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Met hod of Manufacturing Labels The present invention relates to
a.met hod of manuf act uri ng sel f -adhesi ve | abel s. It is conmon
to provide successive labels on a strip of backi ng paper, and to apply
those | abel s using a machine which 5 peels the | abels one-by-one fromthe
backing strip amssisdes themto respective products. | nPGF&GRIH

such a strip of | abel s, a strip of silicone coated backing paper is
first provided with a coating of adheS| ve over a front si de thereof.

A labelling strip is then adi¥ethed:of - habedg ki ng 10 paper, the
| abel l'ing strip being pr| nted with SUCCGSSI ve I abel S over its front

surface, and then divj ical l ti.ng tq f A ual
rectangul ar | abel s (e g gﬁégenf' %’l“ﬁ%‘ f)"ar ar:[e tr' fom he%ne%{rqh \Qbfd
dividing line mamef@@tmm serfsadhemivead@bpilfg strip). The adhesi ve
transfers 15 f1om t hezbackidindAPes provihe &RAesiNAtabeld e babn) o 0

enabl e each | enoved fromt he .backi,n I t its
i nt ended pr odﬂ%‘cmng paper, a?gha%@ Rg Ri%sed %eES‘ '?%in %f manu %c url?lng a

strip of  SsebéelsiHis Lebpibeing-byoph Erembithe PhGKk] b @t ipoand appldes 20
desired Shfiged‘them to ges?éé‘t ORIt s\ t h:frt f&éﬁa&&@:@t smaueaL |s{!ﬂ'1pt ker e
i s provi de od Q rm.n Strip o i s,

conpri sing pr o%g)a?"fﬁj a bégﬁrlﬁg of; %%W&VFn&c’gtﬁgb &6 nna ‘r{;‘EPe§ 1s>zirst
superi mposed opeeVidef sdchr adceariing, th%dhttﬁmquwgrt%ef@tl abé#l#hg}’eﬂfr-l p
into successiVvg ia’iﬂ@il&r@@t‘f@ﬁt €s Ma@diPRANetBE to ¥ &iHeYbONEh&TbddiEing
labelling styip,Bel g0 §uli { iy <88 b8 ng phtrdddu bk iBe3LiLR LAAN S the

| abel s.

over its front surface, and then divided (typically by die
cutting), to form individual rectangular labels (each label
being separated from the next label by a dividing 1line
extending across the labelling strip). The adhesive transfers

15 from the backing paper to the rear surfaces of the labels to
enable each label, when removed from the backing paper, to
adhere to its intended product.

I have now devised a method of manufacturing a strip of
self-adhesive labels, which enables the labels to be of any

20 desired shape.

In accordance with the present invention, there is
provided a method of forming a strip of self-adhesive labels,
comprising providing a backing strip haVing a labelling strip
superimposed over and secured to it, then dividing the

25 labelling strip into successive labels and waste regions, the
waste regions of the labelllng strip being more flrmly secured
to the backing strip than the labels.

Preferably the waste regions form one or more webs
which extend continucusly along the length of the labelling

30 strip. Thus, because the waste regions of the labelling strip
are more firmly bonded to the backing strip than the labels,
then the waste material may be used to help carry the labels
through labelling machinery. This overcomes a common problem
associated with existing label strips, which is that during the

35 label application process, the backing strip is prone to
breakages. Also, the arrangement is desirable where there is



Preferably the waste regions formone or nore webs whi ch ext end
continuously along the | ength of the |abelling 30 strip. Thus, because the

waste regions of the labelling strip are nore firmy bonded to the
backing strip than the |abels, then the waste material may be used to
hel p carry the | abels t hrough | abel i ng machinery. This overcones a

common probl eng ciated with existing | abel strips, whigh.l ;
during the 35%’38@ g‘gpl i cation process, 2 he backing strip i E%Fg%éé&?%
breakages. Also, the arrangenent is desirable where there is .

WD 97/ 17194 @ risk of labels being inadvertently remgyesdipqy the backing

2 a ri sksekripabegethim ngthnateewaerd Inatterrialed from t he backi ng
sttip together wth {he; : : ing thie WAL ALecEGt ed
by bondi ng the vvasteItt_rrg%g?i%aﬁeapg&gH?%eed t?é’cﬁ?rﬁ%ms({ri p.to ﬁ%ﬁ% car ra;‘ tﬁe

| abel s t hr ougRet RACKINGHEFF iR GPachehRr FaTEtle thf cRABELS I ERRRUGR, kR g
strip may ®elabelltnd Inadhitheeed. theyhickneBssof atheCbackihg dtrigkmagsbef the
backi ng stri c ' St ks LB iy , t Qer re

