1 Deseription Method for manufacturing a multi pl e-1 ayer tag and device for
kPl enmenting the 5 met hod. The invention relates.to a nethod for

manuf acturing a multiple-layer tag, in which two webs of naterial are
brought together by nmeans of two parallel Taminating rollers, and in which
portions of a coating web arrive on a supporting web, spaced 10 apart from
one another. The invention furthernore relates to a device for

i mpl ementing this nethod. A nmethod and a device of the type described -

her ei nabove is described in WO 86/05302. In Figures 18 and 19 of this
docurment it is shown how two webs of 1%eschigiosri al are brought together by
nmeans of two lamnating rollers and are joined together. Portions conposed
of printed conductor foils, each with a resonant electrical circuit for the
purpose of praiefbl Tor IRARFadREd 8efulbleNajdiCtalathd 8dvidehfir Tfﬁtﬁ&n&ﬁﬁxg_ the
deactivated, the resonant circuit triggers an alarmsignal, are previously
appl i ed at 5a dnethedice apart from one another to these webs of material. 20
The positioning of portions on a supporting foil is a very expensive phase
of manufacturing, and limts the speed of production in nmass production of
tags. Further ' ' f 3 §S pften
| eads to br ea%ﬁgé@gﬁ%ﬁg ﬂnt@ glog\;fgxlt @%gﬁ%ﬁm@?&g%&%g@ﬁyﬁg, %ﬁ%%ﬂf rom
US- A- 5, 059, 950woowbbs nf) mabepeslhare taowghy pogdthergbyvaieaas af awoopdralle) lamimasingh -

i ot ance apar tOBFST AB SLBBGR FRHORGE OARE BB 4D4 PG HEBOBFB 1Sk doHet h
togothor . ey Pl OB, iE, MRNAS TR, (Rfbh Sugheitiord roat W8 NER or
gzleyport i on wiiniplemertingahisrmethod. The advant age of s.uch a nethod is that

A method and a device of the type described hereinabove is described in WO

86/05302. In Figures 18 and 19 of this document it is shown how two webs of

15  material are brought together by means of two laminating rollers and are joined

together. Portions composed of printed conductor foils, each with a resonant

electrical circuit for the purpose of protecting goods provided with the tag, in that

when not deactivated, the resonant circuit triggers an alarm signal, are previously

applied at a distance apart from one another to these webs of material.

20
The positioning of portions on a supporting foil is a very expensive phase of
manufacturing, and limits the speed of production in maés production of tags.
Furthermore, the manipulation of the cut-out portions necessary often leads to
breakdowns. |

25 .

In order to"avoid such breakdowns, it is known from US-A-5,059,950 to bring
together a supporting web and a coating web such that the portions configured as
security elements are spaced at the same distance apart on the supporting web as on
the coating web provided with these portions. After the two webs of material have
30 been brought together, they must be detached together in order to obtain one tag
with one portion with each separation. The advantage of such a method is that only



2.rirght-.at the end are there |nd|V|duaI tags, so p05|t|on|ng of the
..portions relative to the supporting web is no |onger necessary. However, it
i s di sadvant ageous that the portions are inevitably spaced at exactly the
sane di stance apart on the supporting web2as on the coating web. If it were
desirable to produce tags which are larger 5 than the portions, a coating
web woul d have to be used where the security elenents formng the portions

were spaced apight at thiead ar®tede hrrlivididl Thgs, @b paBitioningl ofwhé portmpeetatitotd he
coating web and woul d nmake changlng t he spacings possible only if the

coating web meesupnomgmwgé@ longar aserssAIY ndlaweven it 151#1@"65?@%%0%@%‘#@

|nvent|on|st fur I e_t |

i nt roduction B 1’?2@%&& §ﬁac§d %ﬂﬁﬂgq{%%&ﬂ ng%%lc %l{t logetgaéﬁhptopt?ng
rapidly and redebahlalob, m%oﬁhngm hEPvE ward @ésﬁﬁmeetbq;’toamrtags faichi 48 lagevi ded
on them in particular a security elenment, wherein the distance a art of

