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(54) METHOD FOR ENGRAVING ALUMINIUM SURFACES

(57) The invention relates to a method consisting of
very superficial embossing combined with superficial
laminating, which involves a slight reduction in thickness,
the method being applied to plates several millimetres

thick and to aluminium sheets having a thickness of less
than 0.3 mm, supplied, in either case, as independent
plates or in a continuous roll.
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Description

OBJECT OF THE INVENTION

[0001] The present invention relates to a method for
engraving aluminium surfaces through laminating rollers.
The method combines embossing and surface laminat-
ing techniques such that, while engraving the surface of
an aluminium plate, the thickness of the plate is also re-
duced. The material used in the present invention is pref-
erably aluminium and reference is made only to this ma-
terial throughout the specification. However, in reality,
the invention may be extended to other materials with
similar properties which could be subjected to the lami-
nating and engraving process.
[0002] The invention is especially applicable to the
metallurgical industry and, in particular, to the laminated
aluminium industry.

TECHNICAL PROBLEM TO BE RESOLVED AND 
BACKGROUND OF THE INVENTION

[0003] Laminated aluminium products are usually
manufactured through the continuous reduction of the
thickness of a metal plate in a laminating machine, in the
case of direct casting, or of a coil, in the case of contin-
uous casting, until the desired final thickness is achieved.
There is the possibility of using special laminating cylin-
ders that incorporate superficial engravings or patterns
of a certain size at the macroscopic level and in millime-
tres, which make it possible to transfer the design of the
pattern from the surface of the laminating cylinder onto
the surface undergoing the laminating process. This
process is known as embossing. In this case, the metal
in a cross-section arrangement is deformed for aesthetic
or functional reasons. Normally, the high levels of pres-
sure needed to cause the deformation or relief can only
be applied to thick materials, with a thickness of more
than 1 mm and with a minimal reduction, resulting in very
marked engravings. Alternatively, for thinner profiles, the
deformation is usually applied through the use of male
and female cylinders conveniently arranged and coupled
in a synchronized manner. Examples of this type of prod-
ucts include embossed sheets or stucco finishes.
[0004] On the other hand, in the case of aluminium
plates with thicknesses of less than 0.1 mm, known as
aluminium foil, the existing technology consists in apply-
ing a transfer process on the sheet from the surface of
an engraved steel roller, thereby transferring an image,
design or pattern by means of a local deformation without
affecting the original thickness of the aluminium and af-
fecting both sides of the plate, forming a replicated image
or a negative.
[0005] These types of industrial processes are already
known in the state of the art. There are also inventions
related to the preparation of cylinders (engraving), syn-
chronization techniques of male-female cylinders, etc.
[0006] WO9749535 describes a form for rotary print-

ing, coating or embossing of laminated materials, where-
in an elastomer layer is applied onto a machine with a
cylindrical surface area with the layer machined and en-
graved at the outer circumference to result in a cylindrical
shape after curing. The invention also relates to the meth-
od of producing the form. The form according to the in-
vention is characterized in that the elastomer layer is
formed of cold cure material. The engraving of the elas-
tomer layer preferably is attained by laser engraving.
[0007] WO2009150029 develops the foil guiding proc-
ess in a coating unit for transferring image forming layers
from a transfer foil to a medium to be printed. To achieve
this, the coating unit is equipped with a restricted-area
pressing plate for transferring layers from the transfer
foil. This allows the targeted control of the foil feed. The
transfer foil is preferably guided past a pressing roll ap-
proximately tangentially to said roll and with a restricted
width. Special delivery devices are provided for storing
and delivering the foil.
[0008] Document EP1557484 describes a roll for em-
bossing aluminium sheets, obtainable by subjecting a
surface of a steel roll to at least the steps of:

- Blasting treatment,
- Electrolytic treatment with 1,000 to 20,000 C/dm2 of

electricity, in which the steel roll is used as the anode,
- Metallic coating treatment.