| ess prone t%’ﬁtf‘gg aig;‘!;eﬁs)",k an %s&l&%ggh?%e?%%%ﬁlnogpqq éﬁh?{&%ngfgngs gégt he
overal | thi cPAEkiNGf SERP st B epmbingd Strip FepdipssSandShgPPIeEduted, a
greater nunbehepéfébpdelssdprone thebebakggde, Cidr adbuld e ahle Bhckbrgsane

f” amet er . Th%%r#“al?néa. | %%ekkie”gv%é‘ﬂ ’tk{i%lk%aegFaﬁgeéhg\’i dir .g,e o&egg%éfé‘ much
ess frequentty. IT'n such a IabelTing pl'ant, [abels are applie 0
their intk¥hdéd FOSTEEPSNBINGBhovedicehen? | FEPAEIUDVILTY oPf t Eéb&%‘ bB2Xi ng

strip, |eavi rgerBforaie cagreedadn idi ripllacetf the same dibheter abirpukhein
e er B aibelaiphOpTRAe 1S caghafe il 54" RlyRS BhLnGaglL 0 (
appl i ed ei t hérequently. In such a labelling plant, labels are applied to
their intended products by removing them individually from the
15 backing strip, leaving the waste material in place.
Preferably the successive labels are formed on the
labelling strip by printing onto the rear and/or front surface
of the labelling strip. Preferably adhesive is applied either
to the rear surface of the labelling strip or to the front
20 surface of the backing strip, before the labelling strip is
superimposed over the backing strip. Preferably the adhesive
is applied in-line with the printing process. Preferably the
labelling strip is superimposed over the backing strip, in-line
with the ©printing and adhesive-application processes.
25 Preferably the step of dividing the labelling strip (into
successive label and waste regions) is carried out in-line with
the step of superimposing the labelling strip over the backing
strip. The dividing step may be carried out for example by die
cutting or by laser cutting.
30 During manufacture of the strip of labels, preferably
the backing strip is coated with a release agent (e.g.
silicone) over discrete portions of its surface which
correspond to individual labels of the labelling strip, the
release agent coating extending at least over areas of the
35 backing strip which correspond with areas of the 1labelling
strip which are immediately adjacent the peripheral edges of
the respective labels. Preferably the areas of release agent
extend beyond the peripheral edges of the labels, to provide
a degree of tolerance for the die-cutting operation.



to the rear surface of the labelling strip or to the front 20 surface of

t he backing strip, before the labelling stripis superi nposed over the
backing strip. Preferably the adhesive is applied in-line with the
printing process. Preferably the | abel ling strip is superinposed over

t he backing stri in-1ine with the printing and

adhesi ve- appl i CXP?® h"’brocesses 25 Prefegably the step of dlwmﬁé

| abel ling strip (into successive | abel and waste regions) is carried out
in-line with t he stepldf beupspreyiatiedgtndte, habehly rgreiatpvelrsmais

backi ng Stﬁff&bo%nd'o}f' Gh@g%éﬁé%e”wegeoﬁaiﬂé & cRYhgf erf@(afmlcﬁ:a%dd' e

cutting or aser cutti manuf acture of th 1strl
| abel s, pref e‘f’h’b‘?ya re]ter?éebééﬂ‘ﬁg the |'?J"?’%‘“@0§FEBPV\A1? hPr e FULAP I8, &7
(e.qg. si | i cereyclovrey. discrete portions of its surface which

correspondgto indivi QHaAddﬁ:q%lns of atshgnlé‘ll}@rln'a'ﬂgvétt{d E’ro%‘lélng dHtange

agent coatl ng ext endi ng I"east over areas of tl’lhp V\/m ch

correspond w ?h EPé%L%s?ﬁ a?ﬁ’éti apR| pARgsive gpay pbﬁhlal?ﬁlé?‘g %:
adj acent the pegiqn’fseraf ehgedabélling hetrégpehiclvel*sals&lrgnqéreteaabltytet he

areas of I el eagte iilape1 104 Y30 heY HUbeiN¢eBIbhBNCLR! CLaITeAL Wag haDe! s,
to provide cﬂ‘ t ol erance for i e- cuttln eration.
WO 97/ 17194 applled to the waste regions which cau§%ﬂ7 827§3nd to the

3 10 badcking | steipppoecicheedvasitat ,regsioos| yay ries abow@éq Soulthe
proportion of pfhye; fir ERLes anga an wel§ihgclhBaest! | Qz gS oA nea® tal?xdg-

rel ease agent, the acklngPstrl is, nore suitable for re-cycling

I n addition, B’Fe%é"‘%ﬁ'r 2t dAREF I ¥&194'%r ovi di ng coat i ngs of rel ease
agent, an adhesi ve Ny belhppe | ubrecibitedwabat thereastnsregfidnse dfalkdlel i ng

strip which i g8 P <EPHY WG be bonded to the backing strip over

15 discrete areas only of the waste regions.

