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This invention relates in general to a method and ap-
paratus for screen printing, and more specifically to an
improved method and apparatus for screen printing re-
peating design on a continuous strip of material.

Heretofore, in screen printing a design on continuous
strips of material it was customary to carry out the index-
ing of the material and subsequent printing of material in
sequential steps or operations. Even in high speed ma-
chine each operation required a lapse of a predeter-
mined amount of time before the next operation could be
performed. Consequently, the time required to print a
given design by known machine or methods was equal to
the sum of the time it took to perform each of the neces-
sary succeeding cperation or series of steps, as for ex-
ample, indexing the material by driving a belt on which
the material is supported, positioning the screen and as-
sociated squeegee on the material, printing the material
by moving either the squeegee or the screen during the
printing stroke, raising the screen and squeegee off the
material, returning the screen to start position, and re-
peating the indexing of the material again in readiness for
the next repeat.

Also in the known continuous strip screen printing ma-
chines, the material was indexed for each repeat by laying
the material on a belt that was directly driven by driving
rollers. In such machines it kas been noted that the direct
driving of a belt tended to induce a stretch to the belt.
The induced stretch of the belt in turn caused the material
to stretch. Consequentily, the added stretch of the belt
and material resulting from such directly driven index-
ing belts tended to distort and decrease the accuracy of
the indexing and printing of the design.

Therefore an object of this invention is to provide an
improved method for screen printing repeating designs
on continuous strips of material at a considerably faster
rate than by the methods now known.

Another object is to provide a machine for automatical-
ly performing the improved method of this invention.

Still another object is to provide for improved means
and manner of increasing the accuracy of the indexing
and printing operation or step.

Still another object of this invention is to provide for
the respective and opposite movement of the screen and
squeegee relative to each other during the screen print-
ing operation an amount sufficient to assure that the
squeegee overrides the stenciled area of the screen to pro-
vide the necessary overlap for accurate printing and posi-
tive indexing.

The objects and other features and advantages are at-
tained by an improved screen printing method in which
both the indexing and printing operations are conducted
simultaneously; i.e. the printing stroke is occurring at the
same time that the material is being indexed for the next
repeat. In accordance with this invention, the method
is preferably automatically carried out on a machine that
includes an endless belt on which the material to be
printed is supported, means for positively holding the belt
and maferial thereon in its exact stopping position, a
printing head including the screen reciprocally mounted
for movement with the belt for indexing the same, means
for moving the screen and associated squeegee vertically
between printing and non-printing positions, means for
gripping the printing head to the belt and materials,
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means for reciprocating the printing head to index the belt
and material gripped thereto when the screen and squee-
gee are in printing position; and means to provide for the
respective and relative opposite movement of the screen
and its associated squeegee during the indexing stroke to
effect simultaneous printing of the material and whereby
the relative movement of the screen and squeegee effect
sufficient overriding of the squeegee to assure for ac-
curate indexing and printing of the material.

Therefore a feature of this invention resides in the pro-
vision wherein the indexing and printing of the material
are simultaneously performed and thereby eliminate a
heretofore time consuming step or operation.

Another feature resides in the relative and opposite re-
spective movements of the screen and its squeegee during
the printing and indexing operation to assure for accurate
alignment of each repeat, the relative movement of the
squeegee and screen further reducing the time required
to traverse the printing and indexing stroke.

Still another feature resides in the particular manner
in which the belt is indirectly driven so as to assure elimi-
nation of stretch in both the belt and material supported
thereon during printing and indexing of the material.

Ancther feature of this invention resides in the provi-
sion of a perforated belt utilized in conjunction with
means for producing a vacuum as a means for firmly se-
curing the belt and material in exact stopping position be-
fore and after printing and indexing operations; e.g. dur-
ing the return of the printing head upon the completion of
the printing and indexing stroke.

Other features and advantages will become more read-
ily apparent when considered in view of the following de-
scription and drawing in which:

FIG. 1 is a side elevation view of the screen printing
machine by which the improved method of this inven-
tion is automatically carried out.

