wherein the
zones (Z1 to Z8) are overlapping zones of said tem-
perature measurement profile (Tm).

5. The apparatus according to any one of the preceding
claims, wherein at least one column of heating ele-
ments is controlled totally or partly on the basis of
the zone of a neighbouring column of heating ele-
ments.

6. The apparatus according to any one of the preceding
claims, further comprising lateral heating elements
(601, 602) for applying radiant heat to each extremity
of the cylinder (C).

7. The apparatus according to claim 6, wherein oper-
ation of each of said lateral heating elements (601,
602) is controlled on the basis of the surface tem-
perature measured within at least one of said zones
(Z1 to Z8).

8. The apparatus according to any one of the preceding
claims, wherein a heating power of at least the two
outer-located columns of heating elements (60a,
60h) is greater than the centrally-located columns of
heating elements (60b to 60g).

9. The apparatus according to any one of the preceding
claims, wherein said temperature sensing system (9)
is adapted to scan an area greater than the area of
the cylinder and wherein said processing unit is

adapted to isolate an effective measurement portion
of said temperature measurement profile (Tm) cor-
responding to the cylinder (C) to be coated based
on the dimensions (L0, r0) and position (d0) of the
cylinder (C), said processing unit performing control
of operation of said heating means (6) based on said
effective measurement portion of the temperature
measurement profile (Tm).

10. The apparatus according to any one of the preceding
claims, wherein said temperature sensing system
comprises a single contact-less sensor (90) fixedly
secured to the apparatus and which is adapted to
scan the whole length of the cylinder.

11. The apparatus according to claim 10, wherein said
temperature sensing system is centrally located.

12. The apparatus according to any one of claims 1 to
9, wherein said temperature sensing system com-
prises a line sensor extending along a parallel to the
axis of rotation of the cylinder (C) and adapted to
take a snap-shot of a complete line on the surface
of the cylinder.

13. The apparatus according to any one of the preceding
claims, wherein a heating output of the heating ele-
ments is additionally manually adjustable.

14. A method for coating a cylinder (C), in particular a
wiping cylinder of an intaglio printing press, with a
plastic composition comprising the following steps:

(a) mounting a cylinder (C) horizontally for rota-
tion about its axis of rotation ;
(b) driving the cylinder (C) into rotation ;
(c) pre-heating the surface of the cylinder (C) by
means of heating means (6) while the cylinder
(C) is rotated, said heating means (6) applying
radiant heat to said cylinder throughout its length
and including a plurality of discrete heating ele-
ments (60) distributed along the length of the
cylinder and around at least part of the periph-
eral surface of the cylinder (C), the heating
means being arranged at least in separate col-
umns (60a to 60h) disposed parallel to one an-
other along the length of the cylinder;
(d) applying a layer of heat-hardenable plastic
composition onto the surface of the cylinder (C) ;
and
(e) heat-curing the layer of heat-hardenable
plastic composition applied onto the surface of
the cylinder (C) by means of the said heating
means (6),

said steps (c) of pre-heating and (e) of heat-curing
each including the steps of:
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(i) measuring the surface temperature of the cyl-
inder (C) along the whole length of the cylinder;
and
(ii) controlling operation of the heating elements
(60) as a function of the measured surface tem-
perature and a desired temperature setting (tC),

wherein measuring step (i) includes outputting a tem-
perature measurement profile (TM) representative of
the surface temperature of the cylinder measured
along the whole length of the cylinder, which tem-
perature measurement profile comprises a plurality
of measurement samples taken along the length of
the cylinder (C), said temperature measurement pro-
file being subdivided into a plurality of zones (Z1 to
Z8) each associated to one corresponding column
of heating elements (60a to 60h), each zone (Z1 to
Z8) encompassing a corresponding series of meas-
urement samples, and
wherein controlling step (ii) includes controlling op-
eration of each column of heating elements (60a to
60h) on the basis of the surface temperature meas-
ured within at least one of said zones (Z1 to Z8).