In another embodiment of the present invention, the
front surface of each label is coated with contact adhesive so
that, upon contacting an article to be labelled, the front
surface of each label will adhere to that article and be peeled

20 from the backing strip. This arrangement has the advantage of
allowing the labelling strip to be used in high speed
continuous label application machines, which at present involve
the use of hot melt adhesive applied to the labels in-line with
label-application.

25 Preferably the step of coating the front surface of
each label with adhesive is carried out in-line with the step
of dividing the labelling strip (into successive label and
waste regions). Preferably the rear surface of the backing
strip is coated with a release agent (e.g. silicone) so that

30 the strip of labels may be wound upon itself. Preferably the
step of coating the rear surface of the backing strip with
release agent is carried out immediately prior to the step of
applying adhesive to the rear surface of the labelling strip
or to the front surface of the backing strip. Preferably,

35 prior to its release, each label is only partially adhered to
the backing strip. Discrete areas of the rear surface of the
labelling strip, which correspond to label regions, may be
coated with a release agent (e.g. silicone) so that, having
been released from the backing strip, there is no adhesive



adhesive applied to the |abel regions, or a solvent may be applied to
the waste regi ons which causes these to bond to the 10 backing strip, or

the waste regions nmay be bonded to the backing strip by a wel ding
process, e.g. using heat and pressure, or |aser welding. It
wi |l be appreciated that the waste regions of the | abel ling strip may be

bonded to thewRamkh ﬁ? strip over 15 discrete areas only of g cieatRn -
regi ons. n anot her enbodi nenat of the present invention, the

front surface of each |label is coated with contact adhesive so that ,
upon cont acEAREiad wpen cthe tmeaye spnberee®f tthe fhahels. Jor thée edseach

ITﬁ_beI wi || gHBestep ot Rfatdnl ekgcmf b.ﬁ-eaefabedtm féaﬁd‘nduliﬁl abackfnehetri pb
1S arrang the a t o] t to be
used in hi g thﬁé @“ %\égguggfa‘g ele wc’%lld é%?g%:t%gl hi cg%\/\%ea &Nf)
present invépyéine "tlﬁiél Gbe sfemeft %etrla‘eﬁéépgeth@péﬁpéﬁl%’éﬂ {5 LPaPYRE
in-line vgtBhe bhéRBhg aggﬁlllpqat lon. 25 Preferably the step of

coating the front SIUVLQE,E the an,ov ﬁg f’ab tgd@q}sl Y&y ﬁlg%ré@geé& e

in-line with the st drvi 0°sucCc
| abel and prwﬁsrebhegmmsespaeplea%mcgs aserédat, s%h!f%é%?rﬁﬁerblabku ng
stripis coekeﬁsuiéh@ E&'e@a&%@eaFﬁ‘mtirﬁ; @pps.llbace@eﬂtssQdaliabuaeaeaeust rip

of | abels n itse Pr ef erabl the
rear surfagggof %A%U‘]bdckgﬁg I p RPRSE el éggg'%ﬁﬂhﬁ s ca {é

i medi atd ympeebialo shetbakepthe indipidusdlnglabgdssiare tf@althéhréakahl#f ace
of the | abebktag €héiP appiGicat@ohh€o f {HEnded fp&eeueésthe backi ng strip.

Preferably, 35 pri ase each_| abel Lt ered

- to t he backi ng g{r | era%ﬁ%c% AR FRe arlesé’r slﬁ%‘gggg ?E%%ﬁ‘g@

| abel |'i ng sF‘PFﬁrlﬁht C'Fh-‘eﬁ)rafrefmmet@ bebey desjirarde daythat itcadiedswith a
rel ease agemhe(Ragte SiédioHe)arkD HaRlinghaviDy to heainAtaasedsiyoset he

backi ng lsgrlcgclgggre i s no adhesive

It will be appreciated that the individual labels which
are formed may be of any desired'shape.

Also in accordance with the present invention, there is
provided a strip of self-adhesive labels which comprises a

20 backing strip having a labelling strip superimposed and adhered
to it, the labelling strip being divided into successive labels
and waste regions, the waste regions being more firmly secured
to the backing strip than the labels.

Embodiments of this invention will now be described by

25 way of examples only and with reference to the accompanying
drawings, in which:

FIGURE 1 is a diagram to explain one method by which a
strip of labels may be formed in accordance with the present
invention;

30 FIGURE 2 is a perspective view of a strip of labels
formed according the method shown in Figure 1;

FIGURE 3 is a plan view of a strip of labels formed by
another method in accordance with the present invention;

FIGURE 4 is a section through the strip of labels of

35 Figure 3; and

FIGURE 5 is a diagram to explain the method of forming
the strip of labels shown in Figures 3 and 4.

