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a synthetic material layer on the substrate. And a second
subsequent step, may involve providing a relief on the surface
of the synthetic material layer. The relief may include a pat-
tern of recesses and/or projections. The pattern may be at least
partially determined by one or more prints.
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METHODS FOR MANUFACTURING PANELS
AND PANEL OBTAINED THEREBY

[0001] This application is a divisional application of U.S.
patent application Ser. No. 13/139,546 filed Jun. 14, 2011,
which is a US National Phase Application of International
Application PCT/IB2009/055148 filed Nov. 18, 2009, which
claims priority under 35 USC 119(e) to U.S. Provisional
Application No. 61/139,286 filed on Dec. 19, 2008, the entire
content of all three of which are incorporated herein by ref-
erence.

[0002] U.S. patent application Ser. No. 13/139,546 is a
continuation-in-part application of International Application
PCT/IB2009/054968 filed Nov. 9, 2009, the entire content of
which is incorporated herein by reference.

[0003] This application claims priority under 35 USC §119
(a)-(d) to Belgian Patent Application Nos. 2009/0141 filed
Mar. 10, 2009, and 2009/0246 filed Apr. 21, 2009, the entire
content of both of which are incorporated herein by reference.

BACKGROUND

[0004] 1. Field

[0005] This invention relates to methods for manufacturing
panels, as well as to panels which can be obtained by such
methods.

[0006] More particularly, the invention relates to methods
for manufacturing panels of the type comprising a least a
substrate and a top layer with a motif, said top layer being
provided on this substrate. Herein, this may relate, for
example, to furniture panels, ceiling panels, floor panels or
the like, which substantially consist of a MDF or HDF (Me-
dium or High Density Fiberboard) basic panel or substrate
and a top layer provided thereon. In particular, this relates to
amethod wherein one or more material layers are provided on
the substrate, wherein at least one of these material layers
comprises a printed motif. Preferably, this relates to a motif
which is at least partially obtained by means of a print per-
formed directly or indirectly on the substrate. However, the
invention also applies to panels wherein the motif is realized
in another manner, for example, by printing this motif on a
carrier sheet and providing this carrier sheet on the aforemen-
tioned substrate, such as it is the case, for example, with DPL
(Direct Pressure Laminate) laminate panels.

[0007] 2. Related Art

[0008] Such panels are known as such, for example, from
U.S. Pat. No. 1,971,067, U.S. Pat. No. 3,173,804, U.S. Pat.
No. 3,554,827, U.S. Pat. No. 3,811,915, WO 01/48333, WO
01/47724, US 2004/0026017, WO 2004/042168, EP 1 872
959, DE 197 25 829 C1 or DE 195 32 819 Al. From the
aforementioned documents, it is also known that the afore-
mentioned material layers can comprise one or more priming
layers, wherein these priming layers substantially extend
underneath said print, and/or may comprise one or more
finishing layers, which substantially extend above said motif.
Such finishing layers may comprise, for example, transparent
or translucent synthetic material layers, which form a protec-
tive layer above the, whether or not printed, motif and may
comprise, for example, wear-resistant particles, such as alu-
minum oxide. It is not excluded that this protective layer
comprises a material sheet, such as a paper sheet, which is
provided, for example, with a synthetic material, such as an
amino resin.

[0009] From the aforementioned patent documents, vari-
ous methods are known for providing the surface of a coated
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panel with a structure. From the document WO 2004/042168,
it is known to provide recesses in the substrate itself or in a
priming layer and to perform a print in the form of a motif on
this structured substrate. From WO 01/47725, U.S. Pat. No.
3,811,915 and U.S. Pat. No. 3,554,827, it is known to provide
a lacquer-repellent means on the printed motif, such that the
afterwards provided thereon transparent lacquer layer solidi-
fies selectively, such that a structure is formed on the final
panel. From WO 01/48333, it is known to provide impres-
sions, with the assistance of a mould or press cylinder, in a
lacquer layer provided above the motif. From WO 01/47724,
it is known to provide a transparent lacquer layer by means of
an inkjet selectively above the motif and in this manner real-
ize a structure, wherein the thus provided lacquer layer covers
the motif only partially and a portion of the motif is not
protected against wear. From DE 197 25 829 Cl1, it is known
to provide impressions, by means of a mold or press cylinder
or press plate, in a protective layer applied above the motif. In
DE 197 25 829 C1, namely protective layers are used, applied
in liquid form, which comprise thermo-hardening resin, such
as melamine.

[0010] In respect to flexibility and/or in respect to struc-
tures to be realized, the herein above mentioned techniques
leave much to be desired. For example, it is difficult to realize
with these techniques, in a smooth manner, structures corre-
sponding to the motif provided by the print. Moreover,
according to some of the known techniques, the motif par-
tially remains unprotected against, for example, wear or
moisture penetration.

SUMMARY

[0011] According to its various independent aspects, the
present invention in particular aims at offering alternative
methods for manufacturing coated panels of the above-men-
tioned type, which, according to various preferred embodi-
ments thereof, can be performed smoother and/or more eco-
nomical than the methods from the state of the art, and/or
offers a remedy for one or more disadvantages of the methods
of the state of the art.

[0012] To this aim, the invention, according to its first inde-
pendent aspect, relates to a method for manufacturing coated
panels of the type comprising at least a substrate and a top
layer with a motif, said top layer being provided on said
substrate, wherein the method for realizing the top layer
comprises at least two steps, namely, a first step, in which a
synthetic material layer is provided on the substrate, and a
second subsequent step, in which a relief is provided on the
surface of said synthetic material layer, with the characteristic
that said relief comprises a pattern of recesses and/or projec-
tions, wherein this pattern is at least partially determined by
means of one or more prints. It is noted that between the
substrate and said synthetic material layer, possibly still other
material layers may be present, such as a layer representing at
least a portion of said motif or the entire motif.

[0013] It is clear that according to this first aspect of the
invention the relief only is obtained after the respective por-
tion of the synthetic material layer already has been provided.
Thereby, for applying the synthetic material layer itself, tech-
niques may be chosen which are appropriate for coating flat
substrates, which considerably simplifies such method and
thus limits the risk of forming undesired inclusions, such as
air inclusions, in the synthetic material layer, or even excludes
this risk.



US 2016/0114619 Al

[0014] Due to the fact that the pattern of the reliefis at least
partially determined by means of a print, a structure or relief
corresponding to the motif can be applied simpler, smoother
and more flexible. For example, the same printing technique
may be applied both for forming the motif and for forming
said one or more prints, such that possibly a similar resolution
can be achieved in the motif and in the respective portion of
the relief. Preferably, a print by means of a digital printing
technique, such as inkjet printing, is applied. Of course, it is
not excluded that printing techniques, such as offset printing
or gravure printing, for example, by means of press cylinders,
are applied.

[0015] It is noted that the color and/or tint of said one or
more prints, which are responsible for the respective portion
of the structure or the relief, possibly may remain visible at
the decorative side of the final coated panel. In the case of a
wood structure, in which the wood pores are imitated by a
structure of recesses, in this manner the color and/or the tint of
the wood pores can be realized.

