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(54) PRINTER, PRINTING METHOD, AND MANUFACTURING METHOD FOR DECORATED OBJECT

(57) A printer includes: a head that ejects a pho-
to-curable ink; a light irradiation device that irradiates the
photo-curable ink with a light; and a controller pro-
grammed to control a rate of ejection of the photo-curable
ink and a standby time between a timing of the photo-cur-
able ink landing on a print medium and a timing of the
light being radiated. The controller includes: a first con-
troller that prompts the printer to carry out a printing op-
eration by a rate of ejection v1 required of glossy-finish
printing and with a standby time t1 required of glossy-fin-

ish printing; a second controller that prompts the printer
to carry out the printing operation by a rate of ejection v2
required of matte-finish printing and with a standby time
t2 required of matte-finish printing; and a third controller
that prompts the printer to carry out the printing operation
by a rate of ejection v3 and with a standby time t3. The
rate of ejection v3 is greater than the rate of ejection v2
and less than or equal to the rate of ejection v1. The
standby time t3 is shorter than the standby time t1.
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Description

TECHNICAL FIELD

[0001] This disclosure relates to a printer, a printing
method, and a manufacturing method for a decorated
object.

DESCRIPTION OF THE BACKGROUND ART

[0002] Conventionally, inkjet printers have been used
today in diverse industrial and other applications. Inks
typically used in the inkjet printers include ultraviolet-cur-
able inks that are curable by being irradiated with ultra-
violet light.
[0003] Some of the inkjet printers may be operable to
change the finished condition of a printed matter by
changing the duration of time from ejection of the ultra-
violet-curable ink until irradiation of ultraviolet light. To
be specific, when the ink that just landed on a print me-
dium is immediately irradiated with ultraviolet light, the
ink may be cured before dots of the ink are flattened.
Thus, a resulting printed matter may have a matte finish
with less glossy. When the ultraviolet radiation starts after
time is passed that is long enough to flatten dots of the
ink that landed on the print medium, the ink may be cured
after the dots are adequately flattened. Then, a resulting
printed matter may have a glossy finish (for example,
Japanese Unexamined Patent Publication No.
2015-214133).

SUMMARY

[0004] When, for example, a printed matter is desirably
obtained that excels in clear, and high-quality image
while keeping edges of the ink dots and that also excels
in surface smoothness as well, desired smoothness may
be difficult to obtain if a focus is placed only on a matte
finish because of the unflattened ink dots, while a desired
image quality may be difficult to obtain if a focus is placed
only on a glossy finish because of the flattened and edge-
less ink dots.
[0005] To address the issue of the known art, this dis-
closure is directed to providing a printer, a printing meth-
od, and a manufacturing method for a decorated object
that may successfully obtain a printed matter that excels
in surface smoothness, as well as in image quality without
losing edges of ink dots.
[0006] This disclosure provides a printer including: a
head that ejects a photo-curable ink; a light irradiation
device that irradiates the photo-curable ink with a light;
and a controller programmed to control a rate of ejection
of the photo-curable ink and a standby time between a
timing of the photo-curable ink landing on a print medium
and a timing of the light being radiated. The controller
includes: a first controller that prompts the printer to carry
out a printing operation by a rate of ejection v1 required
of glossy-finish printing and with a standby time t1 re-

