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Overlaminating Contra Vision Perforated Window Film

How To Laminate Perforated Graphics
Laminating perforated graphics requires some easily managed special considerations to achieve
optimal results. Good, reliable results are possible by observing the following steps.

Laminating Hardware

All our laminating films for perf feature pressure sensitive adhesives and they can be used in any
flatbed or roll-fed laminator by maintaining cold-roller conditions. The laminator should be
maintained in good operational condition with its contact rollers being absolutely clean and free of
adhered debris or deep cuts. Tension clutches must resist unwinding smoothly with no tendency to
grab. Nip pressure should be even across the width of the nip without excessive pressure being
required to exceed isolated ‘hot-spots!

NOTE: Refer to your laminating hardware’s documentation or to its supplier for guidance regarding
available nip pressure tests and set-up or service interventions that they offer.

General Guidance

1: Qutgassing. Ensure that your printed perf has had time for the applied ink to out-gas and that it has
dried or cured sufficiently before you laminate it. Ink and printer manufacturers publish
recommendations specific to printer type and ink-species and it is important that these
recommendations are observed. Note also that some manufacturers make specific recommendations
with respect to the proximity of printed matter (ink) to the edge of the applied graphic. Again, it is
important to observe these recommendations, particularly for longer-term application in challenging
conditions. Pay particular attention to storage condition while print is outgassing and, again, refer to
ink manufacturers’ recommendations.

2: Nip Pressure - Laminator Setting. Sufficient nip pressure must be maintained during laminating to
ensure that the laminating film is adhered to the printed graphic it protects. There is an interplay
involving the laminate and perforated film types, the laminator itself, and variations generally within
laminating hardware and operating environments that requires a degree of experimentation to
determine optimal pressure to use. Ideal pressure is the minimum that’s required to achieve complete
adhesion of the laminate to the printed film it protects. Incomplete adhesion is indicated by laminate
that’s simply not stuck to the film or, more subtle indications such as ‘silvering. Silvering is noticeable
particularly in darker areas of the print - instead of presenting as a deep black colour, the area may
have silver-like patches indicating that the adhesive has not fully contacted the ink and stuck to it.

3: Back-Brake Pressure - Laminator Setting. Back-brake pressure puts an unwinding resisting force on
the laminating film, and not on its liner, in order to keep the film flat and free of creases before it
contacts the printed perf and moves into the laminator’s nip rollers where the two are then stuck
together. If the back-brake force is excessive, the laminating film can stretch and will try to recover
after it's adhered. This can lead in turn to curling of the whole laminated graphics, in either direction,
and possible failure of the applied result. Use the minimal back-brake force required to get a crease-
free result. If excessive back-break force is needed, consult our troubleshooting advice. Note that a
degree of experimentation backed by experience is helpful because of variations in specification
within laminating hardware and the lack of repeatable setting, its condition and operating
environment, and materials being used. Note that a similar arrangement is employed to tension the
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film that is being lamented but that this film is stabilised by its liner remaining in situ during
laminating. Despite this, ensure that the minimum back-braking force needed to keep the film flat
and wrinkled free is used. Note: Excessive back pressure on the laminate can cause ‘necking’and this
may result in the curling inward from its edges across the material.

4: Storing and Transporting Laminated Perforated Graphics. Laminated perforated films, like any other
laminated printed films, should be stored flat prior to application if possible. In situations where it’s
not possible to store prints flat, they should be loosely wound with the printed side facing outwards,
preferably allowing the film to‘settle’to a non-tensioned state. Laminated film that has been would
upon a core should preferably be given time to normalise the stresses this will impose by taking it off
the core and letting it settle for as long as available time allows. Laminating films’adhesives take time
to reach their design-bond so we suggest allowing twelve hours after laminating before application.
Use the largest core available to store printed laminated graphics and never use a core with an
external diameter of less than 75mm or 3 inches.

5: Applying Laminated Perforated Graphics. Successful application of laminated perforated see-
through graphics is achieved when adhesion of the perorated film to the window or panel is
‘complete’ without significant ‘silvering’ when observed from the see-through side, and the laminating
film is unmarked by the squeegee, trapped air blemishes or dimpling when observed from the other
side.

Precautions
Observe the following before attempting to apply laminated perf:

A: Laminated perforated graphics must be applied dry. Do not use any slip-solutions, surfactants
including soapy water, or any other proprietary or self-mixed ‘application solutions. Dry application is
the only approved application method for laminated perforated graphics.