[0016] The method of the first aspect can be realized in
practice in a variety of possible manners. Below, four possi-
bilities for this are discussed.

[0017] According to afirst possibility, use is made of a print
which is situated underneath said synthetic material layer and
is applied, for example, in a step which is performed prior to
or simultaneous with said first step. For example, one may
work with a print by means of an expandable agent, which
then, according to the invention, after applying the synthetic
material layer, is expanded during said second step and in this
manner deforms the synthetic material layer provided there-
over.

[0018] During expanding, the synthetic material layer still
may be soft or already completely or only partially solidified.
When use is made of a not completely solidified synthetic
material layer, this may also be solidified at the same time
when forming the structure.

[0019] The expansion of the print may be initiated, for
example, by supplying heat by means of an oven or radiation.
Herein, the expansion possibly may be restricted by a
mechanical molding element, which is brought into contact
with the synthetic material layer, such that better defined
structures can be achieved, which, amongst others, show less
and/or smaller rounded portions. The use of such molding
element may be of interest, for example, for forming cham-
fers at one or more edges of the panels concerned.

[0020] Instead of printing with an expandable agent,
according to said first possibility printing may also be per-
formed with an expansion-preventing agent, wherein this
agent then locally counteracts a globally desired expansion.
Such embodiment is of interest when a globally flat structure
has to be formed, which needs to show recesses over a limited
surface only. This may be the case, for example, when imi-
tating wood structure, wherein the wood pores are present as
recesses in a globally flat surface. Another example hereof is
the formation of joints or chamfers.

[0021] Specifically, for example, as an expansion-prevent-
ing agent, for example, an agent can be applied which com-
prises benzotriazole and/or tolyltriazole. Such product is able
to decrease or to prevent the expansion of a synthetic material,
such as PVC. As an expanding agent, an agent can be applied
which as such comprises PVC.

[0022] According to an ancillary possibility of said first
possibility, said prints determining the structure are not only
situated underneath said synthetic material layer, but also
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underneath said motif. According to this possibility, the motif
itself obtains a structure, and depth-effects may be achieved.
[0023] According to still another ancillary possibility of
said first possibility, the expanding or expansion-preventing
agent is located in the motif and/or forms part of this motif.
For example, such agent can be applied for realizing those
portions of a motif which are intended for being present as a
projection, recess, respectively, at the surface of the coated
panel. So, the wood nerves and/or wood pores of a wood motif
can be printed by means of a colorant or ink comprising an
expansion-preventing agent.

[0024] According to a second possibility, use is made of a
print which is situated above said synthetic material layer and
is provided, for example, in a step following said first step.
Such print may be performed, for example, with an agent
which, whether or not after the activation thereof, is capable
of forming recesses at the surface of said synthetic material
layer. For example, an agent can be chosen which, possibly
after its activation, locally may dissolve, erode, burn, melt or
soften the synthetic material layer, such that at the location of
the print, recesses may be formed in the synthetic material
layer, possibly after rinsing away or otherwise removing the
affected portion of the synthetic material layer.

[0025] According to another example of this second possi-
bility, such print may be performed with an agent which,
whether or not after the activation thereof, is capable of form-
ing projections at the surface of said synthetic material layer.
This may be realized, for example, in that the print as such
already has a certain thickness and adheres onto the synthetic
material layer, or in that the print comprises an agent which
locally causes the synthetic material to expand or may prevent
such expansion. Herein, this may be performed in a similar
manner as in said first possibility, however, with the differ-
ence that the respective expandable or expansion-preventing
agent now is situated above the synthetic material layer.
[0026] According to a third possibility of the first aspect of
the invention, said print is applied for forming a structure on
atransfer element or press element, such as a roll, wherein the
thus at least partially structured transfer element then is
applied for forming recesses in said synthetic material layer.
Preferably, said structure on the transfer element is formed at
the same time and/or in line with forming the recesses in the
synthetic material layer. Preferably, it is the printed agent
itself which forms the structure of the transfer element. For
this purpose, for example, a wax or lacquer can be applied;
also, agents comprising a metal, such as zinc or tin, are not
excluded.

[0027] According to a fourth possibility of said first aspect
of the invention, said print is applied for forming a mask on,
in or underneath said synthetic material layer, wherein this
mask enables a selective treatment of the synthetic material
layer, for example, by means of a material-removing and/or
material-depositing treatment, such that said mask deter-
mines the pattern of the thus obtained recesses and/or projec-
tions. Prior to said selective treatment, a selective curing
treatment may take place by means of the same mask or a
portion thereof. For example, by means of the mask, a selec-
tive UV or electron beam curing of a lacquer layer or other
synthetic material layer may be obtained in a smooth manner.
After having performed the treatment, the mask and the less
solidified portion of the synthetic material layer may or may
not be removed by means of any material-removing tech-
nique suitable therefor, for example, a technique in which the
mask, possibly together with a not solidified portion of the
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synthetic material layer, is brushed off and/or suctioned off.
According to preferred embodiments of this fourth possibil-
ity, examples of the further also mentioned fourth aspect of
the invention are obtained. According to a subordinate possi-
bility of this fourth possibility, the mask is formed by per-
forming said print on a separate foil or material web or mate-
rial sheet, wherein this foil preferably is made substantially
transparent or translucent. Such foil, which is provided with a
print, may be applied, for example, for selectively blocking
UV or electron radiation, when it is applied between the
synthetic material layer to be cured and the radiation source.
It is clear that in the above text, by translucent or transparent
is meant that these portions of the foil are permeable to the
radiation which is applied when curing the synthetic material
layer.

[0028] It is noted that a method, such as in the above-
mentioned third possibility of the first aspect, wherein the
structure of a mechanical press element is formed in line
and/or at the same time with forming the recesses at the
surface of a panel, as such forms a second independent inven-
tive aspect of the invention, wherein the structure of the press
element then is or is not obtained by means of a print. Such
press element may be performed, for example, as a belt, a
cylinder or a flat plate and may be composed substantially of
metal, such as a steel alloy or a copper alloy, or substantially
of synthetic material, such as silicone or melamine resin.
Instead of by means of a print, the structure may be com-
posed, for example, by means of material-growing or mate-
rial-depositing techniques, such as selective laser melting or
sintering, stereolithography, cladding and the like. According
to still another possibility, use may also be made of material
removal technologies, wherein then preferably a renewable
material layer provided on the press element concerned is
used, such that the structure of the press element can be
produced several times. According to another possibility, the
respective press element comprises a mechanism which
allows altering the surface structure thereof. This possibility
is particularly useful for forming larger impressions, such as
impressions for joints, chamfers or bevels. By “at the same
time and/or in line”, it is meant that the press element on
which the respective structure is formed, preferably at the
same moment also is at least partially applied for forming a
relief on the surface of a panel.

