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57 ABSTRACT 
An engraving blanket which comprises an engraveable 
layer of live resilient rubber material vulcanized at one 
face to a face of a base layer of nonhard, nonresilient 
rubber material. Talcum powder is evenly dispersed 
between the vulcanized faces of the two layers to con 
trol the degree of adhesion between the two. This per 
mits selected portions of the engraveable layer to be 
cut out and stripped from the base layer to produce a 
printing design and yet provides sufficient adhesion to 
keep the layers together during use of the blanket. 
The disclosure also relates to the method of making 
the engraving blanket. 

3 Claims, 3 Drawing Figures 
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3,818,832 
METHOD OF FORMING AN ENGRAVED PLATE 

The present invention relates in general to what are 
commonly referred to as engraving blankets where a 
printing design is produced at the printing face of the 
blanket to perform a printing function. 
Many prior art blankets include a cover sheet of a 

rubber composition which has a base or backing sheet 
of a canvas or cloth construction. In these construc 
tions, problems arise in that the edges of the backing 
sheet fray and raise, causing problems during the print 
ing operation. Frayed or raised edges cause undesirable 
lines or smudges in the printing operation. 
Other prior art designs have involved the use of two 

or more layers of rubber-like material; however, no 
provision has been made to provide for the easy re 
moval or stripping of selected portions of the printing 
layer from the base layer to form a printing design. 

In the design of the engraving blanket of the present 
invention the problems involved with the canvas or 
cloth backing sheet have been obviated in that both the 
top engraveable layer and the base layer are con 
structed of a rubber composition without the use of 
cloth or canvas. In the present design provision is made 
for the convenient removal or stripping of selected por 
tions of the engraveable layer to produce a desired 
printing design by placing a small but effective amount 
of an extremely fine grit talcum powder between the 
engraveable layer and the base layer before vulcanizing 
the two layers together in a press. 

It is, therefore, an object of the present invention to 
provide an engraving blanket which obviates the 
abovementioned difficulties of the prior art and which 
is economical to produce, reliable in operation and has 
a substantial longevity. 
Other objects and a fuller understanding of this in 

vention may be had by referring to the following de 
scription and claims, taken in conjunction with the ac 
companying drawings, in which: 
FIG. 1 is an isometric view of a step in making the en 

graving blanket of the present invention; 
FIG. 2 is a fragmentary elevational view showing an 

other step in making the engraving blanket; and 
FIG. 3 is an isometric view of the completed engrav 

ing blanket, 
FIGS. 1 through 3 best illustrate the method of mak 

ing and the finished construction of the engraving blan 
ket 20 of the present invention and FIG. 1 illustrates 
the placing of an engraving layer 22 of a rubber compo 
sition into contact with a plate of magnesium engraving 
metal 24. A printing face 26 of the engraving layer 22 
is placed in contact with place 24 and this is to provide 
a very fine finish for the face 26 because of the nature 
of the magnesium from which the plate is formed. The 
engraving layer is also provided with what will be de 
scribed as a stripping face 27. 
After the engraving layer has been so placed, the 

stripping face 27 thereof is provided with a fine grittal 
cum powder 28 evenly dispersed over the surface 
thereof. The talcum powder is dispersed in an amount 
on the order of one-fourth gram for each square yard 
of stripping face 27 surface area. 
A base layer 30 of a rubber composition having a 

stripping face 31 is next brought into contact with the 
engraving layer 22 with the faces 27 and 31 together 
and with the talcum powder 28 sandwiched therebe 
tween. If desired, the talcum powder may be applied to 
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contact with face 27. 
The so assembled plate 24, layer 22 and layer 30 are 

next placed in a vulcanizing press (FIG. 2) which in 
cludes upper and lower platens 35 and 36. The unvul 
canized rubber composition layers 22 and 30 are vulca 
nized together in the press at a temperature of on the 
order of 130°C for about 15 minutes. 
The assembly is then removed from the vulcanizing 

press and any flash of rubber composition is removed 
from around the edges of plate 24. The vulcanized lay 
ers 22 and 30 are removed from plate 24 and if desired 
the exposed surface of the base layer 30 may be ground 
to produce the overall desired thickness of the engrav 
ing blanket 20 which is then ready for engraving. As an 
example, the total thickness of the engraving blanket 
20 may be on the order of 0.1 10 to 0.112 inch. 
FIG. 3 illustrates the engraving process and here it 