the portiofhs ¢wn thepoitieng.eticoating bl yould havetocbe eredivihere therfsqusing elerasnts
supporting we but .al so_at right- angl es 15 he Furt hernor e evi ce
For "1 ol oot fOERAE REERGS YAe FAaT ABE hich WoHI Op AL Hrueoh uacia)
firstly is solagecras e szﬂﬁlat Weth B WOURNhhIeNchahgldddthe SR ifEEdsEiBlGHy 1B
advanced alternately to the “laminating rollers or %o a pait of rollers

connect ed i n theotratiog webewereato hehehapgedceorfespendingly. speed of the pair of
rollers, then a portion of the coating web advanced i s detached, and lastly
the coating web is stopped for a 20 defined period of time. Using this

met hod, thg m&%ﬁ% bPhediRdeR5H! it k® Rirffir @Evélé‘;ﬂh‘fh&ﬁ@d oPBel typé e Fibéd th

supporting web ch 1s tinme-consum ng and prone to causi ng numerous
br eakdowns, i sheeinimiimetiondsuch ruhaaxagstday bbhmméammd@asmumlya@a@y,onapgﬂx mct he

thod 25 d d US- A-5, 059, 950, t.h |
(r:rgntionuousl yefsrél?lbf)e Y"ﬁgﬁ\s/ i ¢ Ing lasseT BF o?orflﬂlg lg_or I‘ﬁ %‘l thd
need to be deﬁ;@ i&ﬁﬁrfar tPeelé“rﬁﬂ{t %&@Hn&elue'h&@%ﬂah &{tﬁio(lﬁxs%tfthdlﬂ

| am nati on. spite o ng this nmethod, it I s possi to change the
spaci ngs bet wsdl hchtevphpedons on the supporting

15
The problem descriﬁed firstly is solved according to the invention in that the coating
web is alternately advanced to the laminating rollers or to a pair of rollers connected -
in front of these at the circumferential speed of the pair of rollers, then a portion of
the coating web advanced is detached, and lastly the coating web is stopped for a_

20 defined period of time.

Using this method, the manipulation and positioning of individual portions on the
supporting web, which is time-consuming and prone to causing numerous
breakdowns, is eliminated. In exactly the same manner as according to the method
25  described previously in US-A;5,059,950, the portions can be continuously fed to the
supporting web by means of the coating web, and need to be detached from the
coating web only directly before or during lamination. In Spite of using this
method, it is possible to change the spacings between the portions on the supporting
web in that the coating web can be stopped for a longer or shorter period and in this
30 way the supporting web can advance for a longer or shorter distance. In this way

the method according to the invention is just as reliable and can be carried out just
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web i-n that the coating web can be stopped for a |onger or shorter period
;and in this 30 way the supporting web can advance for a |l onger or shorter
distance. In this way the nmethod according_to the invention is just as
reliable and can be carried out just 3 &s qui ckly as that according to
US- A- 5, 059, 950 descri bed herein, but is variable in a manner simlar to WO
86/ 05302. When the nethod is inplenmented, the operational phase of applying
an adhesive 5 as duagikdy as thatlaceardimgdad UShAard,85% 850 describgd hetsim buk isayariabledsi ve

| ayer facing the coati.ng web_i It is al so advant ageous when, in
accordance w t%“@ﬂﬁ?rhﬁé?‘%f‘mq N%é %Z@gpapment of the nethod, the adhesive

| ayer applied to the supporting web is tenporarily covered 10 wth a
protective foil and this is renoved before the bringing together of the
supporting webWhen thdenethad isnimplemented, theicoperatipnalhphasel tof sipplyingagre adhesivei ns
protected from unintentional adhesion for as.|ong @%ggo Si atag. ig use. of
the protectd velay&iis ehgyipared  when 3 SURRQsiiRg WEb Hith 3fea ?i?ée ngfac Ralng
applied. 15 Wl?'isgus% plurality of rows of portions are to be applied to a
wi de supporting we V\ﬁich is later to be separated into a plurality of

I ndi vi dual webs of tags, the spacing of the portions can vary fromrow to

row when the coating web is divided into,two or nore | ongitudinal strips by
a fanning meank 1%@§%F‘EV%§?@“%WBW@H a‘E“Srqaﬁé‘? ?@Mﬁeﬁ&ra%ﬁ devaiopmgat BEB’EI em
descri bed Secoﬁgh%d Eﬁ?&aﬁéi&gag&ya@h@% RS A SUfpRBrdtle &efSY éipdrily covere

i mpl ement i ng thé et hod according to the invention,” is solved I n"accordance

with the ifteniitana Wrotectived €vil cdwhiscls feamvedibefiereatheebringing negstiry ofotheer s
for bringing together two webs of material, in.that in front of the

paral | el | ani nS4PPARHNSoMEBr 3¢ Mg €02Ig W%b-armaﬁé%d"aéfnﬂ’&dméﬁvﬁdaﬁﬁgla&?si ven
by a servo- ot &rotec\fmf o0k Surtitbntthal Yhesion for as long as possible. Re-use of the

protective foil removed is possible after the coating web has been applied.

