




















Relative Etching Rates
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Durachrome 835 bath produces
bright, hard deposits with a very fine
crack paltern that resuits in long
press runs, inereased doctor blade
life and lack of scumming. When
properly used. Durachrome 85 can
be utilized by shops plating severai
different cylinder sizes with good re-
sults. This is due, in large part, to the
ease with which this catalyst can be
analyzed and maintained.

Aside [rom the fact that Dura-
chrome 8% is a liquid, the main
difference between it and other
fluoride ype baths is 1ts use of
anather catalyst in conjunction with
the fluoride and suifate fons in the
solution.

Liquid Catalyst at Art Gravur

One of the most successful
plications of Durachrome 85 b
for gravure cylinder plating is at
Gravure of Cleveland. Because r
ol their applicalions are for long
on high speed presses, Art Gra
has used a [(luoride type bath
yeurs to achieve the required chr
deposit with optimum hardness and
crack pattern.

More recently they converted to
Duruachrome 85 bath with even better
results. [t has enabled them to in-
crease the speed of their plating
operations while producing the hard
chrome cylinder deposits required
for good fidelity reproduction over
extra long press runs.

According to Art Gravure plating
experts, the new liquid catalyst bath,
coupled with their painstaking cylin-
der preparation leading up to the
plating, enables them to attain un-
precedented economy and speed in
overall plating operations. Every
step of the cylinder preparation relies
on modern cquipment and up-to-date
pholoengraving practice and tech-
nology to insure the oulstanding
quality of their printed product.

Using Non-Fluoride Proprietary
Baths

Perhaps the most important ad-
vance in the area of hard chrome
plating is the development of the
non-fluoride type bath for a wide
range of precision applications. Al-
though a recent development, it has
already established itself in the plat-
ing field and has special signilicance
for the gravure plating process.

One such bath is Durachrome 60
which uscs a liquid catalyst with
regular chromie acid and offers
many advanlages over standard and
Muoride plating applications where
cylinders of various sizes are pro-
vessed in one Lank. In addition, the
catalylic agents in this bath are not
influenced by wvarjations in hath
temperature or anode area and
spacing.

Of special importance to the gra-
vure plater is the fact that this par-
ticular non-fluoride bath has even
less ctching potential than the stan-
dard bath. In actual operation,
Durachrome 60 has etched un-
masked areas, such as cylinder ends
and shaft, to a lesser degree than the



bath used without a stop ofT
dng of unplated surfaces.
3 shows the relative etch rate
15 types of baths including
ame 60,
hrome 60 operates at 20
er/gallon which provides re-
yncentration Lhat increases
seed, reduces fuming and re-
:wer pollution controls. It
Juces harder chrome depo-
to 68 on the Rockwell C
1an the standard bath, with a
wcreased crack pattern. The
deposit is slightly brighter,
1 fewer trees und nodules
duces time and cost of post,
wlishing.
juid catalyst in this formula-
rates extremely well over a
ige of concentration. Even
light variations occur in its
ation they won't subsian-
er the deposits produced.
s off by requiring less analy-
wrol of the catalyst Lhan
by Muoride type baths,
lition, Durachrome 60 bath
rale at the same cylinder

rotation as required by the standard
bath. No modilication or extra con-
trol of the rotational mechanism is
needed. Fumes and solution spray
[rom this non-fluoride bath arc less
corrosive, too, which should help in-
crease plant equipment life.

Taken in comhination. these
features enable the gravure plater to
produce a cylinder with deposits that
provide finer line delincation, longer
wedr with less scumming and higher
quality printing on both short and
long runs,

Summary: Plating Bath Selection

Matching the plating bath to the
application is important to gravure
printing quality. That mukes proper
plating bath selection vitally impor-
tant, too. Especially since the hard
chrome deposits produced are the
next to the last process prior to
actual printing operations, Table 111
is a bath sclection chart that shows
the fundamental differences in the
various types of baths available, A
final selection should be made in

consultation wit
plier.
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