FIG. 2 is a plan view of the machine of FIG. 1 but
shown without the squeegee assembly.

FIG. 3 is an enlarged schematic side elevation view of
the machine,

FIG. 4 is an enlarged detail view of one form of a
belt gripping means.

FIG. 5 is an enlarged detail of the screen raising cam.

‘FIG. 6 is an enlarged detail plan view of the vacuum
belt support table.

FIG. 7 is a section view taken along line 7—7 of FIG. 6.

FIG. 8 is a detail side elevation view of the vacuum
belt carriage clamp assembly of this invention.

FIG. 9 is a plan view of FIG. 8.

FIG. 10 is an end view of FIG. 8.

FIG. 11 is a detail plan view of the vacuum belt sub-
assembly.

FIG. 12 is a side elevation view of FIG. 11.

The instant invention is directed to an improved method
of screen printing repeating designs on a continuous strip
of material and primarily a fabric material. The method
to be described, however; may be equally applicable for
the screen printing of paper, cardboard, metal, glass or
plastic, either in a continuous web or in individual units.
It will be understood that the expression “repeating de-
sign” s herein meant to include the printing of a single
continuous distinct design in succeeding sections; as well
as to the repeating of a given design several times on a
continuous strip of material.

The improved method of this invention comprises the
steps of continuously and successively taking a section of
a sheet material from a source of continuous supply and
placing the same on a movable or indexing belt. Prefer-
ably the belt is perforated and is movably mounted to
slide over a perforated table that is connected up to a suc-
tion or a pressure reducing device so that by evacuating
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the air from beneath the belt and material the same may
be held fast in its exact stopping position.

A printing head including a carriage containing a screen
or a series of screens and associated squeegees is placed
over the material to be printed. In accordance with this
invention the material to be printed is held fast to the
belt by evacuating the air to create a suction or vacunm
under the belt as the printing head is positioned thereon.
With the belt held fast and the printing head in position
the screen and associated squeegee are lowered onto the
material into printing position. With the screen in print-
ing position the belt and material are secured to the print-
ing head. With the carriage, belt and material secured,
the vacuum holding the belt and material fast is released.
The carriage, including the screen, belt and material, is
then driven as one in the direction of belt travel causing
. the screen to pass the squeegee a distance equal to the
repeat of the design. The relative movement of the screen
past the squeegee causes the color to flow out of the lead-
ing well portion of the screen onto the material. In this
manner the material is indexed at the same time that it is
being printed, the belt and material being indirectly driv-
en to minimize stretch.

To insure accurate indexing and printing of the mate-
rial an important aspect of the improved method is to pro-
vide for a slight movement-of the squeegee relative to the
screen in a dirvection -opposite to the movement of the
screen or the direction of the belt travel an amount suffi-
cient to permit the squeegee to override the printing or
stenciled area of the screen. In this manner the squeeges,
upon the termination of the printing and indexing stroke,
will be disposed in the opposite or trailing well portion of
the screen. The degree of overlap afforded by this rela-
tive movement between squeegee and screen enhances the
registration of the design to be printed with the previously
printed design. :

According to the method of this invention, the forward
end of the printing- screen is gradually raised above the
surface of the material as the printing carriage and the
belt advance during the printing and indexing step so that
at the end of the indexing step the screen is completely
separated from the printed material. At this point the
suction on- the belt is again applied to hold the indexing
beit in its exact stopping position; and the gripping means
securing the carriage to the belt released. The squeegee
is then raised off the screen and the screen raised to level
position above the belt. With the screen and associated
squesgee off the belt and material, the carriage including
the screen is returned to initial start position in prepara-
tion to repeat the operation.

While it is theoretically possible to perform the above
described method by hand, practical commercial appli-
cation of the described method dictates that it be auto-
matically performed. Therefore, by reference to the
drawing there is illustrated an improved machine for au-
tomatically performing the method of screen printing a
continuous strip of material as above described.

