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Overview

Upon installation of the ThermoFlex® output device, the Creo service engineer performs an installation test procedure (ITP), which is a series of tests devised to demonstrate that the installation has been successfully completed and that the output device is fully operational.

The Creo service engineer must complete this Installation Test Procedure Checklist (ITPC) (document number 732-00056A) after performing all the test procedures described in the ThermoFlex Installation Test Procedure (internal part number 732-00073A-EN).
The ITP usually consumes up to one full-size plate, (full size based on the ThermoFlex drum dimension) and takes between five and six hours to complete. During this time, a customer representative must be present to verify the results.

When the tests have been successfully completed, the ThermoFlex is ready for ongoing production work with the full support of the Creo Customer Services and Solutions department.

Find a link to the ITP test files in TechPlanet on the relevant ThermoFlex installation page.

Imaging Time Throughput

The throughput test is designed to verify and demonstrate that the output device meets the specified imaging time.
Note: Actual throughput of the ThermoFlex Mid/Narrow system is operator-dependent due to the manual loading architecture of the machine. Therefore only the laser imaging time is measured to confirm throughput.
1. Create an output media type sized 170 mm x 200 mm. Any plate thickness preferred by the customer may be used. 

2. Submit the test file Flexo_Final_Test.tif with a resolution that the customer uses into the front-end system queue and then approve the job to be exposed.

3. As the system completes these files, measure the throughput and evaluate the images according to the method described following.

ThermoFlex Mid

t1 = Image time for Flexo_Final_Test.tif = ________minutes. 

Multiply the results by 7.06 and compare with the table below.

t = t1 * 7.06 = ________minutes

7.06 = 1200 (image full size along the drum) / 170 (file size along the drum)
Note: The factor 7.06 depends on the image size that you expose. For example, if you expose all CMYK separations on the same layout, the factor changes.

	Device model
	Plate size 
(mm - along the drum)
	Resolution
(lpi)
	Loading/
unloading
(min)
	Drum speed
(rpm)
	Imaging time
(min)
	Plates per hour

	F speed
	1200
	2540/2400
	2
	100
	25
	2.4

	V speed
	1200
	2540/2400
	2
	160
	16
	3.3


The average imaging speed should be greater than or equal to the maximum plate width divided by the full area imaging time in the ThermoFlex Mid specification document located on the SIP site.

Note: Keep the exposed plate. You will use it again later in this procedure.

Successfully demonstrated: ________________________
ThermoFlex Narrow

t1 = Image time for Flexo_Final_Test.tif = ________minutes. 

Multiply the results by 4.48 and compare with the table below.

t = t1 * 4.48 = ________minutes

4.48 = 762 (image full size along the drum) / 170 (file size along the drum)
Note: The factor 4.48 depends on the image size that you expose. For example, if you expose all CMYK separations on the same layout, the factor changes.
	Device model
	Plate size 
(mm - along the drum)
	Resolution
(lpi)
	Loading/
unloading
(min)
	Drum speed
(rpm)
	Imaging time
(min)
	Plates per hour

	S speed
	762
	2540/2400
	2
	100
	24
	2.5

	F speed
	762
	2540/2400
	2
	100
	12
	5

	V speed
	762
	2540/2400
	2
	160
	8
	7.5


The average imaging speed should be greater than or equal to the maximum plate width divided by the full area imaging time in the ThermoFlex Narrow specification document located on the SIP site.

Note: Keep the exposed plate. You will use it again later in this procedure.

Successfully demonstrated: ________________________
[image: image1.jpg]Scrub line along the drum

The ThermoFlex Final Test File | The ThermoFlex Final Test File





Image Inspection

The following procedures are designed to demonstrate and verify the following:

· Halftone calibration

· Halftone uniformity

· Image quality

Verification of Halftone Calibration

On the plate that you exposed in the throughput test, using the dotmeter, measure the screen dot area at 50% in the image. Verify that measurements are all between 48% and 52%.

50% dot cyan: ______%

Calibrate the dotmeter and measure the percent dot area of the given screens on the Flexo_Final_Test.tif file. Enter the measurements in the table below. Verify that the results are within ± 2% of the target values.
Note: Digital flexographic plates may not be readable by standard film densitometers, which is why a dotmeter is specified. If a dotmeter is not available, a densitometer may be substituted only with Creo’s permission. Alternatively, thermal imaging film may be used to test calibration (if available).

Successfully demonstrated:________________________

Verification of Halftone Uniformity

Inspect the file that you exposed in the throughput test for vignettes and verify that the transition through the vignettes is smooth and without discontinuities or artifacts.

Plate Image Quality

To test plate image quality, the Creo service engineer sends the ThermoFlex Final Test file to the output device, and then inspects a series of test elements on the exposed plate. The test image is shown in Figure 1, and the service engineer records the results of each test element in Table 2. 
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Figure 1: ThermoFlex Final Test File—Image Quality Test Elements for Plates
Plate Image Quality Test Results

	Plate Test Target Element
	Description
	Completed

	1. Raster image
	CMYK raster image file 150 lpi at 2540/2400 dpi. Flexo Angles
	 FORMCHECKBOX 


	2. Vignette
	Used to ensure no shade stepping is present (a smooth transition from 0% to 100%)
	 FORMCHECKBOX 


	3. Cross lines and text from positive to reverse
	Crosses and text for focus and density, need to be same thickness
	 FORMCHECKBOX 


	4. Checkerboards
	Squares should border without any bridges and gaps
	 FORMCHECKBOX 


	5. Lines from positive to reverse
	Lines must be identical and straight
	 FORMCHECKBOX 


	6. Slur and stars targets
	Target reference for dot gain/loss, slur and doubling effects
	 FORMCHECKBOX 


	7. Tonal scale
	Calibration target for gray scale 0-100% without bump curves, TIFF file 150 lpi at 2400/2540 dpi
	 FORMCHECKBOX 


	8. Dmin and 50% dot
	Check Dmin is 0.06 ±1 and 50% dot ±2
	 FORMCHECKBOX 



Confirmation

The installation test was performed on   /   /     (day/month/year) by a representative of Creo and witnessed by at least one representative of the customer.

	Creo representative:
	     

	Signature:
	


	Customer representative:
	     

	Signature:
	


Upon completion of this checklist, the Creo service engineer will send a copy of the entire document to the regional service manager.

Customer Comments for Follow-up
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