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Efficient use of screen cleaning and reclamation materials helps screen printing companies reduce
their operating costs and become more competitive.

Many of these materials are organic solvents or contain organic solvent.  Controlling the use of these
materials will therefore reduce your volatile organic compound (VOC) emissions and waste solvent
disposal costs.  Controlling the use of water-based materials will reduce your charges for water
supply and trade effluent.

Taking action to control your use of screen cleaning and reclamation materials will:

■ reduce your screen cleaning and reclamation costs;

■ help your company achieve compliance with Local Air Pollution Control (LAPC) requirements
without the need for expensive abatement equipment;

■ improve your company’s health, safety and environmental performance.

This Good Practice Guide describes practical measures to help you reduce your screen cleaning and
reclamation costs.  Many of the measures are no-cost and low-cost and include:

■ improved housekeeping and workshop management;

■ measuring to manage - a systematic method of analysing and controlling material
consumption;

■ greater attention to screen and printing quality;

■ more efficient cleaning and reclamation methods;

■ material recovery and recycling;

■ use of alternative methods;

■ use of alternative materials.

Industry Examples illustrate the savings and other benefits achieved by screen printers using the
measures described in this Guide.
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Screen printers use large amounts of organic solvent, water and other materials to clean and reclaim
screens.  Efficient use of solvent and other materials for screen cleaning and reclamation will help
to reduce your operating costs and thus remain competitive.  It will also help you meet limits on
volatile organic compound (VOC) emissions from your processes.  Many UK screen printers use up
to 50% of their organic solvents for cleaning and reclaiming screens.

To help you find out how your use of screen cleaning and reclamation materials compares with that
of other screen printers, an Environmental Performance Guide (EG142) Material Use in Screen
Cleaning and Reclamation1 has been published by the Environmental Technology Best Practice
Programme.  It presents data from a recent survey on typical screen cleaning and reclamation costs
and explains how you can calculate your own costs.  It shows the scope across the industry to
improve business performance through the adoption of good environmental practices.

This Good Practice Guide complements Material Use in Screen Cleaning and Reclamation
and describes practical measures to help you make efficient and cost-effective use of your
screen cleaning and reclamation materials.

Many of the suggested measures in this Guide are no-cost and low-cost.  Advice is given to help
you evaluate and select the most cost-effective measures for your company.

Many screen cleaning and reclamation materials are either organic solvents or contain organic
solvents and they contribute to your solvent inventory under Local Air Pollution Control (LAPC).  The
five types of materials covered by this Good Practice Guide and Environmental Performance Guide
(EG142) are:

■ screen cleaner;

■ screen wash;

■ stencil stripper;

■ haze/ghost remover;

■ degreaser.

Implementing a systematic approach to controlling your use of screen cleaning and reclamation
materials will help you:

■ reduce the cost of buying screen cleaning and reclamation materials;

■ reduce the cost of disposing of waste solvents, inks and other materials;

■ provide a better working environment for your employees;

■ achieve compliance with the VOC emission limits specified in PG6/16(97) Secretary of State’s
Guidance Note - Printworks (see Appendix 2).

Taking action to reduce the amount of organic solvent you use may bring your company below the
five tonnes/year registration threshold for LAPC.  This will save the registration fee, annual charges
and administrative costs.

This Guide contains a number of Industry Examples from the UK and the USA.2
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1 Available free of charge to UK businesses through the Environmental Helpline on 0800 585794.
2 A US programme to promote environmental improvements in the screen printing industry, Design for the Environment, is

jointly funded by the US Environmental Protection Agency and the Screenprinting and Graphical Imaging Association.



Improving your company’s housekeeping is an easy and inexpensive way of reducing waste.  It
means preventing the casual waste of materials that occurs through bad habits, poor practices and
use of unsuitable equipment.

Good housekeeping measures often cost nothing to implement.  Put into common practice the
following ideas:

■ put caps back on cans, containers and drums used for storing solvents and solvent-containing
materials (including inks);

■ store cans and drums so they can’t be knocked over;

■ close tank lids and keep them closed;

■ ensure cans are fully emptied into the solvent waste before disposing of them appropriately;

■ if you are using cloths or rags for screen cleaning:

- re-use the cloth from the last pass of one screen for the first pass on the next screen - this
reduces the number of cloths used and the amount of material used for screen cleaning;

- use smaller cloths for spot cleaning to prevent over-use of solvent;

■ set up a stock rotation system to ensure that materials do not go out of date;

■ mix or measure out only sufficient ink for the job;

■ use colour-matching equipment to reduce ink waste when mixing colours.

You can also set company housekeeping standards.  It is important to:

■ make a list of rules that are expected to be kept;

■ make sure everyone knows what these rules are and understands the reasons for them.

To reinforce the rules, carry out regular - perhaps weekly - housekeeping reviews.  You could walk
around the building looking at how clean and tidy things are, for example:

■ look for spills, tops off cans, solvent rags left lying around, etc;

■ ask people to correct faults immediately;

■ congratulate people who are doing things correctly or when the factory/print shop is clean
and tidy;

■ explain to people that the housekeeping rules will help to improve working conditions and
reduce costs.

Posting a report on a notice-board about your housekeeping review will help maintain awareness
and let everyone know how they are doing.

Good Practice Guide (GG28) Good Housekeeping Measures for Solvents describes, in more detail,
practical and affordable measures for reducing solvent and ink losses.  It also describes ways of
reducing the risk of pollution from handling and storing such materials.  Phone the Environmental
Helpline on 0800 585794 to obtain your free copy.

2

section

2
Typically, you could save up to 10% of screen cleaning and 

reclamation materials through improved housekeeping.
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To reduce costs or material use, you need to be in control of the job in hand.  But you can’t manage
something if you don’t measure it in the first place.  Measuring to manage is a systematic method
of analysing and controlling the use of solvent, ink, reclamation materials, etc.

Measuring to manage involves:

■ measuring material consumption over a specified period of time;

■ relating that consumption to a relevant measure of production, eg area of screens cleaned;

■ defining a material consumption standard;

■ setting targets for reduced material consumption;

■ regularly comparing actual consumption with standard or target consumption;

■ reporting changes in consumption and determining the reasons for the variation;

■ taking action to correct these changes and reduce material consumption;

■ continually aiming to minimise material consumption while maintaining product quality,
production efficiency, safety, etc.

By measuring the quantity of solvent, ink, screen reclamation material, etc used and comparing this
figure with a measure of work, you will get a feel for average use and how much it varies.  Possible
measures of work for screen cleaning and reclamation include:

■ number of screens cleaned/reclaimed (provided all screens are the same size or a similar size);

■ the area of screen cleaned/reclaimed.