[0029] It is clear that the method of said second indepen-
dent inventive aspect can be defined as a method for manu-
facturing coated panels of the type comprising a least a sub-
strate and a top layer with a motif, said top layer being
provided on this substrate, wherein the method comprises at
least the steps of providing a synthetic material layer on the
substrate and providing in this synthetic material a relief by
means of a structured mechanical press element, character-
ized in that the structure of the press element is formed in line
and/or at the same time with the step of providing a relief in
the synthetic material. Preferably, another structure portion of
the press element is applied when providing the relief in the
synthetic material, than the one formed on the press element
at the same moment. Preferably, a mechanical press element
in the form of a belt or web is used, wherein this preferably
performs a continuous movement, for example, in that this
press element is transported along rollers, such as press roll-
ers. A belt or web has the advantage that it may have a
considerably larger surface than the surface of the coated
panel. This allows maintaining a sufficiently large distance
between the place where structure portions are formed and
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the place where other structure portions are brought into
contact with the synthetic material layer.

[0030] The step of providing a relief in the synthetic mate-
rial may be performed in various possible manners. Accord-
ing to a first possibility, the synthetic material is provided on
the panel before the relief is realized in the synthetic material
layer. According to a second possibility, the synthetic mate-
rial also may be provided with the relief before the thus
structured synthetic material layer is provided on the panel.
So, for example, it is possible that the synthetic material layer
is provided on an already structured portion of the press
element and that the thus formed synthetic material layer is
brought or transferred onto the panel. For example, one may
substantially work with the method known as such from the
document WO 2007/059967. In the method of this interna-
tional patent application, a lacquer layer is provided on a
structured material web, after which the thus formed syn-
thetic material layer is transferred onto the panel, wherein a
previously structured material web is used. According to the
present aspect, instead of working with such previously struc-
tured material web, a material web structured in line and/or at
the same time is used.

[0031] According to the invention, the structure portion
formed in line and/or at the same time may be applied one or
more times in order to provide the synthetic material with a
relief. It is also possible that, in the case of re-using the press
element concerned, the structure portions are formed again
after this portion has been applied for forming the reliefofone
or more panels. Further, it is possible that the press element is
intended for single use.

[0032] A method with the features of the second aspect
generally has the advantage that a much larger variety of
reliefs may be manufactured with the same press element.
Moreover, it is possible to switch smoothly between different
desired structures.

[0033] According toits third independent aspect, the inven-
tion relates to a method for manufacturing coated panels of
the type comprising a least a substrate and a top layer with a
motif, said top layer being provided on this substrate, wherein
the method for realizing the top layer comprises at least two
steps, namely, a first step, in which a synthetic material layer
is provided on the substrate, and a second subsequent step, in
which a relief is provided on the surface of said synthetic
material layer, with the characteristic that said relief com-
prises a pattern of recesses and/or projections, wherein this
pattern is at least partially obtained by locally increasing
and/or decreasing the volume of said top layer and/or the
substrate.

[0034] By “locally”, it is meant that the entire top layer does
not uniformly increase and/or decrease in volume. Herein,
this may relate to very limited local variations in volume
increase and/or decrease. For example, globally seen a uni-
form volume increase may be present at the surface of the top
layer, whereas at the edges locally a lesser volume increase
takes place, or even a volume decrease takes place, for form-
ing lower-situated edges which may serve, for example, as an
imitation of a joint, a chamfer or a sunken lacquer layer.
According to another example, globally seen a uniform vol-
ume increase may be present at the surface of the top layer,
whereas locally a lesser volume increase or a volume
decrease takes place for forming recesses which imitate the
presence of wood pores or other local unevennesses.

[0035] It is clear that according to the third aspect of the
invention, the relief is obtained only after the respective por-
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tion of the synthetic material has been provided already.
Hereby, for applying the synthetic material layer itself, tech-
niques may be chosen which are appropriate for coating flat
substrates, which considerably simplifies such method and
limits or even excludes the risk that undesired inclusions,
such as air inclusions, are formed in the synthetic material
layer.

[0036] Further, it is clear that the possibilities mentioned in
connection with the first aspect, where expandable or expan-
sion-preventing agents are applied, also form examples of this
third independent aspect. Such agents may be provided on the
panel in any manner, whether or not by means of a print.
[0037] The volume increase of the third aspect can be
obtained in any manner. For example, it may be created as a
result of a chemical reaction, wherein a gaseous substance is
formed in the top layer, which takes a larger volume than the
actual matter of the top layer.

[0038] Preferably, the volume increase relates at least to an
increase in volume of said synthetic material layer. Prefer-
ably, this synthetic material layer is situated above said motif
and is made transparent or translucent. Preferably, the syn-
thetic material layer forms the upper side of the coated panel.
However, it is also possible that there are still further finishing
layers on the synthetic material layer, such as one or more
lacquer layers, whether or not comprising hard particles, such
as aluminum oxide particles. It is clear according to the inven-
tion, the synthetic material layer also may be situated under-
neath said motif or may form part of this motif, wherein the
layer thus may show any color.

[0039] According to a preferred embodiment of the third
aspect, said increase or decrease in volume is performed in a
controlled manner, for example, in that it is performed against
a mold, such as against a structured flat press plate or against
any other structured press element, wherein the structure of
this press element relates to the negative or approximately the
negative of a portion of the relief which is realized at the
surface of one or more of the respective coated panels.
[0040] According to still another preferred embodiment of
the third aspect, the relief formed by means of volume
decrease or increase is finished with a material-removing
and/or material-adding technique, such as laser milling or
stereolithography.

[0041] According to the third aspect, it is also possible that
the volume increase or decrease manifests itself at the surface
of the substrate. Such embodiment may be obtained, for
example, in that expandable material is present at the surface
of the substrate or in this substrate. For example, the wood
fibers in a layer at the surface of a MDF or HDF board may be
provided with expandable material. According to a deviating
variant of the third aspect, it is not necessary that the relief is
realized after providing a synthetic material layer. By means
of such inventive MDF/HDF or other wood-based board,
effectively many new possibilities for manufacturing panels
with structure are created. Accordingto this deviating variant,
the coated panel substantially may be obtained, for example,
by performing the following steps in any desired sequence:
locally expanding a wood-based substrate, for example,
according to any of the herein also described possibilities for
locally expanding or not expanding a synthetic material layer,
providing a motif and possibly providing a protective trans-
parent or translucent layer.

[0042] According to a fourth independent aspect, the
present invention relates to a method for manufacturing
coated panels of the type comprising a least a substrate and a
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top layer with a motif, said top layer being provided on this
substrate, wherein the method for realizing the top layer
comprises at least two steps, namely, a first step, in which a
synthetic material layer is provided on the substrate, and a
second subsequent step, in which a relief is provided on the
surface of said synthetic material layer, with the characteristic
that said relief comprises a pattern of recesses and/or projec-
tions, wherein this pattern is obtained by providing a mask on
said synthetic material layer and subsequently performing a
material-removing and/or material-depositing treatment on
said synthetic material layer, wherein said mask at least par-
tially determines said pattern.

[0043] Applying a mask for selectively adding material to
said synthetic material layer and/or removing it therefrom
leads to new possibilities for realizing a relief at the surface of
a coated panel. For applying a mask, a printing technique,
such as inkjet printing, may be used, wherein then also the
characteristics of said first aspect of the invention are
obtained, more particularly of the fourth possibility of this
first aspect. Preferably, as a printing technique a similar tech-
nique is applied as the one which is applied for realizing said
motif. In this manner, a mask corresponding to the motif can
be realized in a simple manner, which mask then in its turn
may result in a relief corresponding to the motif. Preferably,
a printing technique is applied approximately having the
same resolution as the printing technique with which the
motif is realized, such that the finally obtained relief can be
performed as finely as the motif.