Referring to Figure 1 of the drawings, in order to
produce a strip of labels in accordance with a first embodiment



WD 97/ 17194 PCT/ GB96/ 02731

4 ~— carried upon the rear surfaces of the |abels. In this case, t he
si{ep of coating discrete areas of the rear surface of the | abel |'i ng
strip with-silicone would preferably be carried out in-line with the

step of superinposing the labelling strip over 5 the backing St:ﬁl;)
In each of the W@®8UWIsbodi ments, the labglling strip pr efRETAE95/02731
conprises a plastics naterial, which is preferably transparent to enable
printing applbed ty | pSed&GR §H6érﬁ%r¢0 Jwe b%t‘fhﬁéb'l% agel as&y SREYiicse a
heat - shri nkabl e, | astfics 10 eri al Ll I_ndi \t/,{edugl @belosuasre
heat - shri nkabPateria} (ke ¢ F’F“éﬁﬂl ?t‘:’é‘flrfcﬁ{‘et%ls Kt Eﬁ'&é"d BPRETCHE ’
Preferably thd2baki myestwc Ftalips beimy meas:uprastnssubnmpértalvammu@

arrangement bﬁé d%elsaeghséfé».te A iNS brout;he Wagéend e G NEoraN G

backing str b’h%; Itangohls 15 cycl ed. It will be
appr eci at e tﬁﬁ‘? % ‘Is whi ch are formed may be of any
desired shape. The fipétostrimcdbrafariansparenteppretios laladtiingn,

there is  phrovésngh alsstajl#&fseaelfiraﬂdhﬁél ¥811 abg! éna\hpé?é‘sé‘é)rm{ﬁcﬁﬁ% % 20
backing strip_hayi ng

I ng str.ip superinposed and
the | abel Ii ng®€t1%H BEI nﬁl’aﬂn%&fﬁtﬁﬁg' s&écéfg’gp\?e b elts et ﬁt?y\ﬁg
regions, the pmite amyisppdikdi hg its edarr ahg/secitediront sidke backi ng
strip t hary_gt he | abel in certaln cir&iadineaat s jef ﬂafit' Sd NMENIia®leWeor ROW be

descri bed by Yy, 0 Ies only and ence .t the .a anyi ng
dr awi ngs, éﬁ%ﬁ layer o Ing R FPPSA 3Ed§%g‘$rh I %reggl & c]rc]% t hod
by whi ch a satthgt dhel abeb% fmyibéblerfran theafrontiatice aft bhe hahalosent

i nvention; 30the fJ.rst FiﬁLBE 14 'pi'l@:tpfﬂeiﬂ%crshl’)@e&héﬂtw @rﬁiﬁédo wifth abel s
f or med accord| n

pl an vi ew of 3"%‘?‘?? g‘aéﬂerl Sﬁglg’?rblanﬁﬁc# layﬁof’ﬁe?rh%tt ﬁ)&.}ng a%R%F’CJO?%%r?ge
with the prfesting oprau® ilayer so that theFs@oRAEd4layer ofedrioh ifiroigibliehe

strip of |aberso®f the FirgHt€ SiaeANdf the label, if viewed through a
transparent package or container to which it is applied.

The plastics material of the labelling strip 10
preferably comprises heat-shrinkable material so that, having

20 been applied to an item, heat may be applied to a label to
eliminate any wrinkles or creases in its surface.

The second strip 20 of plastics backing material is
dispensed from the roll 22, and has its reverse face coated,
by a coating head 24, with a release agent (preferably

25 silicone) over discrete areas corresponding to individual
labels. The release agent is dried by exposure to ultra-violet
(UV) irradiation at a drying head 26, before a coating of
adhesive is applied to its reverse face at a station 28. The
adhesive preferably comprises a contact adhesive which may

30 either completely or partially coat the reverse face of the
backing strip. The adhesive is dried by passing the backing
strip through an infra-red (IR) drying tunnel 29,
Alternatively, the adhesive may comprise a hot melt adhesive,
in which case the adhesive may be dried by exposure to ultra-

35 violet radiation.

It will be appreciated that, if the backing strip 20
were instead passed through a sufficiently long drying tunnel
subsequent to the adhesive application step, then the adhesive
would dry without IR or UV irradiation.



FIGURE 5 is a diagramto explain the method of forming  the strip of

| abel s shown in Figures 3 and 4. Referring to Figure 1 of the
drawi ngs, in order to produce a strip of |abels in accordance with a
first enbodi ment WO 97/ 17194

PCT/ GB96/ 02731 of the present invention, two strips 10, 20 of plastics
material are Q§psApad simultaneously fromrespective rolls,percregnersd the
two strips being concurrently subj ected 60 vari ous respective processes
bef ore bei ng brought t rr to forma 5 finished strip, of |abels.