Environmental Performance Guide (EG142) Material Use in Screen Cleaning and Reclamation
presents comparative data in terms of the area of screen cleaned/reclaimed. 

Weekly measurement and comparison are recommended.  Taking measurements every day is time-
consuming, while monthly measurement may be too infrequent.  By the end of the month, people
will have forgotten the reasons for poor performance at the beginning of the month.

The best way of presenting your information is to draw a scatter graph (see Fig 1).

Fig 1  Example scatter graph of measured performance
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Remember:
If you don’t measure it, you can’t manage it.
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In Fig 1, the line of ‘best fit’ represents the average or standard amount of screen wash used each
week to clean screens (measured as the total area of screen cleaned/week) at a fictitious screen
printing company.  This line can be used to predict how much screen wash might be needed for
screen cleaning.  It can also be used to identify weeks when performance is better or worse than
standard.  Points above the line are worse, points below are better.  Minor variations are to be
expected and should be tolerated.

Plotting a scatter graph will help you to investigate why performance is better or worse than
standard each week.  As you find the answers, you can take action to prevent a repetition of events
that cause poor performance.  You can also ensure that better performance is encouraged and
repeated.  As you implement no-cost and low-cost measures to reduce waste, you should see all
your measurements falling below the line of best fit (see Fig 2).  The cost of buying screen cleaning
and reclamation materials will also fall significantly.  

Fig 2  Example scatter graph after implementing no-cost and low-cost measures

Good Practice Guide (GG60) Practical Measures to Save Money in Screen Printing describes in detail
how to take measurements, draw graphs and present information.  It also contains a detailed
worked example of how to analyse and control material consumption through a measuring to
manage programme.  Industry Examples describe the cost savings and other benefits achieved by
four screen printing companies.  To obtain your free copy of this Guide, phone the Environmental
Helpline on 0800 585794.
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Cost savings from measuring to manage

Measuring to manage allowed RH Technical Industries Ltd to reduce its use of solvent for screen
washing from 3 175 kg/year to approximately 2 500 kg/year.  This 21% decrease saved the
Company £700/year, and was an important component in enabling the Company to reduce its
total solvent consumption to well below the LAPC registration threshold of five tonnes/year.

Measuring to manage also helped the Company identify differences in the performance of
individual operators.  Standardising screen cleaning procedures throughout the Company is
expected to reduce solvent use by a further 20%.



Employees control the day-to-day operation of plant and material use.  Involving employees in your
campaign to reduce waste can be a particularly cost-effective way of improving productivity and
optimising material use.  Many of the suggestions described in this Guide will only work with the
co-operation and enthusiasm of the employees.

Appropriate training should be given to:

■ enhance employee awareness of the cost of screen cleaning and reclamation materials;

■ improve employee awareness of the health, safety and environmental issues associated with
solvents;

■ improve housekeeping and operating practices.
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Operator suggestion produces cost and productivity benefits

A screen printing company, which uses solvent-based, silver-loaded inks to print items used in
the electrical industry, was keen to reduce its use of solvent for screen cleaning and reclamation.
When the company reviewed its options, the use of UV-cured inks was not possible because of
the high silver content needed (the silver would block the UV rays and stop the ink from curing).  

The company therefore decided to involve the workforce and asked for ideas for improving
working practices and productivity.  The operators suggested that there was no need to remove
all the ink from screens at the end of each shift.  The company operates a two-shift system, so
this would mean leaving the screens loaded with ink overnight for up to eight hours.  The
company decided that, because it uses inks with a slow solvent, this was acceptable.  Screens
are now cleaned only when dictated by print runs and for quality reasons.

The main benefits from the change in working practices are:

■ a reduction in start-up scrap from around 25 to 4 items/day due to the elimination of the
need for a daily set-up - this greater than 80% reduction has produced significant
productivity improvements and cost savings (the company generally prints on high value
plastics);

■ reduced solvent use for screen cleaning - solvent is now only used for spot cleans and end
of print run cleaning;

■ improved productivity - there is no need to clean up at the end of a shift and to set up at
the beginning of a shift.



Proper materials management and inventory control can reduce the amount of screen cleaning and
reclamation materials you use and thus how much you spend on these materials.  Optimising your
workshop layout may also help you improve working practices during screen cleaning and
reclamation.

5.1 INVENTORY CONTROL

Setting up a materials management system demonstrates your commitment to materials control.
Just paying more attention to materials use often results in lower consumption.  As well as gaining
a better understanding of materials use, you will be able to identify opportunities to reduce waste.

You will encourage better materials control in the workshop and thus reduce materials consumption by:

■ reducing stocks of materials in the workshop;

■ making access to fresh materials more difficult;

■ making operators accountable for their use of materials.

To obtain complete control of materials use, you may need to:

■ set up a materials store;

■ make one or more employees responsible for checking materials in and out of the store;

■ make people using materials sign for them when they are withdrawn from the store;

■ lock the store to prevent casual access and to stop people taking materials without signing
for them.

Managing materials on a first-in, first-out basis will reduce the need to dispose of out-of-date
materials.  It will also encourage operators to use up part-filled cans before starting a new one.

Segregating different wastes and storing them in clearly marked containers increases the
opportunities for re-use or recycling.  It also prevents special (ie hazardous) wastes from
contaminating non-hazardous wastes, eg keeping paper waste out of solvent-containing wastes.
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W O R K S H O P  M A N A G E M E N T5

Savings achieved by controlling solvent use on the factory floor

A screen printing company in north-west England has achieved significant savings by focusing
attention on solvent use.  Screen cleaning and reclamation now only take place within a
controlled area.  Employees are not allowed to use solvent on the factory floor.  Solvent use is
now limited to cleaning blocked screens.

Installation of a screen cleaning machine has allowed the company to reduce its annual use of
cleaning solvent from 2 300 litres to 1 500 litres.  This 35% reduction is worth £1 200/year. The
machine was designed to meet the company’s requirements for reduced solvent consumption
and high cleaning quality.

As part of its solvent management programme, the company also:

■ monitors emissions from the solvent storage tank;

■ provides training in screen cleaning and solvent use to specific operators;

■ ensures that the correct protective equipment is worn by employees using solvents.



5.2 WASTE MANAGEMENT

Good Practice Guide (GG114) Reduce Costs by Tracking Solvents describes a simple, computer-
based procedure for measuring solvent inputs and outputs.  It also explains how to analyse your
progress in reducing the use of organic solvents and solvent-containing materials.  Copies of the
Guide are available free to UK businesses through the Environmental Helpline on 0800 585794.