quired of glossy-finish printing; a second controller that
prompts the printer to carry out the printing operation by
a rate of ejection v2 required of matte-finish printing and
with a standby time t2 required of matte-finish printing;
and a third controller that prompts the printer to carry out
the printing operation by a rate of ejection v3 and with a
standby time t3. The rate of ejection v3 is greater than
the rate of ejection v2 and less than or equal to the rate
of ejection v1. The standby time t3 is shorter than the
standby time t1.
[0007] In the printer thus configured, a glossy effect
may be achieved by the first controller, and a matte effect
may be achieved by the second controller. Further, the
ink is ejected under the control by the third controller by
the rate of ejection greater than the rate of ejection re-
quired of matte-finish printing and less than or equal to
the rate of ejection required of glossy-finish printing.
Therefore, the ink may be cured with ink dots being flat-
tened to an extent their edges are not lost. This may allow
a clear, high-quality image to be printed on the print me-
dium, as in matte-finish printing, using a single color ink
or a colorless, transparent ink instead of multiple color
inks, and may also provide smoothness for the printed
image’s surface.
[0008] The first controller may prompt the head to eject
the ink by the rate of ejection v1 set as an upper-limit rate
of ejection of the ink from the head.
[0009] The ink dots may be flattened sooner by thus
controlling the ink ejection. This may be suitable for the
glossy-finish printing.
[0010] The third controller may prompt the head to
eject the ink by the rate of ejection v3 set equal to the
rate of ejection v1.
[0011] The ink dots may be flattened sooner by thus
controlling the ink ejection. This may more easily provide
smoothness for the printed image’s surface, as in glossy-
finish printing.
[0012] The third controller may prompt the printer to
carry out the printing operation with the standby time t3
set equal to the standby time t2.
[0013] This may allow the ink to be cured before the
ink dots are thoroughly flattened, providing smoothness
for the printed image’s surface without losing edges of
the ink dots.
[0014] The third controller may prompt the head to
eject a colorless, transparent ink or a single color ink.
[0015] Such an ink may maximize the color and pattern
of an image formed below, and may also impart glossi-
ness to the printed image’s surface.
[0016] This disclosure further provides a printing meth-
od, including steps of: ejecting a photo-curable ink from
a head onto a print medium by a rate of ejection v2 re-
quired of matte-finish printing; radiating a light after a
standby time t2 is passed to cure the photo-curable ink
in a manner that a matte finish is obtainable, the standby
time t2 being a duration of time required of matte-finish
printing between a timing of the photo-curable ink landing
on the print medium and a timing of the light being radi-
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ated; ejecting a transparent, photo-curable ink from the
head onto the print medium by a rate of ejection v3 greater
than the rate of ejection v2 and less than or equal to a
rate of ejection v1 required of glossy-finish printing; and
radiating the light after a standby time t3 shorter than a
standby time t1 is passed to cure the ejected transparent,
photo-curable ink, the standby time t1 being a duration
of time required of glossy-finish printing between a timing
of the photo-curable ink landing on the print medium and
a timing of the light being radiated.
[0017] In such a printing method, the transparent, pho-
to-curable ink is ejected onto an image printed with a
matte finish by a rate of ejection greater than another
rate of ejection required of matte-finish printing, and the
ink is cured with a standby time that is shorter than an-
other standby time required of glossy-finish printing. Be-
tween two layers of a print result, therefore, reflectivity is
lower in the underlayer and is higher in the top layer. This
may allow the underlayer pattern to produce a more dis-
cernible visual effect.
[0018] The transparent, photo-curable ink may be
cured with the standby time t2 required of matte-finish
printing.
[0019] Such an ink may maximize the color and pattern
of an image formed below, and may also impart glossi-
ness to the printed image’s surface.
[0020] The photo-curable ink to be ejected by the rate
of ejection v2 and the transparent, photo-curable ink may
be ejected concurrently from different heads and then
cured concurrently with the standby time t2 required of
matte-finish printing.
[0021] In this manner, two different printing operations
may be feasible in one scan. In a specific example, an
image or letters may be formed on a print medium with
a color ink or a transparent (colorless) ink, and a deco-
rative pattern may be further formed thereon with the
transparent ink.
[0022] The printing method may further include steps
subsequent to curing of the transparent, photo-curable
ink ejected by the rate of ejection v3 with the standby
time t3 that is, the steps of: ejecting the transparent, pho-
to-curable ink from the head onto the medium by the rate
of ejection v1; and radiating the light after the standby
time t1 is passed to cure the transparent, photo-curable
ink in a manner that a glossy finish is obtainable.
[0023] In such a printing method, a pattern formed by
ejecting the transparent ink may be then coated with a
glossy protective layer formed thereon.
[0024] This disclosure further provides a manufactur-
ing method for a decorated object, including steps of:
ejecting a photo-curable ink from a head onto a print me-
dium by a rate of ejection v2 required of matte-finish print-
ing; radiating a light after a standby time t2 is passed to
cure the photo-curable ink in a manner that a matte finish
is obtainable, the standby time t2 being a duration of time
required of matte-finish printing between a timing of the
photo-curable ink landing on the print medium and a tim-
ing of the light being radiated; ejecting a transparent, pho-

to-curable ink from the head onto the print medium by a
rate of ejection v3 greater than the rate of ejection v2 and
less than or equal to a rate of ejection v1 required of
glossy-finish printing; radiating the light after a standby
time t3 shorter than a standby time t1 is passed to cure
the ejected transparent, photo-curable ink, the standby
time t1 being a duration of time required of glossy-finish
printing between a timing of the photo-curable ink landing
on the print medium and a timing of the light being radi-
ated; attaching, to the cured transparent, photo-curable
ink, a foil-attached release sheet with a foil attached to
one surface thereof; and detaching the release sheet
from the foil subsequent to the attaching of the release
sheet.
[0025] When a decorative layer, such as a foil, is further
formed on the medium to produce a decorated object,
the manufacturing method may form a clear, high-quality
image layer with a matte finish, and may also provide an
adhesive layer smooth on its surface for better adhesion
of the decorative layer. The decorative layer thus im-
proved in adhesion may form a clear, high-quality image
similarly to the image layer, successfully providing a
clear, high-quality decorated object.
[0026] This disclosure may successfully obtain a print-
ed matter that excels in surface smoothness, as well as
in image quality without losing edges of the ink dots.

BRIEF DESCRIPTION OF THE DRAWINGS

[0027]

FIGs. 1A and 1B are schematic drawings of a printer.
FIG. 2 is a block diagram of a control system in the
printer.
FIGs. 3A to 3C are drawings of ink droplets that are
ejected in different printing modes.
FIG. 4 is a flowchart of a printing method using the
printer.
FIG. 5 is a flowchart of another printing method using
the printer.
FIG. 6 is a cross-sectional view of a decorated object
manufactured by the printing method using the print-
er.