Patentansprüche

1. Vorrichtung (1) zum Beschichten eines Zylinders,
insbesondere eines Wischzylinders einer Tiefdruck-
presse, mit einer Kunststoffzusammensetzung, um-
fassend:

Stützmittel (3, 3a, 3b) zum horizontalen Befes-
tigen eines Zylinders (C) zur Drehung um seine
Drehachse;
eine Beschichtungseinheit (4), die auf einer Sei-
te des Zylinders angeordnet ist zum selektiven
Aufbringen einer Schicht aus einer wärmehärt-
baren Kunststoffzusammensetzung auf die
Oberfläche des Zylinders (C);
ein Antriebsmittel (5) zum Drehen des Zylinders
(C) in einer Richtung, um seine Umfangsfläche
zu veranlassen, sich an der Beschichtungsein-
heit (4) vorbei zu bewegen;
ein Heizmittel (6) zum Aufbringen von Strah-
lungswärme auf den Zylinder (C) über seine
Länge, wenn der Zylinder gedreht wird, wobei
das Heizmittel eine Vielzahl von diskreten Hei-
zelementen (60) einschließt, die entlang der
Länge des Zylinders und um wenigstens einen
Teil der Umfangsfläche des Zylinders (C) herum
verteilt sind, wobei die Heizelemente (60) we-
nigstens in getrennten Spalten (60a bis 60h) pa-
rallel zueinander entlang der Länge des Zylin-
ders angeordnet sind;
ein Temperaturerfassungssystem (9) zum Mes-
sen der Oberflächentemperatur des Zylinders
(C) entlang der gesamten Länge des Zylinders;

und
eine Verarbeitungseinheit, die mit dem Tempe-
raturerfassungssystem (9) gekoppelt ist, um ei-
nen Betrieb der Heizelemente (60) als eine
Funktion der gemessenen Oberflächentempe-
ratur und einer gewünschten Temperaturein-
stellung (tc) zu steuern,
wobei das Temperaturerfassungssystem (9)
dazu angepasst ist, ein Temperaturmessprofil
(Tm) auszugeben, das für die gemessene Ober-
flächentemperatur des Zylinders entlang der ge-
samten Länge des Zylinders repräsentativ ist,
wobei das Temperaturmessprofil eine Vielzahl
von entlang der Länge des Zylinders (C) genom-
menen Messproben umfasst, wobei das Tem-
peraturmessprofil in eine Vielzahl von Zonen
(Z1 bis Z8) unterteilt ist, die jeweils einer ent-
sprechenden Spalte von Heizelementen (60a
bis 60h) zugeordnet sind, wobei jede Zone (Z1
bis Z8) eine entsprechende Serie von Messpro-
ben umschließt, und
wobei die Verarbeitungseinheit dazu angepasst
ist, einen Betrieb von jeder Spalte von Heizele-
menten (60a bis 60h) auf der Basis der in we-
nigstens einer der Zonen (Z1 bis Z8) gemesse-
nen Oberflächentemperatur zu steuern.

2. Vorrichtung nach Anspruch 1, wobei die Verarbei-
tungseinheit für jede Zone (Z1 bis Z8) dazu ange-
passt ist, einen Temperaturmesswert basierend auf
der Serie von Messproben der Zone (Z1 bis Z8) zu
berechnen, wobei der Temperaturmesswert defi-
niert ist als der Mittelwert oder Maximalwert aus der
Serie von Messproben der Zone.

3. Vorrichtung nach Anspruch 1 oder 2, wobei die Zo-
nen (Z1 bis Z8) nicht überlappende Zonen des Tem-
peraturmessprofils (Tm) sind.

4. Vorrichtung nach Anspruch 1 oder 2, wobei die Zo-
nen (Z1 bis Z8) überlappende Zonen des Tempera-
turmessprofils (Tm) sind.

5. Vorrichtung nach einem der vorstehenden Ansprü-
che, wobei wenigstens eine Spalte von Heizelemen-
ten ganz oder teilweise auf der Basis der Zone einer
benachbarten Spalte von Heizelementen gesteuert
wird.

6. Vorrichtung nach einem der vorstehenden Ansprü-
che, weiter umfassend seitliche Heizelemente (601,
602) zum Aufbringen von Strahlungswärme auf je-
des äußerste Ende des Zylinders (C).

7. Vorrichtung nach Anspruch 6, wobei ein Betrieb je-
des der seitlichen Heizelemente (601, 602) auf der
Basis der in wenigstens einer der Zonen (Z1 bis Z8)
gemessenen Oberflächentemperatur gesteuert
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wird.

8. Vorrichtung nach einem der vorstehenden Ansprü-
che, wobei eine Heizleistung von den wenigstens
zwei außen angeordneten Spalten von Heizelemen-
ten (60a, 60h) größer ist als die der zentral angeord-
neten Spalten von Heizelementen (60b bis 60g).