As shown in FIGS. 1 and 2, the machine 26 comprises
a frame or bed 21. The frame 21 is defined by corner
upright leg members 22 interconnected by longitudinally
and transversely extending structure tie member 23, 24
respectively. Mounted adjacent each end of the frame
21 are rollers 25 and 26 rotatably journaled in suitable
bearings 27. Stretched over the rollers 25 and 26 is an
endless belt having an upper flight 28A and lower flight
2838.

Connecied to the frame or bed 21 and extending be-
tween rollers 25 and 26 is a belt sub-assembly 29. As
shown in FIGS. 1, 11-and 12, the belt sub-assembly 29
comprises spaced parallel sides 38, each including spaced
vertical supports 31 for supporting the sub-assembly 29
on upper longitudinal member 23 of the frame 21, Be-
tween the upright supports 31 extend a pair of spaced
structural members 32, 33.

A plurality of spaced transversely extending cross-tie
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members 34 extend between the opposed sides 39 of the
frame sub-assembly 29. As shown in FIG. 11, the upper
longitudinal members 32 of the sub-assembly Z9 consist
of an angle member having its flange 32A turned in-
wardly. Flange 32A, disposed in a substantially horizon-
tal plane, defines a rail on which the printing head 35 is
free to slide or roll, as will be hereinafter described.

Supported on the frame sub-assembly 29 and between
sides 30 of the sub-assembly 29 is a table frame 36. The
table frame 36 comprises simply rectangularly disposed
structural members supported between the sides 30 of
the frame sub-assembly 29. Supported on the table frame
36 is a table top 37. As shown, in FIGS. 1 and 2 the
table top 37 is disposed immediately below the upper
flight 28A. of the belt 28 to form a support therefor.

In the illustrated embodiment the table top 37 and the
belt 28 are each provided with a series of perforations or
holes 48, 44 respectively. Referring to FIGS. 6 and 7,
the table top 37 comsists of a table member 38 having a
surface 38A formed with a series of spaced transversely
extending grooves 38B. Extended over the surface of the
table member 38 is a covering sheet 39 to define a smooth
flat surface. This covering sheet 39 may consist of a
sheet of thérmosetting plastic, e.g. “Formica” or the like.
Formed in the covering sheet 39 and in alignment with
each of the transversely extending grooves 38B are a series
of holes 48. Each of holes 48 is thus in communication
with their respective grooves 38B. Grooves 38B in turn
are comnected by a bore 41 in communication with a
chamber 42 defined by a groove 42A formed in a biock
42B connected to and extended transveisely of the mem-
ber 38 and in alignment with groove 383. The chamber
42 defined by the groove 42A in block 42B, in turn, is
connected to a suitable vacuum producing means or pres-
sure reducing means 42C by a suitable conduit 42D con-
nected to a hole 43 which forims an outlet for exhausting
air from the chambers 38B and 42A. Thus it will be ap-
parent that the openings or perforations 49 formed in the
table covering 39 are connected to the pressure reducing
means 42C, which, when energized, will draw or evacu-
ate the air from channels 38B and 42 and thereby create
a suction on the belt supported on top 39. This suction
holds the belt fast.

The belt 28, arranged to be supported on the perfo-
rated tabe top 39, is likewise formed with a series of open-
ings 44 therein which are arranged to register with some
of the holes 4@ in the table top. Thus when a strip of ma-
terial is positioned over the belt 28, the material is held
fast to the belt 28 and the belt held fast to the table top
37 upon the reduction of pressure or the creation of the
vacuum therebeneath.

In accordance with this invention the printing head 35 is
reciprocally mounted on the frame sub-assembly 29. As
shown in FIG. 1, the printing head includes a carriage
having opposed side assemblies 35A interconnected by
suitable cross-ties 35B to define a rectangular structure.
Fach side assembly 35A includes corner posts 45 inter-
connected by longitudinal stringers 46 and 47. Stringer
46 comprises an angle member having a leg portion 46A
turned inwardly of the carriage so as to be disposed in a
horizontal plane. Spaced below the stringer 46 is a sec-
ond stringer 47 and it too is an angle member. Siringer
47 has its leg or flange 47A turned inwardly and paraliel
to the flange 46A of stringer 46.