5.3 WORKSHOP LAYOUT

The design and layout of the workshop can have a marked effect on both the efficiency and capacity
of your printing operation.  There are no hard-and-fast rules for determining the optimum layout
for a workshop.  However, it may be worth asking, ‘If I were starting from scratch, would I lay out
my factory like this?’  This is particularly applicable if your business has grown or changed
substantially over the past few years.

Workshop layout depends on:

■ the space available;

■ the location of the ink/solvent/material store in relation to operations;

■ the location of the screen storage, preparation, cleaning and reclamation areas in relation to
printing operations.

Each stage of the printing process should be examined to identify its layout requirements.  Adequate
space should be provided to enable easy handling of screens, printing substrate and printed
materials.  You may find it helpful to have adjacent areas for screen storage, screen preparation and
screen cleaning/reclamation.  It is also better to carry out screen cleaning at the end of the job, away
from the printing bench.  Fig 3 shows an example workshop layout.

Fig 3  Schematic diagram of an example workshop layout
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5.4 MATERIAL STORAGE

The flammable nature of solvent-based materials means that they should be stored away from the
main factory building.  Storage should be preferably in purpose-built buildings or suitably modified
containers.  You may find it worthwhile to think about how much material you need to store on site
and consider ‘just-in-time’ supply.

Storing the materials needed for the day in material lockers located next to printing areas may save
time and effort.

5.5 SCHEDULING

Scheduling of workloads can significantly reduce the amount of time and materials used for setting
up and cleaning equipment.

Scheduling print runs can:

■ minimise the need to clean up for normal stoppages, eg overnight or weekend breaks;

■ reduce the waste of ink due to cleaning screens for shut downs;

■ reduce waste ink and substrate from repeated start ups.

When printing separate jobs in more than one colour on one printing bench, consider completing
the run of the first colour before starting the second colour.  However, you may need to store part-
finished jobs.  You will have to balance the ink and solvent savings against the cost of storing part-
finished jobs.  Lack of space may also be a problem.

By discussing these technical issues with schedulers and customers, it may be possible to produce
larger batches of goods less frequently.  Some of the cost savings could be passed on to the
customer.  Just-in-time production requirements may, however, rule out this option.
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Poor quality screens lead to significant amounts of waste in the screen printing industry.  Inadequate
screen tensioning, worn screens, mis-formulated inks (ie too thin or thick), worn squeegees, mis-
fitted squeegees, etc, all contribute to poor printing.  One consequence of poor quality screens and
printing is that extra screen cleaning and reclamation are required.

Paying attention to the quality of your setting up and printing is as important as your screen cleaning
and reclamation process.  You may find that the savings from reduced printing and set-up waste are
even greater than the associated reduction in screen cleaning and reclamation costs.

6.1 CONTACT CLEANING

Contamination with dust can cause major quality problems, particularly in the electronics sector of
the screen printing industry.  The small mesh apertures used mean that dust particles - even those
as small as 50 µm - can block the stencil, leading to poor quality printing.

Traditionally, contamination is removed either before printing or during a print run by washing all or
part of the screen with solvent.  Removing contamination before starting to print reduces stencil
blockages.  There is then less need to clean all or part of the screen during the print run.  However,
using brushes or cloths to remove dust can cause scratching.  You may also create static, which re-
attracts dust to the cleaned substrate. 

Contact screen cleaning machines penetrate the boundary layer to remove static and dust particles
as small as 1 µm.  Cleaning rollers are used to pick up dust from the mesh before exposing artwork.
They can also be used before applying capillary film or emulsion during stencil manufacture.
Reducing dust levels in this way reduces the number of blockages without damaging the
stencil/screen or creating static.

Contact cleaning to remove contamination and static from the screen may:

■ reduce the number of whole or part screen washes required during the print run;

■ reduce the amount of screen cleaner required;

■ increase production yields;

■ reduce levels of overrun production, ink consumption and substrate used.

9
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7.1 THE TRUE COST OF SCREEN CLEANING

Environmental Performance Guide (EG142) Material Use in Screen Cleaning and Reclamation3 gives
details of the average amount paid by UK screen printers for screen cleaning and reclamation
materials.  Knowing how much your screen cleaning and reclamation materials cost is only part of
the picture.  Table 1 lists the main costs associated with screen cleaning and reclamation.  When
evaluating different screen cleaning and reclamation methods, it is important to consider their
impact on all costs - even though some may be difficult to quantify.

Cost issue Comments

Purchase of solvents and Depends on the volume and type of material.
other materials

Compliance with COSHH4 The controls needed depend on the Occupational Exposure Limit (OEL) of
the solvent/material, and other factors such as volume used, volatility and
process temperature.  For example, a more volatile material with a low OEL
may require greater control measures to protect the employees.

Personal protective Necessary to protect operators from hazardous chemicals that may be
equipment (PPE) handled during screen cleaning and reclamation.  Appendix 1 gives details

of useful health and safety guidance for screen printers.

Ventilation (including This is necessary to:
mechanical extraction ■ control the atmosphere in the workplace;
and local exhaust ■ remove odours;
ventilation) ■ keep solvent levels within the required range (ie below the OEL).

Local Air Pollution Control Requires registration for printing processes using more than five tonnes
(LAPC) of solvent per year.  Costs include an initial fee and then annual charges.

Solvent disposal Disposal of waste solvents, solvent-containing materials and inks.  Many of
these materials are classified as special waste.  If in doubt, contact your
supplier or the Environmental Helpline on 0800 585794 for advice.

Waste disposal Disposal of solvent-laden rags, empty containers, etc.

Effluent disposal Trade effluent charges imposed for disposal of spent cleaning/reclamation
materials to drain in compliance with trade effluent consent conditions.

Electricity Cost of energy used to operate:
■ local exhaust ventilation;
■ solvent recycling pumps;
■ solvent recovery equipment.

Training Cost of training employees about:
■ hazards and OELs;
■ the cleaning and reclamation process.

Labour and downtime Specialised operators are needed to clean and handle screens.
Cleaning and preparing screens suitable for printing takes time and effort.