B: The application substrate must be absolutely clean. Cleanliness in this case means free of obvious
debris, adhesive traces and materials other than the glass itself. Some traces are not easy to detect
visually so as a precaution clean the edges of windows carefully in case there is any silicone media
expelled from beading or gasket lubricant present - either will prevent adhesion. Use a suitably
solvent and then soap and water - make sure the window is completely dry before attempting
application.

C: Ensure that the substrate temperature is within the application limits noted for the perforate
material being used. Very cold temperatures in particular will compromise application and adhesion.
Excessive heat can cause pressure-sensitive adhesive to ‘grab’ making application difficult.

D: Ensure that an application margin around the whole perforated graphic is allowed. We suggest
about 3mm or 1/8th of an inch. Trim applied graphics back to establish this margin. If Edge Sealing
Tape is used, allow a bigger margin and apply the tape so that it too is at least 3mm from the
windows’ edges.
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Application Technique

See our specific advice for dealing with panel overlaps here
Some special considerations are needed when applying laminated perf:

A: Trapped air. It is possible to trap air under laminated perforated graphics. To the best extent
possible, expel trapped air by carefully peeling back the laminated perforated film to the site of the
trapped air and then re-adhere it carefully using the application squeegee. Attempting the removal of
trapped air with the squeegee alone may lock air under pressure in perforation voids which will later
manifest as ‘blisters’ on the applied film’s surface. Such blistering can lift the laminate from the perf
and cause unsightly marring of the applied graphic or application failures.

B: Squeegee action. Using a hard-edged squeegee gently is preferable to over-energetic use of a soft
edged squeegee. Excessive squeegee pressure, direct to the surface of the laminate, can push the
laminating film into the perforation where it will remain due to negative air pressure in the
perforation void. This manifests as unsightly squeegee streaking in the applied graphic. Only use firm
squeegee pressure once the perforated film is adhered with air expelled. TIP - Use a piece of waste
liner to protect the film - squeegee through the liner which must remain static, silicone side up, on the
surface of the laminated film. This will prevent the squeegee from pushing the laminate into
perforation voids. This technique is effective with either soft or hard-edged squeegees. Don't be
tempted to use heat as this could damage the glass, vinyl or adhesives.

C: Application stresses. Good technique can avoid introducing application stresses into the applied
graphic that may otherwise cause edge lifting and other failure modes. Take care not to stretch the
laminated perforated film while applying it. Stretches can be cause by excessive squeegee pressure
on film that not supported by contact with the window and these stresses accumulate with distance
covered. Establishing an initial contact with the window and building pressure to achieve complete
adhesion is the preferred method. See our special advice regarding application of perforated
laminated graphics to curved application surfaces.

Cleaning
Visit; https://www.contravision.com/print-substrates/cleaning-instructions/

Removal
Visit; https://www.contravision.com/print-substrates/window-film-installation-and-removal/

Disposal
Visit; https://www.contravision.com/print-substrates/advice-on-recycling/
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FAQs

Q. Why are laminated films for perforated materials not available in Matt Finish?

A. While matt laminates are ‘contact clear, none are known that maintain the ‘crystal-clear’ view
through that’s required to deliver a see-through view when applied to perforated graphics. This is a
physical phenomenon. If a matt finish is required, liquid laminates can be considered, but application
is known to be challenging and the applied laminated will not have capped perforation holes so
limiting the benefits it offers to users of perf.

Q. Why can't | use my usual brand of laminating film for perf?

A. Your usual brand of laminating film may have been engineered and manufactured for use on
unperforated graphics. Laminating films designed for unperforated films do not need to achieve
many of the standard required of laminates designed to function on perf. For example, laminating a
non-perforated film is an application that’s tolerant of laminating film's adhesives that are not
completely clear, properly resistant to flow or flat in non-contact situations. Laminating perforated
films requires that these and other factors are reflected in the product design and specification.

Disclaimer

The technical information, recommendations and other statements contained in this document are
based upon tests or experience that Contra Vision believes are reliable, but the accuracy or
completeness of such information is not guaranteed. This document is confidential and only for use
by Contra Vision and its customers. For a copy of Contra Vision's terms and conditions please visit
www.contravision.com/terms-conditions/

For more information, please contact technical@contravision.com
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