[0044] It is clear that according to the fourth aspect of the
invention, the relief only is obtained after the respective por-
tion of the synthetic material layer already has been applied.
Hereby, for the application of the synthetic material layer
itself, techniques may be chosen which are suitable for coat-
ing flat substrates, which considerably simplifies such
method and limits the risk that undesired inclusions, such as
air inclusions, are formed in the synthetic layer, or even
excludes that risk. However, the mask as such then possibly
may be provided earlier than said material layer.

[0045] Preferably, said mask is composed or consists of a
means which is resistant against said material-removing and/
or material-depositing techniques, such that the respective
technique indeed may be applied selectively on the places
where the mask is not present or leaves an opening. The
opposite is also possible, namely, that the respective tech-
nique is active only there, where the mask is present.

[0046] As a material-removing technique, for example, a
chemical etching technique may be applied, which locally
acts on the synthetic material layer, or a mechanical erosion
technique, such as sandblasting or shot peening. It is also
possible that for the material-removing technique at least a
suction treatment is applied. This latter technique is ideally
suited when the mask or a portion thereof is applied for
selectively curing said synthetic material layer, wherein then
preferably the portions of the synthetic material layer which
are situated underneath the masking material are not solidi-
fied or solidified to a lesser extent.

[0047] As a material-depositing or material-growing tech-
nique, for example, stereolithography may be applied, or a
spraying technique, such as injection molding, or an immer-
sion technique, wherein then preferably material adheres
there, where the mask is absent or is open.

[0048] According to the fourth aspect, the mask can be
removed from the synthetic material layer after the relief has
beenrealized. However, it may also be kept on the final coated
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panel and form part of, for example, the final relief or the final
motif. As a material-depositing technique, also a technique
may be applied wherein at least the mask is adhered perma-
nently to the synthetic material layer. When the mask has to be
kept at least partially in the final coated panel, the color of the
mask may be attuned to the desired appearance of the deco-
rative side of the final coated panel.

[0049] According to the fourth aspect, it is possible that the
mask, instead of being realized on the panel, is made sepa-
rately or, in other words, is performed as an entity existing as
such. For example, it is possible that the mask comprises a
separate foil or consists of it, wherein this separate foil or any
other separate material sheet then preferably is made substan-
tially transparent or translucent, however, is provided with
masking portions, which resist said material-removing and/or
material-depositing treatment, or in fact just provide for that
the synthetic material, which is situated underneath the mask-
ing portions, is exposed to a larger extent to these treatments.

[0050] According to a particular embodiment, it is possible
to provide a plurality of masks after each other and possibly
one above the other. By means of this embodiment, it is
possible to realize a larger variety of relief characteristics. For
example, such technique may be applied for achieving deeper
and/or three-dimensional structures. This technique also
allows forming recesses and/or projections with oblique
edges, and allows forming recesses and/or projections with a
width-depth ratio, width-height ratio, respectively, which is
smaller than 1 or is even smaller than 0.75 or less.

[0051] As is evident from several preferred embodiments
of'this fourth aspect, it is possible that between said first step,
in which a synthetic material layer is applied, and said second
step, in which a reliefis applied at the surface of the synthetic
material layer, at least an intermediate step is performed,
wherein said synthetic material layer is at least partially
cured. This curing preferably is performed selectively, and
still better in a manner which is at least partially determined
by a portion of said mask.

[0052] As already mentioned, substantially a difference
can be made between two types of masks, namely, a firsttype,
wherein the masking portions ofthe mask resist said material-
removing and/or material-depositing treatment, and a second
type, wherein the masking portions of the mask in fact pro-
vide for that the synthetic material situated underneath the
masking portions is exposed to a larger extent to these treat-
ments. Preferably, this latter may be realized by performing a
curing of the synthetic material layer by means of the same
mask, for example, by means of UV or electron beams, or by
means of heat, wherein the masking portions then preferably
form a screen for the radiation and/or heat concerned. In this
manner, the less solidified portions can be exposed to a larger
extent to the treatment which has to be performed afterwards,
for example, a material-removing treatment.

[0053] It is evident that the material which is applied for
realizing the masking portions of the mask of the fourth
aspect must be adapted to the function required from them.
For example, wax or paraffin may be used.

[0054] Preferably, said mask is formed in line and/or at the
same time with the step of applying the relief in the synthetic
material. Preferably, another masking portion of the mask is
applied when forming the relief than the one which is formed
at this same moment. Preferably, in this case a mask is used,
which is performed as an entity made as an entity existing as
such, for example, a mask in the form of a belt or web,
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wherein it preferably performs a continuous movement, for
example, in that this mask is transported along rollers, such as
press cylinders.

[0055] It is clear that the invention also relates to panels
which are obtained according to a method with the character-
istics of one or more aspects of the invention. Herein, this may
relate, for example, to a coated panel of the type comprising
at least a substrate and a top layer with a printed motif, said
top layer being provided on said substrate, wherein said top
layer also comprises a transparent or translucent synthetic
material layer, which is provided above said printed motif,
and wherein said synthetic material layer contains a foamable
or foamed synthetic material. It is clear that such panel can be
manufactured by means of a technique according to the first
and/or the third aspect of the invention.

[0056] Preferably, said foamable synthetic material is cho-
sen from the series of polyvinyl chloride, polystyrene, poly-
ethylene, polypropylene, acrylate, polyamide and polyester.
Preferably, said synthetic material layer substantially extends
over the entire printed motif.

[0057] For the substrate of the coated panel of the inven-
tion, preferably use is made of a substrate which comprises a
wood-based material, such as MDF or HDF.

[0058] Preferably, the coated panel relates to a panel, the
motif of which relates to a printed motif, which preferably is
obtained by performing a print directly or indirectly on said
substrate.

[0059] Itis clear that the coated panel which is obtained by
means of a method with the characteristics of the invention, at
its surface shows a relief which is obtained by means of a
technique according to one or more of the aspects mentioned
herein above and/or below.

[0060] According to another particular fifth independent
aspect, the invention relates to a method for manufacturing
coated panels of the type comprising at least a substrate and a
top layer with a printed motif, said top layer being provided
on said substrate, wherein the method for realizing the top
layer comprises at least two steps, namely, a first step in which
a synthetic material layer is provided on the substrate, and a
second step in which a relief is provided on the surface of said
synthetic material layer, characterized in that said relief com-
prises a pattern of recesses and/or projections, wherein this
pattern is at least partially determined by means of a digital
technique. Itis noted that according to this aspect, said second
step does not necessarily have to be performed after said first
step and that the synthetic material layer does not necessarily
have to be provided on the substrate already when the relief'is
realized at the surface thereof.