Table 1  Screen cleaning and reclamation costs
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3 Available free of charge to UK businesses through the Environmental Helpline on 0800 585794.
4  Control of Substances Hazardous to Health Regulations 1994 and Control of Sustances Hazardous to Health (Amendment)
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AND RECLAMATION METHODS
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7.2 SCREEN CLEANING ON THE BENCH

Generally, optimum efficiency is obtained by excess ink being removed from the screen on the
bench, followed by screen cleaning and reclamation in a designated area of the workshop.
However, screen cleaning is carried out during a print run when:

■ print quality is poor due to dust, dirt or dry ink clogging the screen and spot cleaning is
carried out on part or all of the screen;

■ the screen is left on the printing bench and cleaned prior to a short production break or an
overnight/weekend break.

When cleaning on the bench, considerable amounts of screen cleaner can be used.  This solvent
consumption can be reduced by improving the way in which solvent is stored and applied, as
discussed below.

Many screen printers now use dip cans or wash bottles to store solvent on the bench.  Both devices
reduce solvent evaporation (a major source of solvent losses from open containers).

Dip cans (see Fig 4) consist of a solvent reservoir with a plunger pump set in the middle.  When an
operator places a cloth or rag on the plunger and presses, solvent is dispensed.

Wash bottles are plastic spray bottles with a dispensing nozzle.  When the bottle is squeezed,
solvent is dispensed onto a cloth or the screen.  Wash bottles have the advantage of allowing the
operator to dispense solvent directly onto a screen.  However, it is important to follow manufacturers’
recommendations and buy the correct type of bottle for a particular solvent.  Otherwise the solvent
may, with time, dissolve the plastic leading to cracked bottles and solvent leaks.

Fig 4  Dip can
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7.3 OFF BENCH SCREEN CLEANING AND RECLAMATION 

Cleaning screens promptly, ie as soon as the print run is finished, reduces the amount of material
needed to remove ink, emulsion and haze.  You may also increase the life of your screens.  Simply
remove excess ink on the bench then take the screens to the designated cleaning and reclamation
area as soon as practicable.

If ink is allowed to dry on a screen, cleaning is made much more difficult.  It also increases the
likelihood of a haze being left on the screen after reclamation.  Excessive use of haze remover makes
some screen materials brittle and thus prone to tearing.

7.4 MATERIAL APPLICATION METHODS

Improving the way in which you apply screen cleaning and reclamation materials to screens can
reduce consumption significantly.  Recycling solvents and other materials (see Section 7.5) reduces
costs still further.  

Many screen printers use a hand-held brush to apply screen cleaner, and other materials, from a
can.  There are a number of reasons why this method is unsatisfactory, including:

■ uneven application;

■ excessive amounts of materials are often applied;

■ materials tend to drip from the brush onto the bench, floor, etc;

■ operator exposure to potentially hazardous materials is high.

Alternative methods of applying screen cleaning and reclamation materials include:

■ A pumped brush where the material is pumped through a hose to a brush.  Installing the
equipment in a booth with a drainage tray allows run-off to be collected and recycled.

■ A low-pressure spray (like that from a garden hose rose).  Material collection and recycling
is possible.

■ The use of dip tanks (water-based screen cleaning and reclamation materials only).  Screens
can be left to soak in the tanks and materials are used for relatively long periods until
exhausted.

The use of organic solvents in dip tanks is not recommended because of the risk of fire.  Solvent
losses due to evaporation and the build-up of vapours in the workshop may also be a problem.  If
your screen cleaning and reclamation materials contain some organic solvent, ask your supplier for
the flash point of the working solution.  Dip tanks should not be considered if the flash point is
below 55°C.  It is also recommended that you contact your local HSE Inspector to discuss the
practicality of this option.

■ Ultrasound cleaning tanks (water-based materials only).  The agitation of the cleaning
materials produced by the ultrasound waves promotes the cleaning of the screen surface.

■ The use of totally enclosed automatic screen cleaning machines. These can reduce both
solvent use and operator exposure.  They can be expensive to install, but can be cost-effective
for larger quantities of screens.

12
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Table 2 compares the different screen cleaning methods used by screen printers in the UK.  The
relative merits of the different practices depend on many factors, eg the size of the business and the
availability of space.

For screens with a small stencil area, spot application of screen reclamation materials just where they
are needed -  rather than all over the screen - can also reduce material use.

Cleaning method Value for Employee Potential  Return on  Potential  Cleaning 
money from protection to reduce investment cleaning time

materials material use quality

Brush with material ✓ ✓ ✓ ✓ ✓✓✓ ✓✓✓

disposal

Pumped brush with ✓ ✓ ✓ ✓ ✓✓✓ ✓✓✓

material disposal

Pumped brush with ✓✓ ✓ ✓✓ ✓ ✓✓✓ ✓✓✓

solvent recycle

Pumped brush with ✓✓ ✓ ✓✓ ✓✓ ✓✓✓ ✓✓✓

solvent recycle using jet 
washer

Automatic machine ✓✓✓ ✓✓✓ ✓✓✓ ✓✓✓ ✓✓ ✓✓

Key: High  ✓✓✓ Medium  ✓✓ Low  ✓

Table 2  Comparative performance of different cleaning and reclamation methods
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US screen printer adopts systematic approach to reducing material use

A US screen printer produces a variety of decals, banners and point-of-sale display materials
using approximately 60% conventional inks and 40% UV-cured, solvent-based inks.

The company has implemented a number of measures to reduce its use of screen cleaning and
reclamation materials.  

Payback on the cost of a small solvent recovery machine to recover screen cleaning solvents was
only seven weeks.  A drum of solvent, that used to be consumed in a few days, now lasts several
weeks before it becomes too discoloured to use and is eventually disposed of.

The company also investigated the possibility of increasing the dilution of emulsion remover from
1:3 water to 1:6 water.  Emulsion-removing performance was found to be just as effective at the
lower strength.  To reduce waste, the company changed from using manual brushing to applying
the material by spraying.  The next stage was to buy a high-pressure jet washer to remove the
softened emulsion.  The company had been concerned about excessive screen wear due to the
high pressure.  However, no degradation in screen life or quality has been observed even after
using the high-pressure jet washer for several years.  The combined effect of these measures was
to reduce emulsion remover consumption by 75%.

Another problem that the company tackled was the operators using haze remover at levels
which tended to make screens more brittle and more likely to tear.  To encourage operators to
reduce haze remover use, the company adopted the following strategy.

■ Haze remover is only applied at the site of stain rather than all over the screen.

■ To reduce the risk of haze formation, ink and emulsion are removed as quickly as possible
at the end of a job.

■ Alternative, less aggressive haze removers are now used.

■ To reduce the risk of haze formation, degreaser and then an ink degradant are applied
before emulsion remover.