9. Vorrichtung nach einem der vorstehenden Ansprü-
che, wobei das Temperaturerfassungssystem (9)
dazu angepasst ist, eine Fläche abzutasten, die grö-
ßer ist als die Fläche des Zylinders, und wobei die
Verarbeitungseinheit dazu angepasst ist, entspre-
chend dem zu beschichtenden Zylinder (C) basie-
rend auf den Abmessungen (L0, r0) und der Position
(d0) des Zylinders (C) einen effektiven Messab-
schnitt des Temperaturmessprofils (Tm) zu isolieren,
wobei die Verarbeitungseinheit eine Steuerung ei-
nes Betriebs des Heizmittels (6) basierend auf dem
effektiven Messabschnitt des Temperaturmesspro-
fils (Tm) durchführt.

10. Vorrichtung nach einem der vorstehenden Ansprü-
che, wobei das Temperaturerfassungssystem einen
einzelnen kontaktlosen Sensor (90) umfasst, der fest
an der Vorrichtung gesichert ist und der dazu ange-
passt ist, die gesamte Länge des Zylinders abzutas-
ten.

11. Vorrichtung nach Anspruch 10, wobei das Tempe-
raturerfassungssystem zentral angeordnet ist.

12. Vorrichtung nach einem der Ansprüche 1 bis 9, wo-
bei das Temperaturerfassungssystem einen Linien-
sensor umfasst, der sich parallel zu der Drehachse
des Zylinders (C) erstreckt und dazu angepasst ist,
eine Momentaufnahme von einer vollständigen Linie
auf der Oberfläche des Zylinders zu machen.

13. Vorrichtung nach einem der vorstehenden Ansprü-
che, wobei eine Heizausgabe der Heizelemente zu-
sätzlich manuell einstellbar ist.

14. Verfahren zum Beschichten eines Zylinders (C), ins-
besondere eines Wischzylinders einer Tiefdruck-
presse, mit einer Kunststoffzusammensetzung, um-
fassend die folgenden Schritte:

(a) horizontales Befestigen eines Zylinders (C)
zur Drehung um seine Drehachse;
(b) in Drehung Versetzen des Zylinders (C);
(c) Vorheizen der Oberfläche des Zylinders (C)
mittels eines Heizmittels (6), während der Zylin-
der (C) gedreht wird, wobei das Heizmittel (6)
Strahlungswärme auf den Zylinder aufbringt
über seine Länge und eine Vielzahl von diskre-
ten Heizelementen (60) einschließt, die entlang
der Länge des Zylinders und um wenigstens ei-

nen Teil der Umfangsfläche des Zylinders (C)
herum verteilt sind, wobei das Heizmittel we-
nigstens in getrennten, parallel zueinander an-
geordneten Spalten (60a bis 60h) entlang der
Länge des Zylinders angeordnet ist;
(d) Aufbringen einer Schicht aus einer wärme-
härtbaren Kunststoffzusammensetzung auf die
Oberfläche des Zylinders (C); und
(e) Wärmeaushärten der auf die Oberfläche des
Zylinders (C) aufgebrachten Schicht

aus einer wärmehärtbaren Kunststoffzusammenset-
zung mittels des Heizmittels (6), wobei die Schritte
(c) des Vorheizens und (e) des Wärmeaushärtens
jeweils die Schritte einschließen:

(i) Messen der Oberflächentemperatur des Zy-
linders (C) entlang der gesamten Länge des Zy-
linders; und
(ii) Steuern eines Betriebs der Heizelemente
(60) als eine Funktion der gemessenen Ober-
flächentemperatur und einer gewünschten
Temperatureinstellung (tc),

wobei ein Messschritt (i) ein Ausgeben eines Tem-
peraturmessprofils (TM) einschließt, das repräsen-
tativ für die Oberflächentemperatur des Zylinders ist,
die entlang der gesamten Länge des Zylinders ge-
messen wird, wobei das Temperaturmessprofil eine
Vielzahl von entlang der Länge des Zylinders (C)
genommenen Messproben umfasst, wobei das
Temperaturmessprofil in eine Vielzahl von Zonen
(Z1 bis Z8) unterteilt ist, die jeweils einer entspre-
chenden Spalte von Heizelementen (60a bis 60h)
zugeordnet sind, wobei jede Zone (Z1 bis Z8) eine
entsprechende Serie von Messproben umschließt,
und wobei ein Steuerschritt (ii) ein Steuern eines Be-
triebs jeder Spalte von Heizelementen (60a bis 60h)
auf der Basis der in wenigstens einer der Zonen (Z1
bis Z8) gemessenen Oberflächentemperatur ein-
schließt.