[0009] The aluminium sheet embossing roll has on the
surface thereof peaks, or asperities, which are of uniform
height and very numerous. As a result, aluminium sheets
obtained using such a roll, when employed as lithograph-
ic printing plate supports, have excellent printing charac-
teristics, particularly a long life and high sensitivity.
[0010] WO2015028939 describes an embossing de-
vice for embossing packaging material which comprises
a set of embossing rollers with male die and female die
rollers co-operating with one another, the surface of
which is provided with texture elements, wherein the tex-
ture elements (M6R6) on the surface of the female die
roller (M6), which are assigned to the texture elements
(P6E6) on the surface of the male die roller (P6) are not
inversely congruent by an amount greater than 15 mm in
axial and radial direction and the texture elements of the
male die and female roller associated with one another
comprise facets (F) for the purpose of local pressure el-
evation.
[0011] In all of these cases it is clear how traditional
embossing techniques have the following limitations:

- superficial design of laminating rollers with abrupt,
marked or macroscopic designs, in millimetres,

- irregular distribution of the thickness of the material,
exhibiting reliefs that are cross-sectionally marked,

- incorporation of a negative image of the engraving
on the back of the plate,
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- reduction of the thickness of the material undergoing
the laminating method that may involve changes in
its mechanical properties,

- subsequent needs for additional steps, such as lith-
ographic or textured prints by means of lacquer print-
ers or intermediate coatings.

[0012] The present invention solves all of these prob-
lems through the application of a laminating method that
also creates a superficial texturing with the following
properties:

- special superficial design in laminating rollers based
on local variations of roughness at a micrometrical
level or through the combination of gloss/matte
zones,

- uniform distribution of thickness throughout the ma-
terial, with no cross-sectional reliefs,

- no negative image engraved on the back of the flat
plate,

- slight reduction in the thickness of the material in the
laminating method, which facilitates the transfer of
images without affecting the mechanical properties,

- application of interesting functional details, as an
aesthetic effect, in the subsequent processing of the
resulting surface, such as anti-copying marks, wa-
termarks or traceability marks, as well as special op-
tical attributes including iridescent highlights or ho-
lographic patterns, among others,

- no changes in the processing of coils in terms of size,
tolerances, winding tension or any other variable due
to the absence of accumulated macroscopic defor-
mations.

DESCRIPTION OF THE INVENTION

[0013] The present invention describes a laminating
method that also performs a very superficial embossing,
with the particularity that it is intended to be used both in
aluminium sheets with thicknesses of less than 0.3mm
and in aluminium plates with thicknesses of up to several
millimetres.
[0014] The steps of the method of the invention are the
following:

a) Selecting a laminating cylinder with the desired
characteristics in terms of steel hardness, geometric
profile and crown.

b) Adjusting the cylinder to a Ra roughness between
0.02 and 0.25 microns.

c) Preparing the cylinder by incorporating micromet-
ric patterns using laser, chemical or electrochemical
techniques, blasting or projection, coating or any oth-
er technique that achieves the desired effect.

d) Adjusting the laminating process with the desired
speed, pressure and lubrication properties depend-
ing on the type of design to be applied and the char-
acteristics of the metal to obtain a reduction in the
thickness of the material between 5 and 15%.

e) Positioning the material to be laminated at the
infeed of the laminating machine.

f) Conducting the laminating process to achieve the
engraving with the transferred design.

BRIEF DESCRIPTION OF THE FIGURES

[0015] To complete the invention that is being de-
scribed and to aid a better understanding of the charac-
teristics of the invention according to an example of a
preferred embodiment thereof, a set of drawings has
been attached hereto where the following figures have
been represented in an illustrative rather than limiting
manner:

- Figure 1 represents a longitudinal sectional view of
a plate of a material before being processed and with
the final result in three different ways, depending on
the embossing process applied.