15  Where a plurality of rows of portions are to be applied to a wide supporting web
which is later to be separated into a plurality of individual webs of tags, the spacing
of the portions can vary from row to row when the coating web is divided into two
or more longitudinal strips by a fanning means before being applied to the
supporting web.

20
The problem described secondly, that is to say the provision of a device for
implementing the method according to the invention, is solved in accordance with
the invention with a device which has two parallel laminating rollers for bringing
together two webs of material, in that in front of the barallel laminating rollers there

25 is arranged an advancing means driven by a servo-motor, which is set up for

alternate stopping and driving of the coating web at the speed of the supporting web.

Such a device allows the advancing of the coating web to be interrupted for defined
. periods of time in a simple manner, and thereby the changing of the spacings of the
30 portions on the supporting web in a defined manner. In this way the device

according to the invention makes it possible to change the spacings of the portions



al ternat’e stopping and driving of the coating web at the speed of the
'supporting web. Such a device allows the advancing of the coating web to be
interrupted for defined periods of tinme in a sinple manner, and thereby the
changi ng of the spacings of the 30 porti4ons on the supporting web in a
defined manner. In this way the device according to the invention makes it
possi bl e to change the spacings of the portions 4 on the supporting web
j ust by di f f epnithe sipportingsvelf justhy differene seitingsoof the devicnandoby ehaagingtafitey
tool. In spite aof this possibility far..adjustnent, the device according to
the inventi on“FE0E St HPEY c’ifr‘rﬁlé)éf?gﬁk’hgi ARG, E‘ﬁﬁgvﬁcg B ‘ngéoélbegrate
as no separat | 0; i t QdnRR0afROR &4

supporting Wegrfvggﬁ(%??%@%&é&aw%o‘{wgﬁgﬂgfﬁt he coat i%négdsgertgd%ﬁat%gﬁ 70
separ at ed fr osepatate poatdnsdawelo be maniguteged ang positiomagl grhdesupparangevebwi t h

| am nati on_when one lamnating roller is equipped wwth at |east one

st anpi ng b ade whi ch projects fromthe contour of the lamnating roller
exclusively f : j : i ; [ |

veb. The. advants e Gilalportdfs 6 e BOHE SO B et THRRP IR U e
when advanci nin a singid operatifig phase aogethergvitie anhinaron svhth @né &minatingeplieolid er s,
when, for tensiaoning the coating web, front of the advanci ng neans a

rol I er part!yCSyBPRSGWIE at Jeast Qae BV“\PHEI EIGQ? wcharisds Homathgs@utpyr of the
dul um Sl agk i s obf ai - | -
Bhich tne. ady bt toNeP BRIt A Btucticntaling Lhiels b dopRe@ e sifBoride?'

required. 1Furwebrnore, in this way the coating web can be payed out froma

stock roll at a constant speed. 20 An insufficient length of slack in the

coating web or excessively fast paying out of the coating web fromthe

stock roll ca Si [ Yo Bl s Qe d

i th anot her - qUs SRR ok 02D JE ke SReLolbRE e YRR CoRuBE G GREE
advancing a portion of the coating web towards the laminating rollers, when, for

tensioning the coating web, in front of the advancing means a roller partly looped
19  around by the coating web is arranged on a pendulum. Slack is obtained by means
of the roller on the pendulum, from which the advancing means takes up the area
of the coating web currently required. Furthermore, in this way the coating web

can be payed out from a stock roll at a constant speed.

20 An insufficient length of slack in the coating web or excessively fast paying out of
the coating web from the stock roll can be prevented using very simple means, when
in accordance with another development of the invention, the pendulum has control
means for controlling a feed drive connected in front of it for paying out the coating
web from a stock roll.

25 .