DETAILED DESCRIPTION OF EMBODIMENTS

[0028] A preferred embodiment of this disclosure is
hereinafter described in detail referring to the accompa-
nying drawings. The embodiment is described below as
a non-limiting example and may be variously modified
within the scope of this disclosure.

<Printer>

[0029] FIGs. 1A and 1B are schematic drawings of a
printer according to the embodiment. FIG. 1A illustrates
the schematic structure of a printer 100. FIG. 1B illus-
trates the schematic structure of a head unit. FIG. 2 is a
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block diagram of a control system in the printer 100. FIGs.
3A to 3C are drawings of three ink droplets (dot D) that
are ejected onto a print medium 50 in different printing
modes. The printing modes in these drawings are glossy
mode in FIG. 1A, matte mode in FIG. 1B, and edgy-glossy
mode in FIG. 1C.
[0030] As illustrated in FIGs. 1A and 1B, the printer
100 is a serial inkjet printer that prompts inkjet heads to
perform main scans (scanning). The printer 100 may be
a multipass inkjet printer. The multipass inkjet printer is,
for example, configured to perform a plurality of main
scans at each of the designated positions in a print region
of a target medium 50. The printer 100 is an inkjet printer
(UV printer) that forms a print object on the medium 50
by inkjet printing using an ultraviolet-curable ink of a pho-
to-curable ink. The printer 100 includes a head unit 1, a
carriage 2, a guide rail 3, a scan driver 4, a table 5, and
a controller 7.
[0031] Non-limiting examples of materials of the me-
dium 50 may be plastic, SUS, metal such as brass, glass,
stone, and fabric. The medium 50 may have an optional
shape, such as a flat board or a film.

(Head unit)

[0032] As illustrated in FIGs. 1A and 1B, the head unit
1 ejects ink droplets onto the medium 50 to print an object
on this medium. The head unit 1 has a plurality of inkjet
heads. In response to instruction signals outputted from
the controller 7, the head unit 1 forms ink dots corre-
spondingly to pixels of an image to be printed on the
medium 50.
[0033] The head unit 1 has a plurality of color ink heads
11 that eject color inks, a clear ink head 12, and a plurality
of ultraviolet irradiation devices 13 (light irradiation de-
vices). The color ink heads 11 ejectedroplets of ultravi-
olet-curable inks having C, M, Y, and K colors. The C,
M, Y, and K (cyan, magenta, yellow, black) color inks are
non-limiting examples of the color inks. The printer 100
may use inks having other colors (for example, white,
metallic).
[0034] The color ink heads 11 each have a nozzle array
having a plurality of nozzles aligned in, for example, a
sub scanning direction (X direction). The color ink heads
11 may be arranged, for example, in a main scanning
direction in positional alignment with one another in the
sub scanning direction.
[0035] The clear ink head 12 ejects droplets of a UV
clear ink. The UV clear ink is specifically a colorless,
transparent ultraviolet-curable ink. The clear ink contains
no colorant such as pigment.
[0036] The clear ink head 12 has a nozzle array having
a plurality of nozzles aligned in, for example, the sub
scanning direction. The clear ink head 12 may be ar-
ranged at a position in the main scanning direction in
positional alignment with the color ink heads 11 in the
sub scanning direction.
[0037] The ultraviolet irradiation devices 13 (13L, 13R)

are light sources that radiate ultraviolet light to cure the
ultraviolet-curable inks. These light sources may be dis-
posed at positions on one end side and the other end
side of the head unit 1. Specifically, the ultraviolet irradi-
ation devices 13 may be disposed at positions on one
end side and the other end side of the group of inkjet
heads; color ink heads 11 and the clear ink head 12, in
the main scanning direction.
[0038] The ultraviolet irradiation device 13 may be a
light source equipped with an ultraviolet LED (UVLED).

(Carriage, guide rail, scan driver)

[0039] As illustrated in FIGs. 1A and 1B, the carriage
2 holds and supports the head unit 1 in a manner that
ink outlets of the head unit 1 face the medium 50. The
guide rail 3 guides the carriage 2 to move in the main
scanning direction. The scan driver 4 drives the head unit
1 to perform main scans and sub scans.
[0040] When the head unit 1 is prompted to perform
main and sub scans, the inkjet heads of the head unit 1
are prompted to perform main and sub scans, for exam-
ple. The inkjet heads prompted to perform a main scan
may eject ink droplets onto the medium 50, while moving
in the main scanning direction previously set (Y direction
(including Y1 direction and Y2 direction) in FIGs. 1A and
1B). During a main scan, the scan driver 4 moves the
carriage 2 along the guide rail 3 to move the head unit 1
in the Y direction.
[0041] The inkjet heads prompted to perform a sub
scan may move relative to the medium 50 in, for example,
the sub scanning direction (X direction) orthogonal to the
main scanning direction. The X direction herein is orthog-
onal to the Y direction and Z direction illustrated in FIGs.
1A and 1B. During a sub scan, the scan driver 4 moves
the guide rail 3 in the X direction to move the head unit
1 in the X direction.
[0042] The printer 100 may be configured to move the
medium 50 in sub scans, with the head unit 1 being se-
cured to a position in the sub scanning direction. In the
printer thus configured, the table 5 supporting the medi-
um 50 may be driven to move by the scan driver 4 in sub
scans.