7.5 MATERIALS RECOVERY AND RECYCLING

Collecting and recycling screen cleaning and reclamation materials will significantly reduce your
consumption of these materials.  There are a number of low-cost measures you can consider.
However, all low-cost recovery methods must take into account the health and safety hazards,
including flammability of the materials being handled.

One low-cost method of collecting used screen cleaning and reclamation materials is to clean/reclaim
screens in a tray with a drain at one end (see Fig 5).  Such trays also help to catch overspray.  The
used material is drained to a suitable can.  Don’t forget to label or colour-code this can.  The
collected materials can then be re-used on other screens.  For example, dirty solvent used to remove
ink and degrease screens can be collected and used for low-grade cleaning work, eg ink removal.
You may be able to re-use it several times before it becomes too contaminated and has to be sent
for disposal as waste solvent.

When using collecting trays, it is important not to mix different screen cleaning and reclamation
materials because:

■ chemical incompatibility could make the mixture a health or safety risk;

■ the mixture may be no use for cleaning/reclamation - you will then have to buy more material
and pay to dispose of the mixture.

Fig 5  Simple collection tray

Dirty and distilled solvent can be recovered for re-use from cloths and rags.  This can be achieved by
using a centrifuge or distillation machine specifically designed for the purpose.  Recovery of solvent
from cloths by allowing them to drain into a suitable recovery container can also be effective.
Solvent-soaked rags are subject to treatment as special waste and therefore solvent extraction would
save disposal costs as well as recovering solvent.  There are a number of companies which specialise
in taking solvent-laden cloths, extracting the solvent and then cleaning and recycling the rags.  This
may be a cost-effective alternative.

Dirty solvents can be purified using small, automatic distillation machines.  Cloths, inks and collected
solvents can be put in these machines.  The machine heats the waste, boils off the solvent and
collects the cooled vapours in a separate tank.  Such machines are only suitable for highly volatile 
(ie low boiling point) solvents.  They are unsuitable for low volatility (ie high boiling point) solvents
and complex solvent-containing materials, eg stencil removers and de-hazing chemicals.

Recovered solvents are often of sufficient quality for relatively high-grade cleaning jobs.  Solvent can often
be recycled many times before it becomes too discoloured and has to be disposed of as waste solvent.
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In the standard procedure for screen cleaning and reclamation:

■ Excess ink is removed manually - usually with a blunt-edged utensil or a card (eg cardboard
or plastic).  Rather than using a piece of cardboard and throwing it away each time, consider
using a re-usable round-edged implement made of plastic or metal.

■ Remaining ink is removed using either an organic solvent or other substances (such as water),
depending on ink type.

■ A stencil remover/stripper is applied.

■ The stencil remover and stencil are washed off.

■ A haze remover is applied.

■ The haze remover is washed off.

■ If it is being re-used immediately, the screen is degreased.

However, alternative methods for screen cleaning and reclamation are now available.  Seven
alternatives are suggested for you to consider or try out.  The order of these suggestions is arbitrary.
Each method should be considered on its merits.  When evaluating an alternative screen cleaning
and reclamation method, you should take account of all the cost issues (see Section 7.1).  Site-
specific factors will have a major impact on the cost-effectiveness of these alternative screen
cleaning and reclamation methods for your company.

The use of alternative materials for screen cleaning and reclamation is discussed in Section 9.

8.1 USE OF STEAM

The screen is taken off the bench and excess ink removed manually.  Steam is then sprayed onto the
screen to clean it.  The steam is supplied from a small generator, using a hose with a spray nozzle.
No other cleaning or reclamation materials are applied.  The ink and the stencil are removed
simultaneously by the steam.  Another advantage of this method is that there is often no haze left
on the screen.  However, care is needed because of the risk of scalding.

The cost of providing steam has to be balanced against the savings from reduced use of screen
cleaning and reclamation materials.  One drawback is that, unless the screens are cooled quickly, eg
by washing with cold water or placing them in a chilled environment, they can lose tension.  While
you are assessing this method, you may wish to hire a steam generator rather than buy one.

8.2 GREATER DILUTION OF WATER-BASED MATERIALS

You may achieve the same printing performance and save money by diluting some water-based
screen cleaning and reclamation materials more than recommended by the manufacturer.  You will
have to try different dilution rates yourself - start by doubling the amount of water added to dilute
a particular water-based material.  However, use of more dilute solutions may violate the
manufacturer’s material performance guarantee.  You will therefore be unable to make a claim
against the manufacturer for poor performance.
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8.3 USE OF INK DEGRADANT INSTEAD OF HAZE REMOVER

The following method, which was developed in the USA, eliminates the need to use haze remover.

■ Remove excess ink manually.

■ Remove remaining ink using either an organic solvent or other substance (such as water),
depending on ink type.

■ Apply an ink degradant.  Ink degradants contain diethylene glycol ethers and propylene
glycol.  The health and safety implications of using this are likely to be different to haze
remover - check with your supplier.

■ Wash off the ink degradant.

■ Apply stencil remover.

■ Wash off the stencil remover and stencil.

When considering this method, you need to compare the relative costs and performance (material,
application, removal and disposal) of ink degradant with those of the haze remover you use.  You
also need to bear in mind the potential for screen damage from haze remover and the hazards
associated with its use.  

8.4 USE OF HIGH-PRESSURE JET WASHERS

A number of US screen printers now use high-pressure jet washers for screen reclamation.  These jet
washers produce water at up to 206 bar (3 000 psi), ie around ten times higher than standard jet
washers.  The following procedure is used:

■ remove excess ink manually;

■ apply stencil remover;

■ wash off stencil remover and stencil using a high-pressure jet washer.

The method relies on the screen being cleaned and reclaimed immediately.  Ink must not be allowed
to dry on the screen.  Extensive trials in the USA have shown that with good screen support high-
pressure water jets do not damage screen materials.

The advantages of this method include:

■ no need to use organic solvent to remove ink;

■ improved screen cleaning, with reduced haze;

■ prolonged screen life due to much less need for haze remover;

■ high-pressure jet washers generally use less water for cleaning than hand-held brushes,
pumped brushes or low-pressure sprays.

The disadvantages of this method include:

■ high noise levels;

■ capital cost of the high-pressure jet washer;

■ the need for trained operators and other precautions, to ensure safe use of the equipment.

The Water Jetting Association has published The Code of Practice for the Use of High Pressure Water
Jetting Equipment. See Appendix 1 for details.
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8.5 USE OF A HIGH-PRESSURE JET OF SODIUM BICARBONATE

Successful experiments have been carried out in the USA using a high-pressure jet of sodium
bicarbonate (baking soda) for screen cleaning and reclamation.  This method has been used for
some time to degrease and remove coatings from metals.