The first strip 10 Bte ﬁ%g’ﬁ%ﬁé}"grﬁtﬁﬂpaéf’l and [thEePRFI{PY StFiP 39 ohaving

di spensed f rkeen formelll addoratichglys sase thraughit fogetlissr iaks acpo jmit 130 8¢

stations 14 mecwqa%ﬁ%s Leyfﬂs Slg)fsuperahbege&r@v@pmﬁ@da&r&fegs %ear

and/or its front side. certain Ci rcumstances It

may
desi rabl e fdih% b2 CKFPPSF‘:F%@/H Tye &P?"ﬁtllf‘ﬁg BRSO eastﬁh?‘?\é"r‘-’eé’r"to\“teach
| abel , 5s332 hbte tflogmprdomsecstivei Aabelsomithénf that lsked ldhgt keriphel

the first | ayffold thel BinbEhdd %{que%hydmam ed/hthsgd  opaque |ayer
and then a second | ayer of_pri tao 15 the opaque | ayer so y

n
that the second | ayet9H® f |H1‘f%t3ﬁ'§%bl «?9 wayy @h Sf8TpPasy & §ETP Phe
| abel , 1 f vilabedst hfongéﬂaaccot-dangparcenthpaorletgxedorof:omlquner 1p wheech it

(s appl i ed. taneliing SMARIAS sS ERL Sbagkifls LEFip 796] belifi® Yhghd

preferably co rlses heat -'shrin teria

appl i ed 11§ gther AEthe RPNt 3APpl PRtPR $0a2 %ﬂﬁﬁl £ging %‘P‘F‘Pﬁ%d’c’\etﬁﬁy
wri nkl es or lﬁ‘m portibs efirtlaeeclabelling stripheby secdhelaittimg? ool
pl astics back ng material is di spensed fromthe roll 22, and has its

reverse face coated by a coati n% head 24 with a rel ease agent
(preferably As shown in Figuré 2, the backing strip 20 is coated

with release agent over successive areas 40 which correspond

15 to the peripheries of successive labels. An outer portion of
each such area 40 is overlapped by the adhesive coating 42 on
the backing strip 20, so that outside the silicone coated
region 40, the adhesive forms a permanent bond between the
labelling strip 10 and the backing strip 20, whereas the

20 adhesive within each label region is prevented from forming a
permanent bond and migrates from the backing strip 20 to the
reverse surface of its respective label. Thus, once separated
from the remainder of the labelling strip 10 'by means of
cutting tool 32, an adhesive coated label L may be easily

25 removed from the backing strip whilst waste material W is
retained in place.

The dashed line 33 in Figure 2 indicates a cut, made by
the die-cutting tool 32, which defines the periphery of a label
L. The label thus formed has an outer peripheral adhesive

30 coated region B, and a centre region having no adhesive applied
thereto. It will be appreciated that the centre region of each
label may be coated over one or more areas thereof, or indeed
over its entire area, with adhesive, for which corresponding
areas of silicone release agent would be required on the

35 backing strip.

As shown in Figure 2, the areas of silicone release
agent extend beyond the periphery of their respective labels.
Such an arrangement is desirable in that it provides a
safeguard against any misalignment of the cutting tool 32.



25 silicone) over discrete areas correspondi ng to individual | abel s. The

rel ease agent is dried by exposure to ultra-violet (W) irradiation at a
deying head 26, before a coating of adhesive is applied to its reverse
face at a station 28. The adhesi ve preferably conprises a contact

adhesi ve which may 30 either conpletely or partially coat the reverse face
of the backiW@9¥1MPp. The adhesive is gried by passing t hePEHERHG™!
strip through an infra-red (I0R) drying tunnel 29.
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super i nposed aa‘q.lg,e Kk el | rip
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Figure 2 i10d ushr it@xseaded waybed e dapkes laeisrig |c|armﬁed uﬂ:@ubel sofldr afcthe

according to Lhfe it ed. Rl Qiska Mﬁé rexl ﬁgl w:geﬁfrid,oml\ghmrf,h&

backi ng strip 20 bel ng brought 10 toget at_t ol nt rior to a
| abel being fBRAER Fhet FEriPs| ahgj MEShoFEibRPR/ ¢ ?rab’éq’)r]i nPINYSSH WP a

di e-cutting t bbéerefo3®.required per production run.

Also, as a strip of labels manufactured in accordance

15 with this first embodiment of the present invention comprises

less silicone release agent than conventional arrangements,

then the waste material produced when applying the labels is

more suitable for recycling, recycling being a particularly

desirable option where the labelling and backing strips are

20 formed of the same material so that they may be simultaneously
processed.