- Figure 2 represents a longitudinal sectional view of
an aluminium sheet before being embossed and the
final result.

- Figure 3 represents a longitudinal sectional view of
an aluminium plate before being processed and the
final result obtained using the method of the inven-
tion.

- Figure 4 represents a longitudinal sectional view of
an aluminium sheet before being processed and the
final result obtained using the method of the inven-
tion.

DESCRIPTION OF A PREFERRED EMBODIMENT OF 
THE INVENTION

[0016] The present invention describes a new process
for obtaining personalized surfaces. The method de-
scribed is based on the use of micro-embossing on alu-
minium surfaces. The technique consists in engraving a
working cylinder with a topographic design at a micro-
metric level. This implies changes in the superficial
roughness of the final product. New engraving tech-
niques and innovative superficial texturing methods,
such as EDT (Electro Discharge Texturing), laser, blast-
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ing or chemical texturing, among others, make it possible
to prepare steel cylinders with special surface designs
that can reach a micrometric level of detail and precision.
With a single working cylinder and by means of very su-
perficial laminating cycles, which imply a reduction in
thickness of 5-8%, it is possible to transfer the design of
the laminating cylinder onto an aluminium surface of any
thickness, no matter how small, from thicknesses of less
than tenth of a millimetre to thicknesses of several milli-
metres.
[0017] Therefore, the present invention describes an
embossing method that differs from traditional emboss-
ing mainly in the following aspects:

1. No macroscopic patterns defining the surface de-
sign. Aesthetic effects are obtained through a local
variation in roughness at a micro scale.

2. Use of new texturing techniques combined with
the transfer of designs through a superficial reduc-
tion of thickness through the laminating process, to
thereby obtain more defined designs of a much high-
er quality.

3. Possibility of using aluminium plates of any thick-
ness, from less than 0.1 mm to 1mm or more.

4. No negative of the engraved image on the back
of the plate. The superficial design is obtained with
a superficial laminating cycle that produces a mini-
mum reduction in thickness through the use of a sin-
gle special cylinder in the upper area.

5. Precise dimensional control obtained in the result-
ing material, in terms of shape, flatness and profile,
which are key parameters in continuous processes
with aluminium coils, to the extent it is possible to
control these variables through laminating, unlike in
traditional embossing process, in which it is impos-
sible due to the accumulation of deformations on the
metal plate.

[0018] The surfaces developed by the method of the
present invention are capable of being used in an infinite
number of applications in the metallurgical industry, and
in particular in the laminated aluminium industry in terms
of aesthetics, and also in situations that require functional
attributes, such as the following:

- In facades, roofs, interior design, insulation and oth-
ers, in the construction sector,

- Interior design in the automotive sector,
- Gloss and cosmetics in reflectors, light diffusers,

cosmetic and decorative pieces, etc.
- Other industrial products, such as caps, containers,

etc.