There is evidence that this method does not work well for UV-cured inks.  Results also suggest that
haze remover may still be required.  Using hot water to power the sodium bicarbonate jet may
improve the method’s effectiveness.

Although this method is still at an experimental stage, it is worth considering because it eliminates
the need to use organic solvents and stencil remover.

8.6 USE OF DISPOSABLE SCREENS

Screen printers that use small screens or abrasive inks often choose to dispose of the screen rather
than reclaim it.  

Using disposable screens eliminates the use of screen cleaning and reclamation chemicals.  However,
screens coated in inks may be classed as special waste and thus have high disposal costs.

Disposable screens may be cost-effective for some other printers, such as those with very long print
runs and few opportunities to reclaim screens.  Use of disposable screens would also eliminate the
need for a screen reclamation area, thus releasing space for other activities.

The introduction of pre-coated screens (ie prepared for stencil exposure and developing) may make
this option even more attractive for some printers.
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New cleaning method saves money and improves quality 
of reclaimed screens

A US company that prints on garments and sportswear studied ways of reducing the cost of its
screen cleaning and reclamation materials.  The company began by investigating the use of
emulsion remover.  If left on longer, a small amount of emulsion remover was found to work just
as well as a large amount.  This discovery led the company to design a tank in which to soak
screens in a dilute solution of emulsion remover for a long period.  The dilute material still works
even when it is very dirty.

After soaking in emulsion remover, the screen is rinsed off with low-pressure recycled water and
then jet washed with clean water.   As acidic water could fix ghosts to the screen, lime is added
to the recycled water to make it slightly alkaline.  The final rinse water is collected and re-used
for the first rinse of the next screen.  This reduced the company’s water use by 2 400 litres/week.

The company’s use of emulsion remover has fallen by over 70%, from 340 litres/month to 
95 litres/month.  Water use has also fallen by over 9 600 litres/month.  The payback on installing
the tank was less than a year.

The new cleaning method has also improved the quality of the reclaimed screens and practically
eliminated the need for haze removal.



8.7 CONTRACTING OUT SCREEN RECLAMATION

Contracting out screen reclamation would eliminate the need for you to handle screen reclamation
materials.  To reduce the need for haze removal, screens would probably have to be cleaned (ie ink
removed) before being sent for reclamation.  The residual ink may mean that the dirty screens are
classified as special waste.  Under the provisions of the Special Waste Regulations 1996, you would
need to notify the appropriate enforcing agency before you send dirty screens to your contractor.

This option may be attractive to small screen printers.  Screen reclamation companies can afford
more expensive equipment and are able to recover and recycle solvents and other reclamation
materials.  Contractors also benefit from economies of scale when buying and using screen
reclamation materials.  
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Sub-contracting screen reclamation saves time and money

A small printing operation in the Midlands, where screen printing occupies about 10% of the
workload, has opted out of screen reclamation altogether.  Like many other small screen printers,
the company operates from a small industrial unit and has limited space for screen cleaning and
reclamation.  Given the space restrictions and the minimal amount of screen reclamation actually
required, the company looked for alternatives to setting up its own screen cleaning and
reclamation area.  The company was also keen to avoid capital investment on specialised
equipment for such a small area of its operations.

The solution has been to develop a relationship with a neighbouring screen printer.  This
company takes all the dirty screens away for reclamation and also prepares the artwork and the
screens ready for printing again.  This relationship has proved mutually beneficial because,
although competitors in certain areas, the two companies have been able to share work when
necessary.

A fee is paid for each screen reclaimed, re-coated and exposed.  This arrangement has avoided:

■ the need to invest in screen cleaning and reclamation equipment;

■ production time spent on cleaning and reclaiming screens;

■ the need to store, handle and dispose of organic solvents and other cleaning/reclamation
materials.



The materials you use to clean and reclaim screens depend on, to a large extent, the type of ink5 or
the type of stencil you use in your printing.  For example, before water-based inks dry, they can be
removed from a screen using water, and many stencil systems use water-based removers.  Although
considerable advances in water-based ink technology have been achieved over the last ten years,
these inks are not currently available for all applications.  However, you will find that ink
manufacturers are willing to work with printers to produce new inks.

UV-cured inks are easier to remove, thus reducing the amount of solvent and the time taken to clean
a screen.  The less aggressive chemicals present in UV-cured inks mean less force is needed to clean
screens.  Staining may also be less, which means that screens have a longer life.  UV-cured inks cost
up to twice as much as conventional inks.  However, overall raw material costs are similar because UV-
cured inks cover up to 50% more substrate, and less thinners and screen cleaning materials are
needed.  UV-cured materials may contain reactive acrylates or n-vinyl pyrollidone (NVP).  Special care
is needed when using these substances to ensure that health hazards are controlled.6

The use of water-based or UV-cured inks may help you to keep below the authorisation threshold
for LAPC or meet LAPC authorisation improvement plans (see Appendix 2).
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M AT E R I A L  S E L E C T I O N9

5 The range of ink types used by UK screen printers is described in Environmental Performance Guide (EG142) Material Use
in Screen Cleaning and Reclamation.

6  See Safety in the Use of Inks, Varnishes and Lacquers Cured by Ultraviolet Light or Electron Beam Techniques,
ISBN 0 11 882 045 1 available from HSE Books (see Appendix 1 for contact details).

Switching to UV-cured water-based inks allows screen printer to enter
new markets

Since 1994, Hartcliffe Ltd, a screen printing company producing display material for retailers, has
modified most of its printing lines to accept both UV-cured, water-based and conventional
solvent-based inks.  

The decision to move to UV-cured, water-based inks was taken to keep in line with today’s
environmental demands.  Improved product quality, particularly in the four-colour process, was
also considered important for the future success of the Company.  

The benefits of switching to UV-cured inks include:

■ cost savings of over £63 000 in the first year;

■ improved productivity and product quality;

■ reduction in solvent use of over eight tonnes/year;

■ 50% reduction in screen cleaning cost for screens used with UV-cured inks compared to
screens used with conventional inks;

■ screen re-stretching was required 200 fewer times in 1996 compared to 1995;

■ no need to install pollution control equipment costing over £100 000.

For more details, see Good Practice Case Study (GC88) UV Inks Save Screen Printer Time and Money.
This Case Study is available free of charge through the Environmental Helpline on 0800 585794.



When evaluating the possibility of switching to UV-cured or water-based inks, you should consider:

■ Curing costs.