Figures 3 and 4 show a strip of labels formed in
accordance with another embodiment of the present invention,
wherein the labels are intended to be applied to products in

25 a high speed continuous process. The method of forming such
a strip is shown schematically in Figure 5, in which the
backing strip 50, dispensed from a roll 52, is first coated
with a release agent 53 (e.g. silicone) over its front face,
by a cocating head 54, and this release coat is subsequently

30 dried by exposure to ultra-violet radiation at a drying head
$6. A coating of adhesive 57 is next applied to the reverse
face of the backing strip at an adhesive printing station 58.
The adhesive 57 covers partly or entirely those regions which
correspond to respective waste regions of the labelling strip,

35 and covers only partially those regions corresponding to
individual labels themselves, such that the labels are less
firmly bonded to the backing strip. If desired, a weaker
(peelable) adhesive is applied in the label areas than in the
waste areas. Next the adhesive is dried by passing the backing



As shown in Figure 2, the backing strip 20 is coated wi th rel ease agent
over successive areas 40Q.which correspond 15 to the peripheries of
successive | abels. An outer portion of each such area 40 is overl apped
by the adhesive coating 42 on t he backing strip 20, so that outside the
silicone coated regi on 40, the adhesive forns a pernmanent bond between

t he | abel | iwp@ofiifadg 10 and the backing strip 20, whereas pdwcBstngmsnesi ve
within each label region is prevented fronforning a per manent bond and
m-grates fromthe backing strip 20 to the reverse surface of its
respective | &3&ip Thusugbmme Wfraraedddrying dmnned S8rmai nder of the
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t ool 32. C asos ?%/17
bot o6/ 027dPaiviaual 1862 LIRS cinished Naial [eoebels, ds, 10B3KY ¢ he
roll 34 wound upon a roll 76, the release coatlng 53 of the front face

of the backing strip 50 preventing it from adhering to the
15 exposed adhesive 73 of the labelling strip 60. It will be

noted from Figure 3 that the adhesive 73 at the opposite ends

of the label L are interrupted: this is to align with slotted

rollers over which the labelling strip runs in the label

applicator machine, to avoid the adhesive coming into contact
20 with the surfaces of the rollers.

The significant advantage of the labelling strip of
Figures 3 and 4 is that, in order to apply each label to its
intended articlé, it is not necessary to first remove the label
from the backing strip in order to expose its adhesive.

25 Instead, if the contact adhesive coating 73 at a leading end
of a label is brought into contact with the surface of the
article to which it is to be applied, then the label becomes
more strongly adhered to that surface than to the backing strip
so that, upon separating the strip of labels from the article,

30 the label is released from the backing strip but remains
adhered to the article.

Preferably, the discrete adhesive regions which adhere
the individual labels to the backing strip do not migrate to
the rear of the labelling strip. This may be achieved by

35 coating corresponding portions of the rear face of each label
region with release agent e.g. silicone.



so that it may be subsequently unwound to have its |abels |
application to individual articles. The relative t hi ckne m !ﬁm c"l'”“'"
adhered | abel ling and backing strips provide 5 a significan

over existing |abel-bearing strips in that the continuous web of
residual waste material Win the | abel ling strip (as opposed to the
backi ng strip) Way"Ha&%used to help cargy the Iabels throudFTYCRH* 3 hg
machi nery. A nuch t hi nner backing | ayer is therefore required, which
results in 10 an increased nunber of | apglimsbei ng carried upon a roll of
t he sane dianeter. Wien used with existing |abelling machinery to
which the strips are nost suitable, fewer roll changes are therefore

requi red per Broducthomethed of forming aps&sipaefasslftashssivepdiabels,
manuf act ur ed ¢6mmcl@1ﬁﬁapeav151m tah Ha'&ks]nf;l &6t i Madingeat 1abe himgosesept

i nvention co es SI|I S tt C lonal g
arrangementsrg{Ilg S!ie]%“@ teﬁe %,\‘,é% e? tesrelcaregr od‘lgjl gmﬂﬂ&apg%?ﬂ%ﬁﬁo af‘ab | s
is . noreSsulakelldngostripyigitinguceessive dgbsdEnnd ISt €Y kONS) Sald
desirable optwm%&aeoﬁa%ﬂ abeaIlar:ﬁlarielgb@@&pﬂaeshélmeawrﬂpy iseicedgof

the sane mat rlal e be si nepusly processed.

Figures 3 an % ﬁﬁﬁi gﬂ??p %? é&@n ngHnigb ﬁ accordance w th anot her
enbodi ment of the present invention, wherein the | abels are intended to
]?e appl i ed th 02)pr 0dUCA SmeBhE® ashhqbﬁﬁe@tednc]@:lhmqus mMeQéQﬁSsa'{Bevﬁﬁttéﬁd of
orm ng suc . p i sche i ca i.0 e
backi ng strlp)%ﬂﬁ%(f f°§ﬁs§ fro MoA - wnF QF?P goalerous#%Ptﬁ°ng

rel ease agéntthss Yangs. 9ﬁ|Féb@e%ahﬂkﬁiﬂgt§tribnt f ace, by a coating head
54, and this release coat is subsequently 30 dried by exposure to