A plurality of spaced piston and cylinder assemblies 48,
preferably pneumatically operated, are mounted on flange
47A. of the lower stringer 47. Fixed to the piston rod 48A
of the respective piston and cylinder assembly 48 is a lon-
gitudinally extending plate 49 which is common to the
piston rods 48A of each piston and cylinder assembly 48.

As shown in FIGS. 4, 8, and 10, the flange 46A of
stringer 46 and the plate 49 connected to the piston as-
semblies 48 are disposed, respectively, above and below
the marginal portion of the upper flight 28A of the belt
28. Thus flange 46A and plate 49 function as a mechani-
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cal grip for securing the carriage 35 to the belt 28 as will
be hereinafter described.

In accordance with this invention the flange 46A of the
opposed side members 35A constituted the fixed jaw of
a mechanical gripper means. The plate 4% connected to
the piston rods 48 form the movement jaw of the gripper
means. When the piston and cylinder assemblies become
energizad, by either pneumatic or hydraulic pressure, the
movable jaw 49 is moved outwardly toward fixed flange
46A to clamp therebetween the belt 28. A guide 50 con-
nected to the ends of the movable jaw or plate 49 rides in
an elongated slot 51 formed in the corner post 45 and
serves to guide plate 49. Rollers 52 rotatably journaled
on suitable pins 53 connected to extend outwardly from
each corner post 45 guide the carriage 35 for reciprocable
movement along the rails 39 defined by the frame sub-
assembly 28.

With this construction of the gripper means described
it is recognized that the inturned flange 46A occupies a
marginal portion of the belt 28, and therefore decreases
the useful area of the bslt 28 by an amount equal to the
sum of the areas of the respective fized jaws 46A. There-
fore, if it is preferred to utilize this portion of the belt, it
will be understood that a vacuum type gripping means
(not shown) may be substituted in lieu of the mechanical
grippers described. Gripping the carriage 35 to the belt
28 by such vacuum gripper will function in the manner
similar to that hereinbefore described with reference to
the vacuum belt holding table top 37. With a vacuum
gripping means, the euntire surface area of the belt 28 is
free to be utilized. Thus a larger printing area is af-
forded by vacuum grippers without a resulting increase
in the overall width of a given belt.

Supported within the carriage are one or more printing
screens 55.
the carriage, they are spaced one from the other so that
the distance between the stenciled portions thereof is
ecqual to the index of the repeat. FEach printing screen
55 therefore consists of a central stenciled portion which
forms the area of design to be printed, and impervious
arcas or well portions disposed on either side of the stencil
portion for containing the color to be forced through
the screen. Thus, the impervious or well portions over-
extend the printed area of the preceding printed design.
For example, for a repeat of 72 inches the length of the
screen may be 84 inches. This then provides for a 6
inch well on either side of the repeat. Such silk screen
constructions are well known, as exemplified by U.S. Pat-
ents 2,545,277, 2,566,919. Therefore a more detailed
description of such screen is not considered essential to
an understanding of this invention.

According to this invention each screen 55 is supported
within the carriage 35 for vertical movement between op-
erative printing position and inoperative non-printing posi-
tion. Piston and cylinder assemblies 56 operatively con-
nected to each screen serve to raise and lower the respec-
tive screens in and out of printing position.