(Table)

[0043] As illustrated in FIGs. 1A and 1B, the table 5 is
a flat member that supports the medium 50 in a manner
that the medium 50 faces the head unit 1. The table 5 is
allowed to move vertically (Z direction in the drawing).
This vertical direction may refer to a direction that con-
nects the head unit 1 and the medium 50 facing each
other. With the vertically movable table 5, variously dif-
ferent types of media 50 may be usable, because a dis-
tance between the head unit 1 and the medium 50 is
appropriately adjustable in accordance with the thick-
ness of the medium 50.
[0044] On the upper surface of the table 5, a plurality
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of media 50 are arranged and supported, so that a print
object(s) may be printed at once on all of these media
50. The table 5 may include a holder for holding the me-
dium 50. The holder may be a tool so shaped as to fit to
the medium 50.

(Controller)

[0045] As illustrated in FIG. 2, the controller 7 controls
the operations of the components provided in the printer
100 in response to instruction signals outputted from a
host PC.
[0046] Specifically, the controller 7 controls a rate of
ejection of the ink from each inkjet head of the head unit
1 (recording duty). The controller 7 prompts the scan driv-
er 4 to move the carriage 2 along the guide rail 3. The
controller 7 prompts the table 5 to move along an X-Y
plane and also prompts the table 5 to move upward and
downward along the Z direction. The controller 7 turns
on and off the ultraviolet radiation from the ultraviolet ir-
radiation devices 13, and also controls ultraviolet radia-
tion time until the turned-on radiation is turned off.
[0047] The controller 7 is programmed to run three dif-
ferent printing modes; glossy mode, matte mode, and
edgy-glossy mode.
[0048] In the glossy mode, the ink is cured so as to
impart a glossy effect to a printed matter. Describing the
"glossy", a printed matter has a smooth surface that is
glossy and reflects abundant light. In the glossy mode,
the controller 7 (first controller 7a) prompts the head unit
1 to eject the ink by an upper-limit rate of ejection v1, and
prompts the ultraviolet irradiation devices 13 to start to
radiate ultraviolet light after a duration of time t1 long
enough to flatten the ink dots that landed on the medium
50 (the ink dots start to merge into adjacent ink dots).
Thus, the ink may be cured after ink dots D are flattened,
as illustrated in FIG. 3A, which is suitable when an image
with a glossy surface is desirably formed. This printing
mode, on the other hand, may be unsuitable when a clear,
high-quality image is desirably formed, because adjacent
ones of the flattened ink dots merge into one another,
losing their edges.
[0049] In the matte mode, the ink is cured so as to
impart a matte effect to a printed matter. Describing the
"matte", a printed matter has a markedly uneven surface
that is not glossy and may cause diffused reflection of
light. During the matte mode, the controller 7 (second
controller 7b) prompts the head unit 1 to eject the ink by
a rate of ejection v2; approximately 60% of the upper-
limit rate of ejection v1. Further, the controller 7 (second
controller 7b) prompts the ultraviolet irradiation devices
13 to start to radiate ultraviolet light immediately after the
ink landed on the medium 50 (after a duration of time t2
subsequent to the landing of the ink, t2 < t1). In this print-
ing mode, the ink may be cured before the ink dots D are
flattened, as illustrated in FIG. 3B. Such independent ink
dots D with edges may be suitable when a clear, high-
quality image is desirably obtained. On the other hand,