■ The effects on the volume and strength of your trade effluent from using water to remove
water-based inks from your screens (ie will you still meet your consent conditions?).

■ Whether your electricity supply can cope with the high currents drawn during start-up by UV
driers.  However, overall, these driers generally use less electricity than conventional ovens.7

9.1 CHOOSING CLEANING AND RECLAMATION MATERIALS

Many printing material suppliers offer a wide range of screen cleaning and reclamation materials.
Choosing between these materials is often difficult.

When assessing alternative screen cleaning/reclamation materials, you should consider the following
questions.  You may also find it useful to remind yourself of the issues listed in Table 1 (see 
Section 7.1).

■ How effective is the material compared with your current material in cleaning/reclaiming your
screens?

■ Will you save money?

- Is it more or less expensive?

- Will you need more or less material per screen?

- How will its use affect your waste disposal costs and trade effluent charges?

- Could you collect and re-use the material?

- Are there additional maintenance costs associated with the material’s use?

■ Do you need to buy new equipment to use the alternative material, eg containment booths,
recycling equipment and high-pressure jet washers?  Would there be cost savings and other
benefits from buying this equipment?

■ Would you need to change your cleaning methods?  Would this provide an opportunity for
improving efficiency and other benefits?

■ Do you need to provide operators with training in the use of the new material/
equipment/method?

■ Will its use reduce your overall solvent consumption and thus help fulfil LAPC authorisation
requirements?

■ What are the health and safety implications of using the alternative compared with your
current material?

It is also important that you select any alternative material carefully.  This will help you appreciate all
its advantages and disadvantages compared with your existing choice.

■ Preparation is vital.  

- Ask your supplier for advice on how best to use the cleaning/reclamation material.

- Obtain a material safety data sheet (MSDS) from your supplier.  Read this carefully before
using the alternative material.  Make sure that you can use the material safely in your
workshop.

- If necessary, obtain personal protective equipment (PPE), eg gloves and goggles, for your
operators.
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7 See Good Practice Case Study (GC88) UV Inks Save Screen Printer Time and Money.



■ Explain to your operators what you are trying to achieve.  Train them to use the alternative
material.

■ Try out the alternative material under controlled conditions.

- Select two screens with similar ink loads and stencils.

- Clean one with your current choice of material and the other with the alternative
material.

- Measure how much you used of each material and how long the process took.

- Inspect and compare the cleaned/reclaimed screens.

- Repeat this experiment until you are sure that the alternative has been given a fair trial.
It may take your operators a while to get used to the new material.

■ Compare the costs, advantages and disadvantages of the alternative material with your
current material.  You should also evaluate the effects of any changes to your
cleaning/reclamation methods to allow you to use the new material. 

■ If the new material looks favourable, make any changes needed to use it.  You may wish to
set up a longer trial before making major changes.

■ Monitor the performance of the new material.
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Alternative methods and materials reduce solvent use

A screen printer based in Kentucky, USA, produces point-of-sale products using approximately
60% conventional inks and 40% UV-cured, solvent-based inks.

To reduce solvent use and VOC emissions, screens are taken to the reclamation area as soon as
the print run is complete.  So that the ink does not have time to dry, reclamation begins
immediately.  Emulsion remover is applied (without removing the ink), before a high-pressure jet
washer is used to remove ink and emulsion together.  This change to the screen reclamation
process has reduced the company’s solvent use by about 3 000 litres/year.  The payback period
for the high-pressure jet washer was 16 months.

The company also investigated alternative haze removers and found a material that caused less
damage to the screens.  Although the alternative material was not any cheaper, the company
has benefited from reduced screen wear and tearing.

To further reduce VOC emissions in the workshop, the company changed to a less volatile
solvent for spot cleaning and screen cleaning on the bench.  This change has reduced the
company’s annual use of spot cleaning solvent by 75% - from 4 500 litres to 1 200 litres.
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If you want to reduce costs and improve your performance

Identify the screen cleaning and reclamation materials your company uses.

Find out how much material your company uses in a given period of time for spot
cleaning, cleaning screens on and off the bench, removing ink, removing stencils,
removing haze, degreasing, etc.

Find out how many screens your company cleans and reclaims during the same
period of time.  Work out the area of screen cleaned/reclaimed.

Use Environmental Performance Guide (EG142) Material Use in Screen Cleaning
and Reclamation to compare your consumption of screen cleaning and
reclamation materials with that of your competitors and to determine how much
you can expect to improve.

Implement good housekeeping measures and set housekeeping standards.

Implement a measuring to manage programme to obtain information on, and
keep control of, the way screen cleaning and reclamation materials are used.

Encourage employee suggestions for improvements.

Provide operators with training in best practice in screen cleaning and reclamation.

Set up a materials management system, eg inventory control and waste
segregation.

Consider possible improvements to the layout of the workshop.  

Optimise scheduling of print runs and colours to minimise the need for screen
cleaning.

Investigate ways to improve the quality of your setting up and printing processes.

Consider using alternative ink systems to reduce cleaning requirements.

Consider using alternative screen cleaning and reclamation methods to reduce or
eliminate material use.

Where possible, recover and re-use solvents and other materials.

Consider using alternative cleaning and reclamation materials to reduce costs and
improve the workshop environment.

Review the management of your screen cleaning and reclamation operations
regularly.

If necessary, obtain help.

The Environmental Helpline (0800 585794) can:

Send you copies of relevant Environmental Technology Best Practice Programme
publications (see Appendix 1).

Suggest other sources of information.

Provide free up-to-date information on a wide range of environmental issues,
legislation, technology and equipment suppliers.

Arrange for a specialist to visit your company if you employ fewer than 
250 people.
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ENVIRONMENTAL TECHNOLOGY BEST PRACTICE PROGRAMME
PUBLICATIONS

All Environmental Technology Best Practice Programme publications are available free of charge to
UK businesses through the Environmental Helpline on 0800 585794.

Good Practice Guide (GG13) Cost-effective Solvent Management

Good Practice Guide (GG28) Good Housekeeping Measures for Solvents

Good Practice Guide (GG60) Practical Measures to Save Money in Screen Printing

Good Practice Guide (GG114) Reduce Costs by Tracking Solvents

Environmental Performance Guide (EG142) Material Use in Screen Cleaning and Reclamation

Good Practice Case Study (GC88) UV Inks Save Screen Printer Time and Money

ADVICE ON HEALTH AND SAFETY ISSUES

Guidance to screen printers on health and safety issues covers:

■ safety in the workplace, including compliance with the Health and Safety at Work Act 1974;

■ the use of chemicals controlled under the Control of Substances Hazardous to Health
(COSHH) Regulations 1994.