Operatively associated with each screen 55 is a squeegee
57. As shown in FIG. 3 the squeegee 57 extends trans-
versely of its respective screen 55 and each is connected to
the piston rod 58 of a fluid actuated piston and cylinder
59 assembly. In the illustrated embodiment the piston rod
58 on which the squeegees 57 are mounted in arranged
to move the squeegees 57 relative to their respective
screens 55 in a direction opposite to the travel of the belt
during the printing stroke. - For example, when the car-
riage 35, belt 28, and material move to the left as indi-
cated by arrow 68, the squeegees 57 are moved slightly in
the opposite direction. According to this invention, the
squeegees are also mounted for vertical movement be-
tween printing and non-printing position. Piston and cyl-
inder assemblies §1 function to raise and lower the squee-
gees and their actuating piston and cylinder assembly 59
between printing and non-printing positions.

Inclined cam means 62 are connected to the sub-assem-

If more than one screen 55 is supported in 5
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bly 29 adjacent the side of the carriage 35. The cams 62
are arranged with respect to the respective screens 55 sup-
ported within the carriage 35 to effect gradual raising of
the forward end of the respective screens 55 as the print-
ing carriage 35 and screens 55 carried thereby are ad-
vanced through the printing cycle of the machine, This
is attained by cam followers 55" connected to screen 55
riding up inclined cams 62 as the carriage and screen
carried thereby is advanced during a printing and index-
ing stroke. The arrangement of the cams 62 and asso-
ciated screens 55 is such that the scieens 55 are vertically
displaced so as to be completely separated from the
printed material at the end of the printing stroke.

In accordance with this invention, the belt 28 and ma-
terial supported thereon are indexed by a drive means act-
ing directly on the carriage 35. For indexing the belt, the
gripper jaws 46A, 49 are actuated to secure the carriage 35
to the belt 28 with material supported thereon. As shown
in FIG. 2, the carriage is connected to the frame by a link-
age assembly consisting of a first link 65 pivoted at one
end to the carriage 35 and a second link 66 pivoted at one
end to the frame 21 with the adjacent ends of the link 65,
66 pivotally connected at 73 (FIG. 2). Means for driv-
ing the carriage 35 include a motor 67 connected to a gear
train 69 by a belt drive 68. The gear train 6% in turn
meshes with main gear 70 rotatably mounted on a vertical
shaft 7@A. Connected to gear 78 is a crank arm 71. The
crank arm 71 in turn is pivotally connected at one end
to a connecting link 72. The other end of link 72 con-
nects to an intermediate point of link 66.

Thus it will be observed that actuation of the motor 67
actuates carriage drive linkage 65, 6§, 72, 71 in a manner
to transmit a linear movement to the carriage and belt con-
nected thereto.

If desired means 75 may be provided for infinite index-
ing of the printing stroke between two given points. This
is readily attained in the embodiment of FIGS. 1 and 2
by a plate 76 connected to carriage link 66. Plate 76
is formed with an arcuate slot 77 in which the end of
link 72 may be adjustably connected. Thus, it will be
noted that by adjusting the end of link 72 relative to the
slot 77 of plate 76, the throw of the carriage links 65, 66
may be varied accordingly and thus effect the means for
adjusting or controlling the travel of the carriage 35 and
belt 28 secured thereto for any given design considera-
tion. While a mechanical gear type drive is described,
it will be appreciated that the same may be attained by a
pneumatic or hydranlic drive.

To complets the description of the machine assembly,
the machine described has a take off assembly 80 fixed
to one end of the frame 21. As shown, the take off as-
sembly 89 consists of a main drive roller 81 and a plurality
of idler rollers 82 spaced from the main roller 81. Suit-
able support brackets 83 space the idlers 82 from the
main roller 81. Each of the idlers 82 in turn are con-
nected in driving relationship to the main roller 81 by a
series of belt drives 84.

Having thus described the essential structural features
of the machine, the operation of the machine is as follows:

The desired index or repeat of the design to be printed
is first adjusted by properly fixing the end of link 72 in the
proper relationship with respect to slot 77 of plate 76.
With this adjustment set the material is then positioned on
sit and the belt and material held fast by actuating
the vacuum or low pressure means to evacuate the air
from beneath the belt and material.