[0019] Figures 1a to 1c represent a traditional engrav-

ing procedure of a plate using the embossing technique,
wherein the result can be engraved on only one of the
faces of the plate, as shown in figure 1a, or on both sides
of the final plate. In the latter case, the result in the plate
can have a constant thickness, as shown in figure 1b, or
a variable thickness as shown in figure 1c, depending on
the type of design desired.
[0020] Figure 2 represents the same method, but ap-
plied to a sheet of metal. In these cases, for the purposes
of maintaining the properties of the material and not
weakening it excessively, the result is usually a constant
thickness of the sheet with the engraving on both sides
and with the back face of the sheet containing the neg-
ative image of the design.
[0021] Figure 3 represents an aluminium plate or sheet
before and after being subjected to an engraving process
by applying the method of the present invention.
[0022] Figure 4 shows the same method as figure 3 is
shown, but applied to a thin aluminium sheet, also known
as foil, instead of to a sheet with an intermediate thick-
ness.
[0023] Figure 3 and figure 4 both show that the engrav-
ing is applied on only one of the faces and only on the
surface, with the section remaining constant and homo-
geneous throughout the length and width of the material,
while the other face remains flat and intact and maintains
the properties of a laminated product.
[0024] The development of this type of surface finishes
through the laminating of aluminium makes it possible to
develop virtually any finish of interest for a specific cus-
tomer, after mutually agreeing upon the desired design.
The semifinished product requires a lesser degree of sur-
face treatment at the facilities of the customer. The in-
herent advantages of this proposal are clear, and include
the following. First of all, the customer has a raw material
that stands out from those provided by other competitors.
The traceability of such material is tied to the design of
the surface. The customer can cut out several steps of
the manufacturing process and will not need to change
anything in its own processes, for example during paint-
ing, as the usual specifications of the coil are preserved.
With fewer intermediate steps, the expected final quality
is much higher and exhibits a lower incidence of internal
rejections due to the reduction of possible sources of
defects from additional processes.
[0025] All these advantages allow customers to be in
an advantageous competitive position, which makes the
product obtained by the technique described in the
present description to be of great interest.
[0026] It should be noted that, due to the absence of
marked superficial patterns or patterns that imply a sig-
nificant degree of deformation, as well as the fact of hav-
ing a constant and well controlled section profile, the final
laminated material can be processed and prepared in in
cut coils, in sheets or in any usual format, without any
kind of problems, as would happen with the material sub-
ject to traditional embossing. Key parameters in the spec-
ifications of aluminium, such as mechanical properties,
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thickness, tolerances and geometric attributes (tile, lat-
eral tile, flatness, profile, winding tension, bags...) remain
uniform and stable over the entire length of the coil. The
high levels of control required in the laminating process
compared to a traditional embossing line, in which such
control is non-existent, is essential for ensuring the qual-
ity in the processing of this type of surfaces. This involves
an added value for the material and, therefore, would be
of great interest to aluminium consumers with high quality
standards.
[0027] With all these advantages, products manufac-
tured based on the technology described above have a
distinct commercial potential in terms of novelty and sav-
ings, and as a proposal for the development of new, dif-
ferentiated and high-quality surfaces.
[0028] Finally, it should be noted that the present in-
vention should not be limited to the embodiment de-
scribed herein. Other configurations can be achieved by
persons skilled in the art in view of the present descrip-
tion. Accordingly, the scope of the invention is defined
by the following claims.

Claims

1. A method for engraving aluminium surfaces through
a laminating process, characterized in that it com-
prises the following steps:

a) Selecting a laminating cylinder.
b) Adjusting the laminating cylinder to a Ra
roughness between 0.02 and 0.25 microns.
c) Incorporating an engraving to be transferred
during the laminating process onto the surface
of the laminating cylinder.
d) Adjusting the laminating process with the de-
sired speed, pressure and lubrication properties
to obtain a reduction in the thickness of the ma-
terial between 5 and 15%.
e) Positioning the material to be laminated at the
infeed of the laminating machine.
f) Conducting the laminating process to obtain
the laminated and engraved material with the
transferred design.

2. The method for engraving aluminium surfaces ac-
cording to claim 1, characterized in that the engrav-
ing of the laminating cylinder is performed on the
surface of the laminating cylinder.

3. The method for engraving aluminium surfaces ac-
cording to claim 1, characterized in that the engrav-
ing of the laminating cylinder is performed on a sur-
face that is subsequently mounted on the laminating
cylinder.

4. The method for engraving aluminium surfaces ac-
cording to any one of the claims 2 or 3, character-

ized in that the material to be laminated is provided
in the form of coils.

5. The method for engraving aluminium surfaces ac-
cording to any one of the claims 2 or 3, character-
ized in that the material to be laminated is provided
in the form of plates.

6. The method for engraving aluminium surfaces ac-
cording to any one of the claims 4 or 5, character-
ized in that the material to be laminated is selected
between aluminium sheets and aluminium plates.
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