[0061] It is clear that the print of the first aspect as well as
the mask of the fourth aspect may be obtained by means of'a
digital technique, for example, in that they both comprise a
print which is provided with an inkjet printer. Therefore, such
embodiments of the first and/or the fourth aspect also form
examples of the present particular fifth independent aspect.
[0062] In general, according to the present particular
aspect, it is preferred that the digital technique is applied for
providing a mask, whether or not being temporary, which
determines at least a portion of said pattern, and/or for pro-
viding a synthetic material-repelling, lacquer-repelling,
expanding or expansion-preventing agent, wherein this
applied agent then determines at least a portion of said pat-
tern.

[0063] Further, it is clear that said digital technique also
may be performed on a transfer element or mechanical press
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element, wherein it then preferably is performed in line and/
or at the same time with forming the relief. In this manner,
also an embodiment of the particular second independent
aspect already mentioned above can be obtained.

[0064] According to all aspects of the invention, said syn-
thetic material layer preferably extends substantially over the
entire surface of the substrate. In this way, a relief or structure
may be obtained over the entire surface of the structure.
Preferably, said synthetic material layer also extends in the
finally formed coated panel over substantially the entire sur-
face of the substrate. Thus, preferably, material of this syn-
thetic material layer will remain present in the deeper struc-
tural portions of the top layer, too. In this manner, it is possible
to obtain good protection for the motif.

[0065] It is noted that the synthetic material layer, which is
mentioned in all aspects of the invention, preferably relates to
a translucent or transparent synthetic material layer, which is
situated above said motif and in this manner protects this
motif against wear, at least to a certain extent. In this case, it
is possible that the synthetic material layer forms the surface
of the final coated panel. However, it is also possible that
further finishing layers are provided on the respective syn-
thetic material layer, such as, for example, a UV-hardening,
electron beam-hardening or other lacquer layer, which pref-
erably comprises hard particles, such as ceramic particles
with an average particle size of smaller than 200 micrometers.
Clearly, it is not excluded that the synthetic material layer is
situated underneath the motif instead of there above, or is
formed by the motif or a portion thereof, in which case it does
not necessarily have to be translucent or transparent.

[0066] For the synthetic material layer itself, use can be
made of synthetic material comprising amino resin, such as
melamine resin, PVC (polyvinyl chloride), polyethylene,
polypropylene, polyurethane or polystyrene.

[0067] Preferably, the method according to all aspects is
applied for manufacturing coated panels, wherein said sub-
strate thereof comprises a wood-based material, such as MDF
or HDF. Such material may easily be provided with a flat
grinded upper surface, such that possible unevennesses of the
respective upper surface do not interfere with the structure or
relief realized at the upper surface. In order to prevent such
influence on the structure, use may also be made of priming
layers comprising a filling material, with which possible
unevennesses at the upper surface of the substrate then can be
filled.

[0068] When, according to any aspect of the invention, a
synthetic material layer, such as a PVC layer, is combined
with a wood-based substrate, such as a MDF or HDF sub-
strate, preferably an adherence layer is provided between the
synthetic material layer and the substrate. Such adherence
layer may consist, for example, of a material sheet, which
along one side is provided with amino resin, such as
melamine resin, and at the other side is provided with the
respective synthetic material, for example, PVC. From
melamine resin, it is known that it adheres well to wood-based
substrates, such as MDF or HDF. Possibly, the motif already
can have been printed on this material sheet beforehand.
[0069] Preferably, said motif, according to all aspects of the
invention, relates to a printed motif, which preferably is
obtained by performing a print directly or indirectly on said
substrate. An indirect print may be obtained, for example, by
printing on one or more priming layers already provided on
the substrate. According to the invention, however, it is of
course not excluded to work with a motif which is printed on
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a flexible material sheet, which material sheet then is or will
be completely or partially provided on the substrate. Prefer-
ably, said motif has been obtained by means of a print by an
inkjet printer with one or more print heads.

[0070] Itisclearthat the steps discussed in all aspects of the
invention may be performed on larger boards, of which the
final coated panels then are formed, for example, by subdi-
viding these larger boards with a sawing machine, as well as
to panels already showing the approximate dimensions of the
final coated panels. For a fast reaction to an order, and for
excluding redundant supplies, it is advantageous to realize the
structure and/or the motif as late as possible in the manufac-
ture. In such case, they are preferably provided directly on
panels already having approximately or completely the
dimensions of the final coated panels. In that same case, the
respective panels also can already be provided with possible
edge finishes, such as milled coupling means or other profiled
edge parts. Of course, it is not excluded that such profiled
edge parts are provided later during manufacture. Providing
structure or relief panel per panel has the advantage that the
risk that this structure disappears, for example, in that it is
milled away or sawed away or is removed in another manner,
is considerably reduced, even when this relates, for example,
to relatively restricted structures situated on the edge of the
panel, such as chamfers with a depth of less than 1 millimeter.

[0071] Preferably, the position of the relief or the structure,
according to all aspects of the invention, is referenced to a
final edge or a final corner point of the coated panel, whether
or not this edge still has to be obtained. This preferred
embodiment can be performed in the most simple manner
when the substrates already have the respective final edge or
corner point; however, it is not excluded that, even if the
substrates do not yet have this final edge or corner point, still
an alignment is performed in respect to the final edge or
corner point to be formed, for example, in that other reference
means are provided, which adopt a position which refers to
the respective final edge or corner point. For example, the
present preferred embodiment allows obtaining symmetrical
structures, such as tile imitations or floor part imitations with
atwo- or four-sided lower edge, in a smooth manner, wherein
then preferably the width of the lower edges, at opposite sides
of the coated panels, is performed equal or approximately
equal.

[0072] Further, it is clear that according to all aspects of
invention preferably a structure is obtained which corre-
sponds to said motif.

[0073] In general, it is noted that the relief, which is dis-
cussed in all aspects of the invention, also can be restricted in
depth, such that in reality, it relates to a pattern of different
gloss degrees. For example, by means of a technique accord-
ing to the fourth aspect, wherein sandblasting is applied as a
material-removing technique, matte places can be realized at
the surface of the coated panel. Further, it is also noted that the
relief preferably is tangibly present at the surface of the final
coated panel. However, according to certain embodiments, it
is not excluded that the respective relief is present internally
in the top layer of the coated panel and is not tangible, though
visibly present at the surface of the coated panel. Such
embodiment can be obtained when by means of the tech-
niques of the invention a relief is imparted to the motif itself,
whereas the surface of the coated panel as such is made
substantially or entirely flat. As already mentioned, by such
relief depth effects may be obtained, which remain visible at
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the surface of the coated panel. Other visible effects, which
are not tangibly present at the surface of the coated panel, are
not excluded.