The printing head 35 is then positioned over the mate-
rial in the start position, Screens 85 carried thereby and
the associated squeegees 57 are then respectively lowered
into printing position onto the material by the actuation of
the cylinder and piston assembly 56 and 61, respectively.
With the screen 55 and squeegee 57 placed in printing
position on the material, the squeegees 57 are initially dis-
posed in the leading or forward well portion of their re-
spective screens 55. Upon the lowering of the screens
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55 and squesgees 57 to printing position on the material
the gripping jaws 46A, €9 on the sides 35A of the car-
riage 33 are actuated to firmly grip the belt 28 and mate-
.rial thereon to the carriage 35. With the belt 28 firmly
gripped by the carriage gripping means, the vacuum hold-
ing the belt fast is released.

At this point the motor 67 of the carriage drive means is
actuated to move as a unit the carriage 35, the screens
55 and the belt 28 and material gripped thereto in the di-
rection of belt travel. In doing so the screens 55 move
relative to the respective squeegees 57. It will thus be
noted that the drive mechanism is acting directly on the
carriage; with the belt 28 and material gripped by the car-
riage 35 being indirectly driven thereby. In this manner
any tendency of the belt 28 and/or material to stretch
during the printing stroke is virtually eliminated.

By moving the screens 55 relative to the squeegees 57
the color in the leading well portion of the screen is forced
.to flow through the stenciled portion of the screen onto
the material to print the design of the given stencil.

As the carriage, screen, belt and material gripped there-
by are moving through the printing stroke, the forward
-ends of the respective screens are gradually raised off the
material due to the action of the screens 55 relative to
cams 62; so that at the end of the printing stroke the
screen 55 is completely raised off the material,

In accordance with the invention, to assure that the
printing area is the same length as the repeat or the index
travel of the belt 28, the respective squeegees 57 are
moved upon actuation of piston and cylinder assembly
59 in a direction oppesite to the direction of belt travel.
The squeegees 57 are moved relative to the screens 55 an
-amount sufficient to insure that the squsegees 57 terminate
in the opposite or trailing well portion of the screen at
the end of the printing stroke. Thus the carriage 35,
screen 35, belt 28, the material, and squeegee 57 are all
in motion simultaneously. The simultaneous motion is
such that the carriage 35, screen 55, belt 28 and material
are all traveling in one direction as a unit at a given rate
and the squeegees 57 moving at a lesser rate in a direction
opposed to the travel of the belt 28. This relative move-
ment assures the necessary overlap of the squeegees rela-
tive to the printed designs.

At the completion of printing stroke, the vacuum means
is actuated to create the vacuum or suction to hold the belt
and material in its exact stopping position. At this point
the gripper means of the carriage securing the belt 28
is released. Squeegees 57 are then raised by means of
cylinder assembly 59 above the belt. The carriage 35
with the screens 55 therein is then returned to an initial
start position, and the apparatus is positioned to repeat
the operation.

While the instant invention has been disclosed with ref-
erence to a particular method and a particular embodiment
for practicing the same, it is to be appreciated that the
invention is not to be taker as limited to all of the details
thereof as medifications and variations thereof may be
made without departing from the spirit or scope of the
invention.

What is claimed is:

1. A method of continuously screen printing sequential
designs on a continuous strip of material comprising the
steps of:

(2): positioning a screen having a stencilled portion and
opposed leading and trailing well portions with an
associated movable squeegee onto the material to be
printed whereby said squeegee is initially disposed
in the leading well portion of the screen, and

(b) printing and indexing said material simultaneously
by moving both the screen and the material to be
printed in the same direction and at the same speed
a predetermined relative amount relative to said asso-
ciated squeegee acting on said screen,

(¢c) and moving said squeegee during said printing and
indexing step relative to said moving screen and ma-
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terial whereby said moving associated squeegee forces
the celor in the leading well of the moving screen
through the stencilled portion thereof and onto the
material moving with said screen.