Guidance is available from the Health and Safety Commission, which has been compiled by the
Printing Industry Advisory Committee, ie:

■ Control of Health Hazards in Screen Printing, ISBN 0 11 883973 X  £2.50.

■ The Printer’s Guide to Health and Safety, ISBN 0 717 614 867  £10.00.

Both publications are available from HSE Books, PO Box 1999, Sudbury, Suffolk CO10 6FS. 
Tel: 01787 881165.  Fax: 01787 313995.

Further advice and guidance is available from the Health and Safety Executive Infoline on 
0541 545500.

The Water Jetting Association has published The Code of Practice for the Use of High Pressure Water
Jetting Equipment.  This can be obtained from the Association at 3 East Street, Hemel Hempstead,
Herts HP2 5BN.  Tel: 01442 246605.  Fax: 01442 246970.
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TRADE ASSOCIATIONS

The Screen Printing Association (SPA)
Association House, 7a West Street, Reigate, Surrey RH2 9BL
Tel: 01737 240792
Fax: 01737 240770

The Association of Industrial Graphics and Nameplate Manufacturers (ASSIGN)
21 Bilton Road, Rugby CV22 7AG
Tel: 01788 536389
Fax: 01788 550152

The Membrane Switch Manufacturers’ Association (MSMA)
21 Bilton Road, Rugby CV22 7AG
Tel: 01788 536389
Fax: 01788 550152

The Printers’ Eco Group (PEG)

PEG is a joint group of ASSIGN, MSMA and SPA whose purpose is to provide support to member
companies to improve their health, safety and environmental performance.  PEG is administered by
ASSIGN.

TECHNOLOGY DEVELOPMENT

The Screen Printing Technology Group

The Screen Printing Technology Group funds a programme of research into ways of improving the
performance of UK screen printers.  It also promotes cleaner technology and technology transfer to
industry.  The Group was set up by the Welsh Centre for Printing and Coating, University of Wales,
Swansea, and the Screen Printing Association (SPA).  It also funds the UK’s participation in the
development of new international standards for screen printing.  This neutral group also develops
instruments and software for the benefit of the Group members.

Members of the Group pay an annual subscription which entitles them to:

■ attend technical meetings organised by the Group; 

■ use computer software and hardware developed for the Group;

■ updates on the development of new international standards for screen printing.

For more information, contact the Welsh Centre for Printing and Coating on:

Tel: 01792 295091
Fax: 01792 295676
e-mail: meprint@swansea.ac.uk
world wide web:  http://www.swan.ac.uk/printing
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Screen printers using five tonnes or more of organic solvent per year are required to register with
their local enforcing authority and obtain authorisation to operate.  All sources of solvent, including
the solvent content of inks, are included in this total.  

Good Practice Guide (GG114) Reduce Costs by Tracking Solvents describes a simple and cost-
effective procedure - based on an accompanying computer spreadsheet - for measuring and
analysing solvent use.  The Guide will help you produce a solvent inventory for submission to your
local enforcing authority.

Authorisations are granted by local enforcing authorities if screen printers comply with the
requirements of PG6/16(97) Secretary of State’s Guidance Note - Printworks. This sets limits on
emissions of VOCs, dust and other gaseous pollutants.  The emission concentration limit for VOCs
is 100 mg/m3.  This limit does not apply where all inks and cleaning materials used in the process
contain less than 15% by weight of organic solvents.

While unregistered screen printers are under no legal obligation to keep records of their solvent use,
they may have to prove to their local enforcing authority that their solvent use is below the
registration threshold.

Screen printers using more than the LAPC threshold for registration have several options for
achieving compliance with LAPC requirements.

■ Install pollution abatement equipment to reduce VOC and other emissions to less than the
emission concentration limits specified in PG6/16(97).  This is generally the most expensive
option.

■ Use inks and cleaning/reclamation materials that contain less than 15% by weight of organic
solvents.  This usually means switching to water-based inks and water-based screen cleaning
and reclamation materials.

■ Meet target emission limits set according to the amount of solids in the quantity of inks and
coatings applied to substrate in a year.  Compliance using this non-arrestment VOC reduction
strategy is achieved through the use of low solvent content inks, coatings, etc.  The VOC
emission targets specified in PG6/16(97) are:

- no more than 2.8 times the amount of solids applied to substrate in a given year 
(by 1st June 1999);

- no more than 1.6 times the amount of solids applied to substrate in a given year 
(by 1st June 2004).
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For example, if a screen printing company applied four tonnes of solids to substrate in the year 1st
June 1999 to 31st May 2000, then its emission target would be 11.2 tonnes.  The company would
achieve compliance with its LAPC authorisation as long as it used no more than 11.2 tonnes of
organic solvent in that year.  If the company applied four tonnes of solids to substrate in the year 1st
June 2004 to 31st May 2005, then its emission target would be 6.4 tonnes.  Compliance with LAPC
would be achieved if no more than 6.4 tonnes of organic solvents were used in that year.  To
maintain or increase production levels, the company would need to reduce solvent use and/or switch
to low solvent content materials.

Calculate how much solvent your company uses and the amount of solids applied to substrate.  Then
compare your figures to the LAPC target emissions.  Do you need to take action to meet these
targets?  Good Practice Guide (GG60) Practical Measures to Save Money in Screen Printing provides
screen printers with the necessary tools to make efficient and cost-effective use of their organic
solvents.
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Advice on the most recent legislation regarding solvents and their use in screen printing can be
obtained through the Environmental Helpline on 0800 585794.





The Environmental Technology Best Practice Programme is a joint Department of Trade and Industry

and Department of the Environment, Transport and the Regions programme. It is managed by 

AEA Technology plc through ETSU and the National Environmental Technology Centre.

The Programme offers free advice and information for UK businesses and promotes

environmental practices that:

■ increase profits for UK industry and commerce;

■ reduce waste and pollution at source.

To find out more about the Programme please call the Environmental Helpline on freephone 

0800 585794.  As well as giving information about the Programme, the Helpline has access to

a wide range of environmental information. It offers free advice to UK businesses on technical

matters, environmental legislation, conferences and promotional seminars.  For smaller

companies, a free counselling service may be offered at the discretion of the Helpline Manager.

FOR FURTHER INFORMATION, PLEASE CONTACT THE ENVIRONMENTAL HELPLINE

0800 585794
e-mail address:  etbppenvhelp@aeat.co.uk

world wide web:  http://www.etsu.com/etbpp/