BRIEF DESCRIPTION OF THE DRAWINGS

[0074] With the intention of better showing the character-
istics of the invention, hereafter, as an example without any
limitative character, some preferred embodiments are
described, with reference to the accompanying drawings,
wherein:

[0075] FIG. 1 schematically represents some steps in a
method with the characteristics of the invention;

[0076] FIG. 2, at a larger scale, represents a cross-section
according to the line II-1I indicated in FIG. 1;

[0077] FIGS. 3 to 6, at the same scale, represent cross-
sections, respectively according to the lines III-III, TV-IV,
V-V-, VI-VI indicated in FIG. 1;

[0078] FIG.7, atthe same scale, but for a variant, represents
a cross-section according to the line VII-VII indicated in FIG.
1

[0079] FIG. 8 for a variant represents a view according to
the direction F8 indicated in FIG. 7,

[0080] FIG. 9 schematically represents another method
with the characteristics of the invention;

[0081] FIGS.10and 11 schematically represent some more
steps in a method with the characteristics of the invention;
[0082] FIGS. 12 to 15 represent some more variants of a
method with, amongst others, the methods of the second
aspect;

[0083] FIG. 16 represents another example of a method
with the characteristics of, amongst others, the fourth aspect
of the invention;

[0084] FIGS. 17 and 18 represent other variants showing,
amongst others, the characteristics of the first and the fourth
aspect.

DESCRIPTION OF EXAMPLE, NON-LIMITING
EMBODIMENTS

[0085] FIG.1schematically represents some steps S1-S5in
a method for manufacturing coated panels 1. The respective
coated panels 1 are of the type comprising at least a substrate
2, for example, a MDF or HDF basic panel, and a top layer 3
provided on this substrate 2. In the example, the top layer 3 is
composed of a plurality of material layers 4-7, amongst which
a material layer 5, which shows a motif and which, during
step S2, is applied in the form of a print 8 performed directly
on the substrate 2.

[0086] Ina previous step S1, one or more priming layers 4
are provided on the surface of the substrate 2 to be printed
with the motif. These layers may have the purpose of provid-
ing a smooth subsurface and/or providing a uniform or quasi-
uniform background color and/or an adhering undercoat for
material layers 5-8 to be applied later, such as for the material
layer 5 with the motif, or for the synthetic material layer 7.
[0087] FIG.2represents theresult of step S1 and shows that
a possible uneven surface of the substrate 2 can be made flat
or approximately flat by means of said one or more priming
layers 4.

[0088] In the example, in step S1 use is made of an appli-
cation technique by means of one or more cylinders 9. It is
clear that in step S1 of FIG. 1, also other application tech-
niques may be applied for realizing one or more priming
layers 4. At the same time, it is clear that it is not necessary for
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the invention that such priming layers 4 are applied, although
this may be important for the quality of the motif. Instead of
working with a priming layer 4 which is provided in liquid
form, use may also be made of a priming layer 4 comprising
a material sheet, such as a paper sheet, and which is provided
on the substrate 2 in dry or quasi-dry form.

[0089] As aforementioned, in step S2 of FIG. 1 a motif is
realized by means of a print 8 which is performed directly on
the substrate 2 or on a priming layer 4 already provided on the
substrate 2. The obtained motif relates to a wood motif
extending over the entire length of the oblong rectangular
panel 1. Of course, the invention is not restricted to such
motifs.

[0090] In this case, for providing the printed motif use is
made of an inkjet printer 10 with one or more heads. For
example, use can be made of the techniques and devices
which are known as such from EP 1 872 959, wherein, for
example, such a battery of inkjet print heads is arranged one
after the other and next to each other that the entire surface of
the panel 1 can be covered by means of a multi-color print. It
is evident that the present invention for step S2 neither is
restricted to inkjet printing techniques, nor to motifs printed
directly on the substrate 2.

[0091] FIG. 3 represents the result of the print 8 performed
directly on the substrate 2, in this case on a priming layer 4
already situated on the substrate 2.

[0092] Instep S3 of FIG. 1, an additional print 6 is provided
above the printed motif. This relates to a print 6 with an
expansion-preventing agent. The print 6 is performed with a
pattern which will determine the final structure or the relief of
the coated panel 1. Herein, the pattern covers only particular
locations in the printed pattern and thus preferably does not
extend over the entire surface of the final coated panel 1. In
this case, the pattern forms a mask which provides the edges
11 of the panel 1 as well as certain locations 12 in the surface
of'the panel 1 with such expansion-preventing agent. Herein,
the locations 12 in the surface of the panel 1 correspond to
wood flowers or wood nerves present in the wood motif and
will lead to recesses present in the final panel 1, which imitate
wood pores.

[0093] FIG. 4 once again clearly shows the locations 11-12
of'the print 6 provided in step S3.

[0094] In step S3, it is represented that the print 6, which
determines the relief or the structure, is provided by means of
a digital printing technique, such as by means of an inkjet
printer 10. It is clear that it is not excluded that the print 6 or
the expansion-preventing agent can be applied in another
manner.

[0095] Instep S4 of FIG. 1, a synthetic material layer 7 is
applied. Such synthetic material layer 7 preferably consists of
a transparent or translucent matter and preferably extends
over the entire panel 1 concerned. In the example, a cylinder
9 is shown for applying such layer. However, it is clear that
this synthetic material layer 7 can be provided in any manner.
It is also possible that in step S4 a plurality of synthetic
material layers 7 situated one above the other are applied,
whether or not of the same kind. Preferably, also hard wear-
resistant particles are provided in the synthetic material layer
7. For example, they may be blended or woven into the
synthetic material or into the synthetic material layer 7
beforehand or can be strewn into the already provided syn-
thetic material layer 7 or deposited in another manner.

[0096] FIG. 5 shows the result obtained after step S4.
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[0097] Instep S50fFIG.1,areliefis provided at the surface
of the synthetic material layer 7 applied in step S4.

[0098] FIG. 6 represents that herein, a coated panel 1 is
obtained which shows a pattern of recesses 13 and projections
14 at its surface, wherein this pattern is at least partially
determined by means of the print 6 with expansion-prevent-
ing agent applied in step S3. This structure is obtained in that
the synthetic material layer 7 is activated in step S5 and starts
to expand. This activation may be obtained, for example, by
heating the synthetic material layer 7 by means of a hot-air
oven 15, an infrared oven or by radiation, such as UV or
electron radiation.

[0099] FIG. 6 shows that at the places where in step S3
expansion-preventing or expansion-reducing agent is
applied, said expansion has occurred to a lesser extent or not
at all. At those places, there are recesses 13 in the surface of
the thickened synthetic material layer 7. In this way, in the
example chamfers 16 have been obtained at the edges 11 of
the coated panel 1, and recesses 13 have been obtained in the
surface of the panel 1 for imitating wood pores 17. Itis evident
that the technique of the invention may also be applied for
obtaining chamfers 16 only or obtaining imitations of wood
pores 17 only or for obtaining other structures.

[0100] FIG. 6 also shows that the obtained recesses 13 may
have a structure with strong rounded portions 18.

[0101] FIG. 7 shows a possibility for obtaining sharper
structures. Herein, when expanding the synthetic material
layer 7, in step S5 a forming mold 19 can be applied, against
which the expanding synthetic material layer 7 is rising. Such
technique may be of interest for forming sharper chamfers 16.
Inthe represented example, the forming mold 19 is a substan-
tially flat press element. However, it may also be worked with
one or more press cylinders or molding wheels.