Revendications

1. Appareil (1) pour revêtir un cylindre, en particulier
un cylindre d’essuyage d’une presse d’impression
en taille douce, par une composition de matière plas-
tique comprenant :

des moyens de support (3, 3a, 3b) pour monter
horizontalement un cylindre (C) pour une rota-
tion autour de son axe de rotation ;
une unité de revêtement (4) disposée sur un cô-
té du cylindre pour appliquer sélectivement une
couche de composition de matière plastique
durcissable à chaud sur la surface du cylindre
(C) ;
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des moyens d’entraînement (5) pour faire tour-
ner le cylindre (C) dans un sens pour amener
sa surface périphérique à se déplacer devant
ladite unité de revêtement (4) ;
des moyens de chauffage (6) pour appliquer de
la chaleur rayonnante audit cylindre (C) sur toute
sa longueur lorsque ledit cylindre tourne, lesdits
moyens de chauffage comprenant une pluralité
d’éléments chauffants discrets (60) distribués
sur la longueur du cylindre et autour d’au moins
une partie de la surface périphérique du cylindre
(C), lesdits éléments chauffants (60) étant agen-
cés au moins en colonnes séparées (60a à 60h)
disposées parallèlement l’une à l’autre sur la
longueur du cylindre ;
un système de détection de température (9)
pour mesurer la température superficielle du cy-
lindre (C) sur toute la longueur du cylindre ; et
une unité de traitement couplée au système de
détection de température (9) pour commander
le fonctionnement desdits éléments chauffants
(60) en fonction de la température superficielle
mesurée et d’un réglage de température sou-
haité (tC), dans lequel ledit système de détection
de température (9) est adapté pour délivrer un
profil de mesure de température (Tm) représen-
tatif de la température superficielle du cylindre
mesuré sur toute la longueur du cylindre, lequel
profil de mesure de température comprend une
pluralité d’échantillons de mesure prélevés sur
la longueur du cylindre (C), ledit profil de mesure
de température étant subdivisé en une pluralité
de zones (Z1 à Z8) associées chacune à une
colonne correspondante d’éléments chauffants
(60a à 60h), chaque zone (Z1 à Z8) prélevant
une série correspondante d’échantillons de me-
sure, et
dans lequel l’unité de traitement est adaptée
pour commander le fonctionnement de chaque
colonne d’éléments chauffants (60a à 60h) sur
la base de la température superficielle mesurée
dans au moins l’une desdites zones (Z1 à Z8).

2. Appareil selon la revendication 1, dans lequel, pour
chaque zone (Z1 à Z8), ladite unité de traitement est
adaptée pour calculer une valeur de mesure de tem-
pérature basée sur la série d’échantillons de mesure
de la zone (Z1 à Z8), ladite valeur de mesure de
température étant définie comme la valeur moyenne
ou la valeur maximale parmi la série d’échantillons
de mesure de la zone.

3. Appareil selon la revendication 1 ou 2, dans lequel
les zones (Z1 à Z8) sont des zones non chevau-
chantes dudit profil de mesure de température (Tm).

4. Appareil selon la revendication 1 ou 2, dans lequel
les zones (Z1 à Z8) sont des zones chevauchantes

dudit profil de mesure de température (Tm).

5. Appareil selon l’une quelconque des revendications
précédentes, dans lequel au moins une colonne
d’éléments chauffants est commandée en totalité ou
en partie sur la base de la zone d’une colonne voisine
d’éléments chauffants.

6. Appareil selon l’une quelconque des revendications
précédentes, comprenant en outre des éléments
chauffants latéraux (601, 602) pour appliquer de la
chaleur rayonnante à chaque extrémité du cylindre
(C).

7. Appareil selon la revendication 6, dans lequel le
fonctionnement de chacun desdits éléments chauf-
fants latéraux (601, 602) est commandé sur la base
de la température superficielle mesurée dans au
moins l’une desdites zones (Z1 à Z8).