the image’s surface obtained in this printing mode may
have multiple irregularities resulting from such ink dots
D and is likely to cause diffused reflection of light. This
printing mode, therefore, may be unsuitable when a
glossy image is desirably formed.
[0050] In the matte mode, the timing of ultraviolet ra-
diation is not necessarily immediately after the ink landed
on the medium 50. The ultraviolet radiation may be per-
formed at any time after the ink landed on the medium
50 and before the ink is thoroughly flattened. The ink dots
immediately after landing on the medium 50 may still be
independent with edges, which may be preferable when
a clear, high-quality image is desirably formed.
[0051] The edgy-glossy mode is an intermediate mode
between the matte mode and the glossy mode. The ad-
vantages of the glossy and matte modes are combined
in this mode. In the edgy-glossy mode, the ink dots are
somewhat flattened to provide a smooth and glossy sur-
face finish but are independent enough not to merge into
the other adjacent dots or lose their edges. During the
edgy-glossy mode, the controller 7 (third controller 7c)
prompts the head unit 1 to eject the ink by an upper-limit
rate of ejection v3 (= v1), and prompts the ultraviolet ir-
radiation devices 13 to start to radiate ultraviolet light
immediately after the ink landed on the medium 50 (after
a duration of time t3 subsequent to the landing of the ink,
t3 = t2 < t1). Thus, the ink may be cured after the ink dots
D are flattened to an extent that they are not thoroughly
merged, as illustrated in FIG. 3C. The ink dots D are still
somewhat independent with edges. This printing mode,
therefore, may be suitable when an adequately clear,
smooth, and glossy image is desirably obtained. This
printing mode, however, is not as successful in smooth-
ness and glossiness as in the glossy mode or not as
successful in image quality as in the matte mode.
[0052] The rate of ejection of the ink from the head unit
1 in the edgy-glossy mode may be greater than the rate
of ejection required in the matte mode and less than or
equal to the rate of ejection required in the glossy mode.
That is, the rates of ejection in these printing modes may
satisfy the relationship of v2 < v3 ≤ v1. The timing of
ultraviolet radiation in the edgy-glossy mode is not nec-
essarily immediately after the ink landed on the medium
50 but may be after the ink dots are flattened and before
they merge into the other adjacent ink dots, i.e., insofar
as the relationship of t3 < t1 is satisfied.
[0053] With the head unit 1 and the ultraviolet irradia-
tion devices 13 arranged as illustrated in FIGs. 1A and
1B, the ultraviolet radiation may be, for example, as de-
scribed below in the glossy mode and the matte and
edgy-glossy modes.
[0054] After the ink landed on the medium 50 in the
glossy mode, the ultraviolet irradiation devices 13 start
to radiate ultraviolet light after the duration of time t1 long
enough to flatten the ink dots on the medium 50, as de-
scribed above. In this printing mode, the ultraviolet radi-
ation should be suspended over an adequately long pe-
riod of time (t1) after the ink landed on the medium.
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[0055] When a scan is performed forward and back-
ward, for example, the head unit 1 is moved in the Y1
direction to eject the ink droplets from the clear ink head
12, with the ultraviolet irradiation device 13L being inac-
tive during the scan forward. The ejected ink droplets are
then irradiated with ultraviolet light from the ultraviolet
irradiation device 13L in the scan backward. This may
afford an adequately long duration of time t1 (see FIG.
1B).
[0056] In the matte and edgy-glossy modes, as de-
scribed earlier, the ultraviolet irradiation devices 13 radi-
ate ultraviolet light immediately after the ink landed on
the medium 50 (t2 < t1). Thus, the ultraviolet radiation
may desirably start immediately after the ink landed on
the medium.
[0057] When a scan is performed forward and back-
ward, for example, the head unit 1 is moved in the Y1
direction to eject the ink droplets from the color ink heads
11 and/or the clear ink head 12. The ejected ink droplets
are then irradiated with ultraviolet light from the ultraviolet
irradiation device 13L in the scan forward and irradiated
with ultraviolet light also from the ultraviolet irradiation
device 13R in the scan backward. In this instance, the
duration of time t2 may be shorter than t1 (see FIG. 1B).

<Printing method>

[0058] A printing method for the medium 50 in three
printing modes using the printer 100 is hereinafter de-
scribed referring to FIG. 4. FIG. 4 is a flowchart of the
printing method using the printer.
[0059] An operator immovably locates the medium 50
at a predetermined position on the table 5 of the printer
(inkjet printer) 100, and then inputs instructions to the
printer 100 to form an image on the medium 50 based
on predetermined printing data. According to the instruc-
tions inputted by the operator, the matte mode is first set
in the printer 100 as the printing mode, and then the print-
ing operation in the edgy-glossy mode starts when the
matte mode is over.
[0060] The controller 7 of the printer 100 that received
the instructions inputted by the operator prompts the scan
driver 4 to move the carriage 2 in the main scanning di-
rection (Y direction) relative to the table 5 along the guide
rail 3, and also prompts the scan driver 4 to move the
printer body supporting the guide rail 3 in the sub scan-
ning direction (X direction) relative to the table 5. Thus,
the controller 7 moves the carriage 2 relative to the me-
dium 50 secured to the table 5 in accordance with the
printing data.
[0061] The controller 7 controls the movement of the
carriage 2, and also controls the ink ejection from the
head unit 1 and the ultraviolet irradiation by the ultraviolet
irradiation devices 13 as required in the matte mode (Step
S1). While the color inks are used in the matte mode, the
clear ink may be used in this mode. During the matte
mode, the controller 7 prompts the head unit 1 to eject
the ink by the rate of ejection v2; approximately 60% of