[0102] FIG. 8 represents another possibility for obtaining
sharper structures, such as sharp chamfers 16. Herein, the
aforementioned one or more prints 6, which determine the
structure, are performed with a so-called degrade, wherein
the intensity or the amount of applied agent of the print 6 is
varied according to the depth one wishes to obtain at that
place. It is evident that this printing technique may or may not
be combined with the technique represented in FIG. 7.
[0103] Applying such degrade also has advantages in all
aspects where the relief is at least partially determined by
means of a preferably digital print.

[0104] It is clear that the method of FIGS. 1 to 6 and the
variants of FIGS. 7 and 8 form examples of said first and third
aspect, as well as of the last-mentioned particular fifth inde-
pendent aspect.

[0105] FIG. 9 represents a preferred embodiment of the
invention with the characteristics of the first aspect. Herein,
the third possibility mentioned in the introduction is applied
for this purpose. Herein, by means of a print 6, a structure is
formed on a transfer element 20, in this case on a cylinder.
This structured cylinder is applied for forming the reliefin the
surface of the coated panel 1. Forming the print 6 on the
transfer element 20 is performed in line and at the same time
as forming the recesses 13 or the relief in the synthetic mate-
rial layer 7 of the coated panel 1. For forming the structure on
the transfer element 20, preferably a digital technique, such as
a printing technique by means of an inkjet printer 10, is
applied, wherein, for example, lacquer or wax is deposited in
a pattern on the cylinder. Further, it is represented in FIG. 9
that the structure of the cylinder can be renewed continuously
in that the already used structure portion of the cylinder is
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removed, for example, by means of a scraping device 21, and
is replaced by a newly provided structure portion. It is clear
that the example of FIG. 9 also shows the characteristics of
both particular independent aspects mentioned in the intro-
duction, namely of the second and the fifth independent
aspect. Also, it is clear that also in such embodiment a
degrade, as described by means of FIG. 8, can be applied.
[0106] FIG. 10 represents another example of a method,
wherein a mask 22 is provided on the synthetic material layer
7 and subsequently a material-depositing treatment is per-
formed on the synthetic material layer 7. Here, the material-
depositing treatment relates to coating the surface of the panel
1 by means of a liquid synthetic material 23. Herein, the mask
22 is chosen such that the synthetic material 23 solely adheres
to those places where the mask 22 is not provided.

[0107] FIG. 11 shows the result of this method after the
mask 22 and not the adhering portion of the synthetic material
23 has been removed. At the surface of the panel 1, a relief of
recesses 13 and projections 14 is obtained. It is clear that this
pattern is determined by said mask 22.

[0108] Further, it is clear that also when applying printed
masks, it may be advantageous to apply so-called degrades,
such as described by means of FIG. 8.

[0109] FIG. 12 represents a variant of the method repre-
sented in FIG. 9, wherein the method comprises at least the
steps of providing a synthetic material layer 7 on the substrate
2 and providing in this synthetic material a relief by means of
a structured mechanical press element 20. Herein, the struc-
ture of the press element 20 is formed in line and at the same
time with the step of providing a relief in the synthetic mate-
rial. In the example, the press element 20 relates to a roller.
The difference between the embodiment of FIG. 12 and the
embodiment of FIG. 9 is that now the synthetic material is
provided with the relief prior to providing the structured
synthetic material layer 7 on the panel 1. Namely, the syn-
thetic material is provided on an already structured portion of
the press element 20 and the thus formed synthetic material
layer 7 is at least partially transferred onto the panel 1.
[0110] FIG. 13 represents another variant hereof, wherein
forthe press element 20 instead of a roller, a press belt or press
web is used, which is transported over rolls 24 towards the
panel 1. The press element 20 is of the type which can be
provided on a supply roll 25. This may relate, for example, to
a foil, such as a synthetic foil, a paper sheet or a metal sheet,
such as aluminum foil. In dashed line 26, it is represented that
one may also work with an endless belt, wherein then pref-
erably also a scraping device 21 is provided, such that an
already applied structure portion can be removed. In the case
of such endless belt, for example, a metal belt may be used.
[0111] Of course, the arrangement of FIG. 13 may also be
applied when, as it is the case in the example of FIG. 9, the
synthetic material is provided on the panel prior to realizing
the relief in the synthetic material layer 7. FIG. 13 also rep-
resents that it is possible to perform a forced drying on the
synthetic material layer by means of any drying station 27. As
a drying station 27, for example, a hot-air oven, a UV heating
element or an infrared heating element may be applied.
[0112] It is noted that it is possible to structure the press
element 20 of FIG. 13 at the other side 28 and obtain a similar
effect. Such embodiment is not represented here, however, it
has the advantage that the risk is minimized that the print 6
partially is also transferred onto the panel 1.

[0113] The arrangement represented in FIG. 13 corre-
sponds to the arrangement represented in document WO
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2007/059667, however, with the difference that instead of a
previously structured material web, a press element 20 or
press web structured in line and at the same time is applied.

[0114] FIG. 14 represents another embodiment wherein
this risk is minimized. Herein, substantially the process rep-
resented in FIG. 12 is applied, however, with the difference
that a foil 29 is applied between the press element 20, which
press element is structured in line and at the same time. This
foil 29 is deformed by means of the structured press element
20, as a result of which a structure of recesses 13 and projec-
tions 14 is obtained in the underlying synthetic material layer
7.

[0115] It is also noted that the embodiments of FIGS. 13
and 14 have the advantage that only the web-shaped press
element 20, the foil 29, respectively, come into contact with
the synthetic material of the synthetic material layer 7. This is
particularly advantageous when such synthetic material layer
7 comprises wear-resistant particles, such as aluminum
oxide. In this manner, namely, the remaining parts of the
arrangement, such as the rollers 24, are kept free from rapid
wear.

[0116] FIG. 15 represents another embodiment similar to
the example of FIG. 12, wherein, however, the print 6, which
determines the structure or at least a part thereof, is trans-
ferred onto the synthetic material layer 7. The technique of
FIG. 15 possibly may be applied for forming a mask 22,
which can be applied, such as described in the introduction in
reference to the fourth aspect.

[0117] FIG. 16 represents another example of a method
with the characteristics of, amongst others, the fourth aspect
of the invention. Herein, a mask 22, which initially had been
provided on the synthetic material layer 7, is printed into the
synthetic material layer 7 by means of press treatment prior to
applying said material-removing and/or material-depositing
treatment. In this case, this relates to a material-removing
treatment, namely, a brush treatment S6. Possibly, a drying
treatment may be applied on the synthetic material layer 7
prior to said material-removing treatment, such that the actual
synthetic material layer 7 is sufficiently resistant against this
treatment S6. Such drying treatment is not represented here,
however, may be understood as being similar to that of the
drying station 27 of FIG. 13.

[0118] FIG. 17 represents another example of a method
with, amongst others, the characteristics of the fourth aspect.
Herein, the mask 22 is of the type wherein the masking
portions provide for that the synthetic material of the syn-
thetic material layer 7, which is situated there underneath, is
exposed to a larger extent to the material-removing treatment
of the step S6, in this case, a suctioning treatment. In the
example, this is realized in that the masking portions 30
comprise a material which is impermeable or at least offers a
certain protection for the UV radiation of the drying station
27, such that the portion 31, situated there below, of the
synthetic material layer 7 is solidified less or not at all. Those
portions 31 of the synthetic material layer 7 then are removed
in step S6, in this case, together with the mask 22, by means
of'the suctioning treatment represented here. It is possible that
the mask 22 is removed in a separate step, preferably prior to
removing the not or less solidified portions 31 of the synthetic
material layer 7.