will be seen that the letters S and Rare produced. This 
is accomplished by utilizing a sharp instrument such as 
an engraving knife and cutting through the engraving 
layer 22 from the printing face 26 down to the contigu 
ous stripping faces 27 and 31. The cut portions of en 
graving layer 22 are then stripped from face 31 of the 
base layer 30 to define the voids indicated by reference 
numeral 34 and the letters S and R are formed of the 
portion of the engraving layer which remains. The en 
graving blanket is now ready to perform its printing 
function by the application of a printing fluid to the 
printing face and impressing the same onto an object 
which is to be printed. 
The rubber composition of the engraveable layer is 

an engraving gum stock of a live and resilient nature 
which is capable of a life of up to one million printing 
impressions. It may be a natural rubber composition 
having a Shore Durometer (Shore A) Hardness of on 
the order of 50-55 after vulcanization. It may also be 
a vulcanizable polyblend made by mixing a polyvinyl 
chloride with a rubbery nitrile copolymer rubber with 
the vulcanizate exhibiting a Shore Durometer (Shore 
A) Hardness of on the order of 50-55. 
The rubber composition of the base layer is best de 

scribed as being a nonresilient (i.e., dead), nonhard 
material which is compatible for vulcanization with the 
material of the engraveable layer. It may be of a natural 
or synthetic composition but is preferably a vulcaniz 
able nitrile rubber which exhibits a Shore Durometer 
(Shore A) Hardness of on the order of 50–55 after vul 
canization. The nitrile rubber used is a butadienea 
crylonitrile copolymer with the butadiene content 
being more than 50 percent of the total weight. The na 
ture of the base layer material is such that it is resistant 
to creeping or stretching as the engraving blanket is 
used. - 

The resiliency of the engraveable layer is relatively 
high compared to the resiliency of the base layer. In 
tests on standard rubber rebounding test machinery it 
has been found that the engraveable layer has a re 
bound value of on the order of 177 and the base layer 
in one instance had a rebound value of about 85 and in 
another instance a value of about 69. The figures repre 
sent comparative values with the higher the number 
representing the greatest rebound. It will be seen that 
the engraveable layer has at least two times the resil 
iency as the base layer. 
The talcum powder 28 used is for the purpose of con 

trolling the degree of vulcanization between the en 



3 
graving layer 22 and the base layer 30. This can be ex 
plained in terms other than the amount of talcum used 
and the terms are the amount of force necessary to pull 
the two layers apart. The test to determine the force is 
made on what is known in the art as a Scott Model X-3 
Test Machine. A sample of the engraving blanket of a 
size 1 inch X 10.25 inches is cut from the roll in the fill 
ing direction. The two layers are stripped away from 
each other a distance about 1 inch to 1% inches. The 
sample is placed in the Scott Model X-3 and run at a 
speed of 2.5 inches/minute. A reading in pounds is re 
corded and the preferred adhesion between the layers 
in this invention gives a reading between 6 and 8 
pounds. 

It will thus be seen that the construction of the pres 
ent invention provides for the convenient preparation 
of the printing face of the engraving layer and does 
away with the problems of blankets which utilize a can 
was or cloth backing. The blanket of this invention is 
economical to produce and has a long commercial life. 

Although this invention has been described in its pre 
ferred form with a certain degree of particularity, it is 
understood that the present disclosure of the preferred 
form has been made only by way of example and that 
numerous changes in the details of construction and 
the combination and arrangement of parts may be re 
sorted to without departing from the spirit and the 
scope of the invention as hereinafter claimed. 
What is claimed is: 
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1. The method of making an engraving blanket in 

cluding the steps of providing a first layer of relatively 
live relisient material of a rubber composition and hav 
ing a printing face and a stripping face and providing 
a second layer of relatively nonhard, nonresilient mate 
rial compatible for vulcanization with the material of 
the first layer and being of a rubber composition and 
having a stripping face, uniformly adding a small but 
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effective amount of talcum powder on the order of one 
fourth gram for each square yard to at least one of said 
stripping faces, placing the stripping face of said first 
layer into contiguous contact with the stripping face of 
said second layer, placing the first and second layers in 
a vulcanizing press and vulcanizing the two layers to 
gether, cutting through the printing face of said first 
layer down to said stripping faces in a given pattern and 
stripping the pattern of said first layer from said second 
layer to leave indicia for printing at said printing face 
of said first layer. 

2. The method as claimed in claim 1, wherein said 
rubber composition of said engraveable layer is a vul 
canizable natural rubber or a vulcanizable polyblend of 
polyvinyl chloride and a nitrile rubber and said rubber 
composition of said base layer is a vulcanizable nitrile 
rubber. 

3. The method as claimed in claim 2, wherein the 
Shore Durometer (Shore A) Hardness of the engravea 
ble layer and the base layer are on the order of 50 - 55. 
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