ultra-violet yadiation dry A co of adhesive.}7 is
next applied :{o t he gé?/eq"lt” 3 as ‘f{;a%é"e 1Ph%l%1é'bI%| § arll 2t VREF Sdh 88 3
printing stati3elsgare fameeq@ifespid Bbeddiagssputl By srinhing anta fbse

regi ons whi chrear cVd/@¥PEREnt OsuiEEHRRC bitV8alasi bd EGinyNstelipt he | abel i ng
strip, 35 and covers only partially those regions corresponding to

i ndi vidual |abels thensel ves, such that the |l abels are | ess firmy
bonded to thefdacki nty Be¥Iqs as clageed ey any rsicefing chatapihereighasi ve
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I's dried by p@ﬁ%{lqa&hg bﬁcpl(x-llr}:% being subsequently printed with an opaque
layer and then a second layer of print being applied to said
opague layer.

5) A method as claimed in any preceding claim, wherein

20 adhesive is applied either to the rear surface of said
labelling strip or to the front surface of said backing strip,
before said labelling strip is superimposed over said backing
strip.

6) A method as claimed in Claim 5, wherein said adhesive
25 is applied in-line with the printing process.

7) A method as claimed in any preceding claim, wherein
said labelling strip is superimposed over said backing strip,
in-line with the printing and adhesive-application processes.

8) A method as claimed in any preceding claim, wherein the
30 step of dividing said labelling strip into successive label and
waste regions is carried out in-line with the step of
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backing strip is being thus formed, a | abel ling strip 60 is
froma second roll 62 and’ printed upon its front face at print stations
64. 5 The two strips 50 and 60 are then brought together at

point 70 so tjgferih@g! abel ling strip is superinposed over apgrgregedisy €S to
t he backing strip. The labelling strip 19 then die- cut at a station 72
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article, of said labelling strip which are immediately adjacent the
peripheral edges of the respective labels.

12) A method as claimed in Claim 11, wherein the areas of
release agent extend beyond the peripheral edges of said
15 labels.

13) A method as claimed in any preceding claim, wherein an
adhesive is applied to said waste regions of said labelling
strip, or to corresponding areas of said backing strip, which
is stronger than the adhesive applied to said label regions.

20 14) A method as claimed in any of claims 1 to 12, wherein
solvent is applied to said waste regions of said labelling
strip, or to corresponding areas of said backing strip, to
cause said waste regions to bond to said backing strip.

15) A methed as claimed in any of claims 1 to 12, wherein
25 said waste regions of said labelling strip are bonded to said
backing strip by a welding process.

16) A method as claimed in any of preceding claim, wherein
said waste regions of said labelling strip are bonded to said

backing strip over discrete areas only of said waste regions.

30 17) A method as claimed in any preceding claim, in which



30 the label is released fromthe backing strip but renmains -
the article. Preferably, the discrete adhesive regl g’iﬂmmﬂ“m""" III'
M H *

adhere the individual |abels to the backing strip do not m

the rear of the labelling strip. This may be achi eved by 35 coating
correspondi ng portlons of the rear face of each | abel regi-on with _
rel ease agent eW@97871P4 cone. , VO 97/ 17194 PCT/GB96/02731
PCT/ GB96/ 02731

d ai ms Iine thﬁ:m%fofthteo'igbé‘ﬂlﬁnétéﬂrﬁ Oflsse!réa@d@e@naw taftelot,
conpri sing provi a backlng strip having a Pabelllng strip

super i nposed 3%E ’§5b5FE& toit, then dividing said 5 labelling strip

i nto successive | abel s and waste regions sai d wast e regions of said
I abel l'ing strig) bei ns R d h&rréyam&ﬁdany ptrecéamg bﬂ@@nngwﬁéi-épntﬂw

sai d ‘| abel s. ho ai e | I d waste
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of said labelling strip. 3) A nmethod as clainmed in Claim1 or

Caim2, wher egﬁ sai fl metAGYsS cRhEndPTIFEE180mSEE d WrakRlihi leétéd}{éé?b(w
prlntlng onto t e. rear .and/or front surface.of said I@ ellin J .
oating comprises one or more aé%e51ve- ree strips e inP

along the length of said labelling strip.

20) A method as claimed in Claim 18 or Claim 19, wherein

the step of coating the front surface of each label with
10 adhesive is carried out in-line with the step of dividing said

labelling strip into successive labels and waste regions.

21) A method as claimed in any of claims 18 to 20, wherein
the rear surface of said backing strip is coated with a release
agent.

158 22) A method as claimed in Claim 21, wherein the step of
coating the rear surface of said backing strip with release
agent is carried out immediately prior to the step of applying
adhesive to the rear surface of said labelling strip or to the
front surface of said backing strip.