2. The invention as defined in claim 1 and including
the steps of

(a) maintaining the material fixed after a printing and
indexing step, and

(b) returning said screen and associated squeegee to
initial starting position to repeat the operation.

3. A method of screen printing repeating designs on a

continuous strip of material comprising the steps of

(a) positioning a screen having a stenciled portion and
opposed leading and trailing well portions and asso-
ciated movable squeegee onto the material to be
printed, whereby said squeegee is initially disposed
in the leading well portion of the screen,

(b) printing and indexing said material simultaneocus~
ly by moving both the screen and material to be
printed at the same speed a predetermined amount
relative to the associated squeegee acting on said
screen to cause the color in the leading well of the
screen to be forced through the stencil portion and
onto the indexing material, and

(c) simultaneously moving said squeegee relative to said
moving screen and material during the printing and
indexing of said material in a direction opposite to
that of the screen an amount sufficient to position
said squeegee in the opposite well portion of the
screen at the end of said predetermined movement
of said screen and material.

4. The invention as defined in claim 3 and including

the steps of

(a) gradually raising the screen off the material as it
passes the squeegee so that at the end of the prede-
termined movement of the screen, the printing screen
is completely off the material.

5. The invention as defined in claim 4 and including

the steps of

(a) raising the squeegee vertically above the screen at
the end of the movement of said screen,

(b) repositioning the screen to a level plane above the
material,

(c) and returning the screen and squeegee to their
respective initial positions in readiness to repeat the
operation.

6. A method of continuous screen printing repeating
Gesigns on a continuous strip of fabric material compris-
ing the steps of

(a) positioning a screen having a stenciled portion
and opposed leading and trailing well portion and
associated squeegee onto the material to be printed
so that said squeegee is initially disposed transverse-
ly of the screen in the leading well portion of the
screen,

(b) printing and indexing simultaneously said mate-
rial by moving both the screen and material to be
printed at the same speed a predetermined amount
relative to a squeegee acting on said stencil to cause
the color in the leading well of said screen to be
forced through the stencil and onto the material,

(c) simultaneously moving said squeegee relative said
screen in a direction opposite to that of the screen an
amount sufficient to position the squeegee in the op-
posite well portion of the screen at the end of said
predetermined movement of said screen and material,

(d) and repositioning said screen and squeegee to
their respective initial positions relative said mate-
rial in readiness to repeat the operation.

7. A method of screen printing repeating designs on a

continuous strip of fabric material comprising the steps of

(a) positioning a strip of fabric material on a support,

(b) fixing said material to said support so as to be im-
movable relative thereto,

(¢) placing a printing head including a screen having
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a stenciled portion with oppositely disposed leading
and trailing well portions and an associated movable
squeegee onto the matcrial fixed on the support so
that the squeegee is initially disposed in the leading
well of the screen and extends transversely thereof;

(d) securing the printing head positioned on said ma-
terial to said support in a manner to prohibit rela-
tive linear movement therebetween;

(e) printing and indexing the material simultaneously
by longitudinally moving the printing head and sup-
port secured thereto with material fixed thereto in a
linear direction a predetermined amount relative to
the said associated squeegee acting on said screen to
force the color through the stenciled portion of the
screen and onto the material,

{f) moving said associated sgueegee longitudinally
relative to said moving screen in a direction opposite
that of the screen an amount sufficient to position said
moving squeegee in the trailing well portion of the

screen at the end of the prianting and indexing move- ¢

ment of said printing head and the support secured
thereto whereby the moving squeegee acting on the
moving screen forces the color through the stenciled
portion of the screen,

(g) gradually raising the leading edge of the screen
off the material during the linear movement thereof
so that at the end of said printing and indexing
movement of the screen, the print screen is com-
pletely off the material,

(%13
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(h) raising the squeegee vertically above the screen
at the termination of said printing and indexing
movement,

(i) repositioning the screen to a level plane above the
material at the end of said movement,

(j) and returning the printing head and associated
squeegee to their respective initial non-printing po-
sitions in readiness to repeat the operation,
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