[0119] Itis clear that the mask 22 from the example of FIG.
17 may be realized by means of a possible digital print 6,
wherein then also an embodiment of the first and possibly the
fifth aspect of the invention is obtained.
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[0120] FIG. 18 represents an example in which amask 22 is
used, which is made as an entity existing as such. In this case,
the mask 22 is composed of a substantially translucent or
transparent foil 29, which, by means of a print 6, is provided
with masking portions 30. In the example, this, as it is the case
in FIG. 17, relates to masking portions 30, which provide for
that portions 31 of the synthetic material, which are situated
underneath the masking portions 30, are exposed to a larger
extent to the material-removing treatment of the step S6, in
this case, a suction treatment. This foil 29 is provided between
the radiation source, in this case, the drying station 27, and the
synthetic material layer 7 in a step preceding the material-
removing treatment, at which location the masking portions
30 form a selective screen, for example, for UV radiation
emitted by the drying station. FIG. 18 also represents an
example of a method wherein the mask 22 is removed from
the synthetic material layer 7 in a separate step. In this case,
this is performed by moving the foil 29 away from the syn-
thetic material layer 7 before the not at all or less solidified
portions 31 are exposed to the material-removing treatment of
step S6.

[0121] It is clear that the masking portions 30 may be pro-
vided on any side of the foil 29, or may even be provided on
both sides thereof. The represented embodiment has the
advantage that the masking portions 30 can be removed from
the synthetic material layer 7 more simply. Possibly, the side
of the foil 29 which is in contact with the synthetic material
layer 7 may be provided with a release layer, for example,
with a release layer comprising silicone and/or Teflon.
[0122] Itis clear that the embodiments of FIGS. 17 and 18
also form an example of a method wherein the mask is formed
in line and at the same time with the step of providing the
relief in the synthetic material. Herein, then in fact another
masking portion 31 is applied when providing the relief than
the one formed at the same moment by means of the inkjet
printer 10.

[0123] According to a not-represented variant, a plurality
of' masks 22 can be provided one after the other and/or above
each other. In the example of FIG. 16, 17 or 18, a further mask
22 can be applied before or after an earlier mask 22 is printed
into the synthetic material layer 7 by means of said press
treatment, or after said mask 22 has been removed already. By
a good choice of the various masks 22, recesses 13 and/or
projections 14 may be realized with oblique walls and/or
different depths.

[0124] Itis clear that the results of the methods according to
the invention depicted in FIGS. 6, 7 and 9 to 18 can be finished
even further with one or more finishing layers, such as lacquer
layers and the like.

[0125] It is noted that the thickness of the material layers
and substrates represented in FIGS. 2 to 7 and 9 to 18 is
represented only schematically and does not comprise any
restrictions. However, it is clear that the thickness of the top
layer can be restricted to several tenths of millimeters,
whereas the thickness of the substrate may vary from 5 to 15
millimeters or thicker.

[0126] Itis important to note that according to all aspects of
the invention relatively rigid panels are manufactured and no
coverings that can be rolled up. Rigid panels have the advan-
tage that they can easily be provided with connection means,
for example, screws, dowels or mechanical coupling means,
which allow that two of such panels, for example, floor pan-
els, can be coupled to each other, for example, by milling the
profiles of such coupling means into said substrate. Such
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coupling means and milling techniques are known as such
from WO 97/47834 or DE 20 2008 008 597 U1. Due to their
rigidity and the presence of coupling means, the manufac-
tured coated panels are simple to install and require no gluing
to the underlying layer.

[0127] The present invention is in no way limited to the
embodiments described above; on the contrary may such
methods and panels be realized according to various variants,
without leaving the scope of the present invention.

What is claimed is:

1. A method for manufacturing coated panels of the type
including at least a substrate and a top layer with a motif, the
top layer being provided on the substrate, the method com-
prising:

providing a synthetic material layer on the substrate; and

providing a relief on the surface of the synthetic material

layer provided on the substrate;

wherein the relief includes a pattern of at least one of

recesses and projections; and

wherein the pattern is at least partially determined by at

least one print.

2. The method of claim 1, wherein the print is situated
underneath the synthetic material layer; and

wherein the print is provided before providing the synthetic

material layer on the substrate.

3. The method of claim 1, wherein the print is situated
above the synthetic material layer; and

wherein the print is provided after providing the synthetic

material layer on the substrate.

4. The method of claim 1, wherein the print includes an
expansible or expansion-preventing agent.

5. A method for manufacturing coated panels of the type
including at least a substrate and a top layer with a motif, the
top layer being provided on the substrate, the method com-
prising:

providing a synthetic material layer on the substrate; and

providing a relief on the surface of said synthetic material

layer provided on the substrate;

wherein the relief includes a pattern of at least one of

recesses and projections; and

wherein the relief is at least partially obtained by at least

one of a local increase and a local decrease in volume of
at least one of the top layer and the substrate.

6. A method for manufacturing coated panels of the type
including at least a substrate and a top layer with a motif, the
top layer being provided on the substrate, the method com-
prising:
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providing a synthetic material layer on the substrate; and

providing a relief on the surface of the synthetic material

layer provided on the substrate;

wherein the relief includes a pattern of at least one of

recesses and projections; and

wherein the relief is obtained by providing a mask on the

synthetic material layer and subsequently performing a
material-removing treatment or a material-depositing
treatment on the synthetic material layer, wherein the
mask at least partially determines the pattern.

7. The method of claim 6, wherein the mask includes
masking portions, which are realized by a print;

wherein the synthetic material layer is selectively solidified

via the mask provided thereon; and

wherein the not or less solidified portions of the synthetic

material layer are removed by performing a material-
removing treatment on the synthetic material layer.

8. The method of claim 6, wherein the mask is performed as
an independently existing entity.

9. The method of claim 6, wherein the mask is realized
directly on the synthetic material layer.

10. The method of claim 6, wherein the mask includes
masking portions; and

wherein the synthetic material situated underneath the

masking portions is exposed to a larger extent to the
material-removing treatment.

11. A method for manufacturing coated panels of the type
including at least a substrate and a top layer with a motif, the
top layer being provided on the substrate, the method com-
prising:

providing a synthetic material layer on the substrate; and

providing a relief in the synthetic material using a struc-

tured mechanical press element;

wherein the structure of the press element is formed one of

in line with and at the same time as providing the relief
in the synthetic material.

12. The method of claim 11, wherein the press element is a
belt, a cylinder or a flat plate.

13. The method of claim 11, wherein for forming the struc-
ture of the press element, a print with wax or lacquer is
applied.

14. The method of claim 11, wherein, when providing the
relief in the synthetic material, a structure portion of the press
element is applied other than the one formed at the same
moment on the press element.
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