20 23) A method as claimed in any of claims 18 to 22, wherein
discrete areas of the rear surface of said labelling strip,
which correspond to label regions, are coated with a release
agent.

24) A method as claimed in Claim 23, wherein the step of
25 coating discrete areas of the rear surface of said labelling
strip with release agent is carried out in-line with the step
of superimposing said labelling strip over said backing strip.

25) A method as claimed in any preceding claim, wherein
said labelling strip comprises a plastics material.

30 286) A method as claimed in any preceding claim, wherein



4) A nmethod as clainmed in any preceding claim wherein a
of. print is applied ta.the rear of each |abel, said first IM mu&mgnm
bei ng subsequently printed with an opaque I ayer and theh

of print being applied to said opaque | ayer. A nmet hod as

claimed in any preceding claim wherein 20 adhesive i s applied either to

the rear surf @gpemmmegai d | abel ling strip or to the front preydmeE279{ -sai d
backing strip, before said I abellingtrip is superinposed over said

backi ng as claimed in Caimb5, wherein said
adhesi ve ZSSéla;légtpl beé&m% f’?’h‘e" it :’frf‘ﬂgpﬁf'?ﬂﬁ ng process. 7) A
~nmethod as clainmed in any preceding claim wherein said labelling strip
i's superinpasgd ovex métkodagki 8thfidd Pin an)P np{réé@swgt hedtaigh, pwﬂétﬂeaa and

dh q |
o bcedi ng ol aRLBARS RERT, copepiBhe g TR BB REALY (D nto

preceding clarm erei
successi ve | abel and waste regions is carrl ed out in-line with the step

OET/G896/9228) VIO 0e¢Hod %k claimed in any preceding claim, wherein g
P 1 superi nmposi ng sai
t
| abel l'ing strip 0\?&““3.% Blaﬁ’:k? é’r%tsfs plastlcs maQ:erlal
29) A strip of self-adhesive labels, comprising a backing
strip having a labelling strip superimposed and adhered to it,
said labelling strip being divided into successive labels and
waste regions, said waste regions being more firmly secured to
10 said backing strip than said labels.

30) A strip of labels as claimed in claim 29, wherein said
waste regions of the labelling strip form one or more webs
which extend continuously along the length of said labelling
strip.

15 31) A strip of label as claimed in claim 29 or 30, in which
said backing strip has a coating of release agent over areas
thereof corresponding to areas of adhesive by which said labels
are adhered to said backing strip.

32) A strip of labels as claimed in any one of claims 29 to
20 31, wherein the front surface of each label is coated with
contact adhesive.



9) A nethod as clainmed in any preceding claim wherein the
step is carried out by die cutting.
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18) . A nmethod as clainmed in any of preceding claim wherein said waste
regions of said labelling strip are bonded to said backi ng strip over

di screte areas only of said waste regions. 30 17) A nmet hod as cl ai ned
in any preceding claim in which WO 97/ 17194

PCT/ GB96/ 02731 11 t he thickness of the | abel stripis
greater than t NP1 sai d backi ng strip. 18) A nemﬁgng@ 221 ai med
in_any preceding claim wherein the front surface of each label is
coated with contact adhesive. 5 19) -2/3A nethod as clainmed in Claim18,
wher ei n sai d adhesive coating conprises one or nore adhesive-free strips
extendi ng along the length of said labelling strip. 20) A net hod
as claimed in Caim18 or Claim19, wherein the step of coating the
front surface of each |abel with 10 adhesive is carried out in-line with
the step of dividing said | abel ling strip into successive |abels and
wast e regions. 21) A nethod as clainmed in any of clains 18 to 20,
wher ei n the rear surface of said backing strip is coated with a rel ease
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agent . 15 22) A method as clainmed in Caim2l1, wherein the step of
coating the rear surface of said backing strip with rel ease agent is
carried out inmrediately prior to the step of applying adhesive to the
rear surface of said labelling strip or to the front surface of said
backi ng strip. 20 23) A nmethod as clainmed in any of clains 18 to 22,
wher ei n di scWePEI ™M Meas of the rear surface of said | abel | FGCRAG2731 -
whi ch correspond to | abel regions, are coated with a rel ease agent .

24) A nethod as clainmed in Caim23,-3y@fein the step of 25 coating

di screte areas of the rear surface of said | abelling strip with rel ease
agent is carried out in-line with the step of superi nposing said

| abel ling strip over said backing strip. 25) A nmethod as clainmed in
any preceding claim wherein said labelling strip conprises a plastics
mat eri al . 30 26) A nmethod as clainmed in any preceding claim wherein
WO 97/ 17194 12 PCT/ GB96/ 02731 sai d

| abel ling stripis transparenﬂ.
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A method as claimed 1n any preceding claim wherein
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(57) Abstract

A strip of sclf-adhesive labels is formed by providing a backing strip (20) having a labelling stnp (10) superimposed over it, then
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