8. Appareil selon l’une quelconque des revendications
précédentes, dans lequel un pouvoir chauffant d’au
moins les deux colonnes d’éléments chauffants
(60a, 60h) situées à l’extérieur est supérieur à celui
des colonnes d’éléments chauffants (60b à 60g) dis-
posées au centre.

9. Appareil selon l’une quelconque des revendications
précédentes, dans lequel ledit système de détection
de température (9) est adapté pour balayer une sur-
face supérieure à la surface du cylindre et dans le-
quel ladite unité de traitement est adaptée pour isoler
une partie de mesure efficace dudit profil de mesure
de température (Tm) correspondant au cylindre (C)
à revêtir sur la base des dimensions (L0, r0) et de la
position (d0) du cylindre (C), ladite unité de traite-
ment effectuant une commande du fonctionnement
desdits moyens chauffants (6) sur la base de ladite
partie de mesure efficace du profil de mesure de
température (Tm).

10. Appareil selon l’une quelconque des revendications
précédentes, dans lequel ledit système de détection
de température comprend un capteur sans contact
unique (90) fixé solidement à l’appareil et qui est
adapté pour balayer toute la longueur du cylindre.

11. Appareil selon la revendication 10, dans lequel ledit
système de détection de température est situé au
centre.

12. Appareil selon l’une quelconque des revendications
1 à 9, dans lequel ledit système de détection de tem-
pérature comprend un capteur de ligne s’étendant
le long d’une parallèle à l’axe de rotation du cylindre
(C) et adapté pour effectuer un instantané d’une li-
gne complète sur la surface du cylindre.

21 22 



EP 1 928 663 B1

13

5

10

15

20

25

30

35

40

45

50

55

13. Appareil selon l’une quelconque des revendications
précédentes, dans lequel une sortie de chauffage
des éléments chauffants est manuellement réglable
en plus.

14. Procédé de revêtement d’un cylindre (C), en parti-
culier d’un cylindre d’essuyage d’une presse d’im-
pression en taille douce, par une composition de ma-
tière plastique, comprenant les étapes suivantes
consistant à :

(a) monter un cylindre (C) horizontalement pour
une rotation autour de son axe de rotation ;
(b) entraîner le cylindre (C) en rotation ;
(c) préchauffer la surface du cylindre (C) au
moyen de moyens chauffants (6) tandis que le
cylindre (C) tourne, lesdits moyens chauffants
(6) appliquant de la chaleur rayonnante audit
cylindre sur toute sa longueur et comprenant
une pluralité d’éléments chauffants discrets (60)
distribués sur la longueur du cylindre et autour
d’au moins une partie de la surface périphérique
du cylindre (C), les moyens chauffants étant
agencés au moins en colonnes séparées (60a
à 60h) disposées parallèlement l’une à l’autre
sur la longueur du cylindre ;
(d) appliquer une couche de composition de ma-
tière plastique durcissable à chaud sur la surfa-
ce du cylindre (C) ; et
(e) durcir à chaud la couche de composition de
matière plastique durcissable à chaud appli-
quée sur la surface du cylindre (C) au moyen
desdits moyens chauffants (6),

lesdites étapes (c) de préchauffage et (e) de durcis-
sement à chaud comprenant chacune les étapes
consistant à :

(i) mesurer la température superficielle du cylin-
dre (C) sur toute la longueur du cylindre ; et
(ii) commander le fonctionnement des éléments
chauffants (60) en fonction de la température
superficielle mesurée et d’un réglage de tempé-
rature souhaité (tC),

dans lequel l’étape de mesure (i) comprend la déli-
vrance d’un profil de mesure de température (TM)
représentatif de la température superficielle du cy-
lindre mesuré sur toute la longueur du cylindre, le-
quel profil de mesure de température comprend une
pluralité d’échantillons de mesure prélevés sur la
longueur du cylindre (C), ledit profil de mesure de
température étant subdivisé en une pluralité de zo-
nes (Z1 à Z8) associées chacune à une colonne cor-
respondante d’éléments chauffants (60a à 60h),
chaque zone (Z1 à Z8) prélevant une série corres-
pondante d’échantillons de mesure et
dans lequel l’étape de commande (ii) comprend la

commande du fonctionnement de chaque colonne
d’éléments chauffants (60a à 60h) sur la base de la
température superficielle mesurée dans au moins
l’une desdites zones (Z1 à Z8).
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