the upper-limit rate of ejection v1. Further, the controller
7 prompts the ultraviolet irradiation devices 13 to start to
irradiate the inks on the medium 50 with ultraviolet light
immediately after landing on the medium 50 (after the
duration of time t2 subsequent to the landing of the ink).
[0062] In the matte mode, the ultraviolet radiation starts
to cure the inks before the ink dots that landed on the
medium 50 are spread and flattened. Therefore, a clear,
high-quality image may be obtained from the independ-
ent ink dots with edges. The matte mode may be aimed
at obtaining a clear, high-quality image on the medium 50.
[0063] When the matte mode is over, the controller 7
then prompts the printer 100 to carry out the printing op-
eration in the edgy-glossy mode.
[0064] The controller 7 controls the movement of the
carriage 2, and also controls the ink ejection from the
head unit 1 and the ultraviolet irradiation by the ultraviolet
irradiation devices 13 as required in the edgy-glossy
mode (Step S2). The clear ink is used in the edgy-glossy
mode. During the edgy-glossy mode, the controller 7
prompts the head unit 1 to eject the ink by the rate of
ejection v3; upper-limit rate of ejection. Further, the con-
troller 7 prompts the ultraviolet irradiation devices 13 to
start to irradiate the inks on the medium 50 with ultraviolet
light immediately after landing on the medium 50 (after
the duration of time t3 subsequent to the landing of the
ink).
[0065] Although the ultraviolet radiation in the edgy-
glossy mode starts to cure the ink before the ink dots
landed on the medium 50 are spread and flattened, dots
of the ink ejected in abundance may be somewhat flat-
tened and merged. This printing mode, therefore, may
combine different surface finishes in a print result; gloss-
iness and smoothness both attained to a certain extent,
and matte effect resulting from independent ink dots with
edges. The purpose of the edgy-glossy mode is to make
use of an image formed in the matte mode and to form
a pattern layer that may appear differently at different
angles on the image.
[0066] When the edgy-glossy mode is over, the con-
troller 7 prompts the printer 100 to carry out the printing
operation in the glossy mode.
[0067] The controller 7 controls the movement of the
carriage 2, and also controls the ink ejection from the
head unit 1 and the ultraviolet radiation from the ultravi-
olet irradiation devices 13 as required in the glossy mode
(Step S3). The clear ink is used in the glossy mode. Dur-
ing the glossy mode, the controller 7 prompts the head
unit 1 to eject the ink by the upper-limit rate of ejection
v1, and prompts the ultraviolet irradiation devices 13 to
start to radiate ultraviolet light after the duration of time
t1 long enough to flatten the ink dots that landed on the
medium 50 (the ink dots start to merge into adjacent ink
dots).
[0068] In the glossy mode, the ultraviolet radiation
starts to cure the ink after the ink dots on the medium 50
are spread and flattened, so that an image with a glossy
surface may be formed. The purpose of the glossy mode
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is to make use of an image formed in the matte mode
and a pattern formed in the edgy-glossy mode, and to
form a protective layer that protects the image and the
pattern.
[0069] So far was described the whole printing opera-
tion for the medium 50 by the printer 100, which is now
completed.

(MODIFIED EMBODIMENT)

[0070] FIG. 5 is a flowchart of another printing method
using the printer. When, for example, a glossy pattern
image is desirably formed in part of a print surface of the
medium 50, the image may be formed as illustrated in
FIG. 5.
[0071] In a specific example, as illustrated in FIG. 5,
the controller 7 concurrently forms in one scan an image
using the color inks in the matte mode and a pattern using
the clear ink in the edgy-glossy mode (Step S11). That
is, the controller 7 uses the color ink heads 11 and the
clear ink head 12 and starts the ultraviolet radiation con-
currently for the inks ejected from these heads. Then, a
clear, high-quality image formed in the matte mode and
a glossy image formed in the edgy-glossy mode may be
obtained at once. After the image and the pattern are
formed in the matte and edgy-glossy modes, the control-
ler 7 runs the glossy mode to form a glossy protective
layer with a flat surface (Step S12).
[0072] With the head unit 1 and the ultraviolet irradia-
tion devices 13 arranged as illustrated in FIGs. 1A and
1B, the manners of ultraviolet radiation in the glossy, mat-
te, and edgy-glossy modes may be controlled corre-
spondingly to different conditions for irradiation in these
modes, for example, by selecting one or both of the ul-
traviolet irradiation devices 13 and changing timings of
ultraviolet radiation from the devices 13, as described
above.
[0073] The same conditions for ultraviolet irradiation
may be employed to form an image using the color inks
in the matte mode and to form a pattern using the clear
ink in the edgy-glossy mode. The matte and edgy-glossy
modes, therefore, may be feasible in one scan, as illus-
trated in FIG. 5.
[0074] Two printing modes concurrently run in the
printer may shorten printing time.
[0075] According to the printer 100 and the printing
method disclosed herein, the controller 7 may set, in the
edgy-glossy mode, the rate of ejection greater than the
rate of ejection required in the matte mode and less than
or equal to the rate of ejection required in the glossy
mode. In this printing mode, therefore, dots of the cured
ink are flattened to an extent that their edges are not lost.
This may allow a clear, high-quality image to be printed
on the medium 50, as in matte-finish printing, using a
single color ink or the clear ink instead of multiple color
inks, and may provide glossiness for the printed image’s
surface. In the edgy-glossy mode, the colorless, trans-
parent ink is ejected onto a matte image by a greater rate

of ejection than in the matte mode and cured with the
duration of time required in the matte mode. Between
two layers of a print result, therefore, reflectivity is lower
in the underlayer and is higher in the top layer. This may
allow the underlayer pattern to produce a more discern-
ible visual effect.
[0076] When the matte mode and the edgy-glossy
mode are over, the controller 7 shifts to the glossy mode,
in which the clear ink is ejected from the head unit 1 onto
the medium 50 by the rate of ejection required of glossy-
finish printing and cured in a manner that a glossy finish
is obtainable. Thus, a glossy protective layer may be
formed on the pattern of the clear ink.
[0077] During the glossy mode, the controller 7
prompts the head unit 1 to eject the ink by the upper-limit
rate of ejection. This may expedite the process to flatten
the ink dots, which may be useful to obtain a print result
with a glossy surface.
[0078] During the matte mode, the controller 7 prompts
the head unit 1 to eject the inks by 60% of the upper-limit
rate of ejection. The ink dots may be accordingly inde-
pendent with no overlap therebetween, which may be
suitable when a clear, high-quality image is desirably ob-
tained.
[0079] During the edgy-glossy mode, the controller 7
prompts the head unit 1 to eject the inks by the upper-
limit rate of ejection. This may expedite the process to
flatten the ink dots and may more easily provide a glossy
effect as in the glossy mode.
[0080] In the edgy-glossy mode, the controller 7, after
the inks landed on the medium 50, starts the ultraviolet
radiation after the duration of time required of matte-finish
printing to cure the inks before the ink dots are thoroughly
flattened. This may impart glossiness to the surface of a
print result without losing edges of the ink dots.
[0081] During the edgy-glossy mode, the controller 7
prompts the head unit 1 to eject the clear ink. The clear
ink may maximize the color and pattern of an image
formed below, and may also impart glossiness to the im-
age’s surface.
[0082] As described in the modified embodiment illus-
trated in FIG. 5, the controller 7 prompts the different
inkjet heads to eject the color inks and the clear ink con-
currently, and starts the ultraviolet irradiation to concur-
rently cure these inks in a manner that a matte finish is
obtainable. Thus, printing operations in two different
modes may be feasible in one scan. In a specific exam-
ple, an image or letters may be formed on the medium
50 from the color inks, and a decorative pattern may be
further formed thereon from the clear ink.

<Manufacturing method for decorated object>

[0083] Hereinafter, a manufacturing method for a dec-
orated object is described that uses the printer 100 and
the printing method. In an example described below, a
decorated object 70 illustrated in FIG. 6 is formed by the
printer 100 and the printing method.
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[0084] In the decorated object 70, an adhesive layer
52 and an image layer 54 are formed on the medium 50,
and a decorative layer 56 is further formed on the adhe-
sive layer 52.
[0085] A transparent ultraviolet-curable ink is used to
form the adhesive layer 52. The adhesive layer 52 may
be made of a coating material having tacky properties
that becomes tacky by curing or heating after curing. The
coating material having tacky properties may be, for ex-
ample, a colorless, transparent coating material including
acrylate as a binder resin.
[0086] A colored ultraviolet-curable ink is used to form
the image layer 54. The image layer 54 is formed based
on information recognizable as images, such as letters,
photographs, and illustrations.
[0087] The decorative layer 56 is printed on the adhe-
sive layer 52 in the form of a film for decoration. Examples
of the decorative layer 56 may include metal foils made
of metallic materials, and pigment foils made of pigments.
[0088] The decorated object 70 may be manufactured
as described below.
[0089] To form the image layer 54, the color inks are
ejected from the color ink heads 11 by the rate of ejection
v2 required of matte-finish printing. Then, the ejected inks
are irradiated with light after the standby time t2 required
of matte-finish printing is passed, and thereby cured in a
manner that a matte finish is obtainable.
[0090] To form the adhesive layer 52, the transparent
ink is ejected onto the medium 50 from the clear ink head
12 by the rate of ejection v3 greater than the rate of ejec-
tion v2 and less than or equal to the rate of ejection v1
required of glossy-finish printing. Then, the ejected ink
is irradiated with light after the standby time t3 is passed
that is shorter than the standby time t1 required of glossy-
finish printing.
[0091] To form the decorative layer 56, a foil attached
to a release sheet with a film- or paper-made surface is
pressed against the adhesive layer 52 having tacky prop-
erties, and the release sheet is removed from the foil to
leave the foil alone attached to the adhesive layer 52.
[0092] By using the printer 100 and the printing method
disclosed herein to form the decorative layer 56 on the
medium 50 by attaching the foil to the image layer 54 and
the adhesive layer 52, the adhesive layer 52 having
smoothness on its surface may be successfully obtained,
as well as a clear, high-quality image. The foil may be
easily attached to the adhesive layer 52, and the foil thus
improved in adhesion may be useful for firm adhesion of
the entire decorative layer 56 to the adhesive layer 52.
The decorative layer 56 may excel in image quality like
the image layer 54.
[0093] Specifically, the adhesive layer 52 was formed
in the glossy mode and in the same manner as the image
layer 54 (matte mode), and the decorative layer 56 was
tested under the condition of the line widths from 0.1 mm
to 0.6 mm. The test showed that the foil was peeled off,
with the line widths of less than 0.3 mm, resulting in a
poor quality of the decorative layer 56.

[0094] Meanwhile, the adhesive layer 52 was formed
in the edgy-glossy mode, and the decorative layer 56
was similarly tested. The test showed that the foil was
not peeled off, even with the line widths of less than 0.2
mm, resulting in a high quality of the decorative layer 56.

<Other aspects>

[0095] The embodiments described thus far are non-
limiting examples of this disclosure. The printing modes
are not necessarily performed in the order described
herein and may be performed otherwise depending on
printing details required. The same printing modes may
be repeated a plurality of times.
[0096] The three printing modes may be controlled by
one controller 7 or may be controlled by different control-
lers, as described above.
[0097] The arrangement and the number of the color
ink heads in the head unit 1 and the colors of the inks
used may be optionally changed.

Claims

1. A printer, comprising:

a head that ejects a photo-curable ink;
a light irradiation device that irradiates the photo-
curable ink with a light; and
a controller programmed to control a rate of ejec-
tion of the photo-curable ink and a standby time
between a timing of the photo-curable ink land-
ing on a print medium and a timing of the light
being radiated,
the controller comprising:

a first controller that prompts the printer to
carry out a printing operation by a rate of
ejection v1 required of glossy-finish printing
and with a standby time t1 required of
glossy-finish printing;
a second controller that prompts the printer
to carry out the printing operation by a rate
of ejection v2 required of matte-finish print-
ing and with a standby time t2 required of
matte-finish printing; and
a third controller that prompts the printer to
carry out the printing operation by a rate of
ejection v3 and with a standby time t3, the
rate of ejection v3 being greater than the
rate of ejection v2 and less than or equal to
the rate of ejection v1, the standby time t3
being shorter than the standby time t1.

2. The printer according to claim 1, wherein the first
controller prompts the head to eject the photo-cura-
ble ink by the rate of ejection v1 set as an upper-limit
rate of ejection of the photo-curable ink from the
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head.

3. The printer according to claim 1 or 2, wherein the
third controller prompts the head to eject the photo-
curable ink by the rate of ejection v3 set equal to the
rate of ejection v1.

4. The printer according to any one of claims 1 to 3,
wherein the third controller prompts the printer to car-
ry out the printing operation with the standby time t3
set equal to the standby time t2.

5. The printer according to any one of claims 1 to 4,
wherein the third controller prompts the head to eject
a colorless, transparent ink or a single color ink.

6. A printing method, comprising steps of:

ejecting a photo-curable ink from a head onto a
print medium by a rate of ejection v2 required of
matte-finish printing;
radiating a light after a standby time t2 is passed
to cure the photo-curable ink in a manner that a
matte finish is obtainable, the standby time t2
being a duration of time required of matte-finish
printing between a timing of the photo-curable
ink landing on the print medium and a timing of
the light being radiated;
ejecting a transparent, photo-curable ink from
the head onto the print medium by a rate of ejec-
tion v3 greater than the rate of ejection v2 and
less than or equal to a rate of ejection v1 required
of glossy-finish printing; and
radiating the light after a standby time t3 shorter
than a standby time t1 is passed to cure the
ejected transparent, photo-curable ink, the
standby time t1 being a duration of time required
of glossy-finish printing between a timing of the
photo-curable ink landing on the print medium
and a timing of the light being radiated.

7. The printing method according to claim 6, wherein
the transparent, photo-curable ink is cured with the
standby time t2 required of matte-finish printing.

8. The printing method according to claim 6 or 7, where-
in the photo-curable ink to be ejected by the rate of
ejection v2 and the transparent, photo-curable ink
are ejected concurrently from different heads and
then cured concurrently with the standby time t2 re-
quired of matte-finish printing.

9. The printing method according to any one of claims
6 to 8, further comprising steps subsequent to curing
of the transparent, photo-curable ink ejected by the
rate of ejection v3 with the standby time t3,
the steps being steps of:

ejecting the transparent, photo-curable ink from
the head onto the print medium by the rate of
ejection v1; and
radiating the light after the standby time t1 is
passed to cure the transparent, photo-curable
ink in a manner that a glossy finish is obtainable.

10. A manufacturing method for a decorated object,
comprising steps of:

ejecting a photo-curable ink from a head onto a
print medium by a rate of ejection v2 required of
matte-finish printing;
radiating a light after a standby time t2 is passed
to cure the photo-curable ink in a manner that a
matte finish is obtainable, the standby time t2
being a duration of time required of matte-finish
printing between a timing of the photo-curable
ink landing on the print medium and a timing of
the light being radiated;
ejecting a transparent, photo-curable ink from
the head onto the print medium by a rate of ejec-
tion v3 greater than the rate of ejection v2 and
less than or equal to a rate of ejection v1 required
of glossy-finish printing;
radiating the light after a standby time t3 shorter
than a standby time t1 is passed to cure the
ejected transparent, photo-curable ink, the
standby time t1 being a duration of time required
of glossy-finish printing between a timing of the
photo-curable ink landing on the print medium
and a timing of the light being radiated;
attaching, to the cured transparent, photo-cura-
ble ink, a foil-attached release sheet with a foil
attached to one surface thereof; and
detaching the release sheet from the foil subse-
quent to the attaching of the release sheet.
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