When the device is configured for cutting the coating web into a plurality of strips-
running parallel to one another, a fanning means for spreading out the strips can be
arranged between the feed drive and the pendulum. It is then possible not only to
change the spaciﬁg of the portions in the direction of movement of the supporting

30  web, but also the spacing of the pdrtions at right-angles thereto.



means. for controlling a feed drive connected in front of it for paying out
sthe.coating web froma stock roll. 25 Wen the device is configured for
cutting the coating web into a plurality og strips running parallel to one
anot her, a fanning nmeans for spreading out“the strips can be arranged
between the feed drive and the pendulum It is then possible not only to
change the spacing of the portions in the direction of novenent of the
supporting 30 Unintentionalt glaingotagathes mictha gwef webs: of onaterials befiore irgashingnigie es

t her et o. Uni ntenti onal gl ui t oget het of the two.webs of terial
before reachi ng™GALUDE FOURLY F"rfb%gcﬂrF e‘ﬁ&h?% aprs%‘??ém’gde%ﬁle%%’aga“ng the
separating el efpfhg SRBAGHh! Y ,sﬁ%mﬁﬁaweegmmme&rﬁa\féchmé WRPREdihi e \Wellergnt i |
they are fed into The lamnating rolTers is arranged on the feed-in side of

t he | am nat i ngisraptangeds on The feeddpaidet ofhdre daminating FollersanThi$ sepacstingpdlemerse
configured as a s? arating bp‘él ate or .be conposed %Fﬂse arating.rods. |nstead
of separatihg $¥Re %oer’&am@i% rOIEHRed 38 3 SERFAMRSH PR 9F ‘E%’PP%B%P@F‘?PQWIH%m to
t he supporting \&gb, t he operational phase of separation can also be carried
out 10 di recEOI y prior to this. A device configured for this is

characterised in that an additional cutting roller for separating the

portions fromithe coating web is .assigned to the | am nati rol l.er for
advanci ng t he Bsigad QfSeRafating he Pﬂmcol‘?égrof’h@el cgﬁ;%meglgnfyoqlf?%rapp RGHERSAr ed

for transporti t L. Q0S40 : i : I I fat i ng
roller. 15 The{ﬁge%gg%@gg %éc};r]’t Eh%n%ﬁe%gjﬁyggﬂér%t%fgsﬁggaggﬂt‘%ge&éﬁ tB ?rfah?cg} ‘Is%r
after sepat(t i difectly phiat toc adtis.beAf deviteo comfigurerp fior things whiravtetibaduin dhaangi ng
their position. To do this, the port.ions could be heltg on the 'Qoglti n

rol ler by a papddignal getingrotsrdor sapRratigs thy pstlons; framy the coating ye 'isﬁf.‘fllgled

configured whep, £09, AR bAG foP abFinchhY aR3DaREE Wbt Yfid in that the laminating

roller is configured for transporting the portions to the supporting web on the other
laminating roller.

15 |
The separated portions must be retained on the cutting roller after separation so that
can bé fed to the supporting web without changing their pc;sition. To do this, the
portions could be held on the cutting rdller by a partial vacuum. The cutting roller
is particularly simply configured when the laminating roller for advancing-the

20 coating web is provided with a pressing means covering its latéral surface between

the cutting roller and the laminating roller.

Separation of the portions from the coating web is inevitably always in exactly the
right area, so when the portions are security elements there is no risk of them being
25 destroyed by being cut in .the wrong place if, in accordance with a further
development of the invention, in order to control the advancing means a measuring
means for mcognising an end of a portion on.the coating webf is arranged in front

of the laminating rollers.

30 The invention allows numerous embodiments. For the purpose of further

clarification of the method, two embodiments of the device are shown in the



20- coat.i'ng web is provided -with a pressing neans covering its |ateral
'surface between the cutting roller and the lani nating roller. Separation of
the portions fromthe coating web is inevitably always in exactly the right
area, so when the portions afe security eBenents there is no risk of them
bei ng 25 destroyed by being cut in the wong place if, .in accordance with
a further devel opment of the invention, in order to control the advancing
means a neasufiiawjngseand Wilrber deseribrdshenginafiere nfbese i shawn.iish on the coating
web is arranged in front of the lamnating rollers. 30 The invention

al l ows numerous enbodi nents. For the purpose of further clarification of

the method, twg qmbodj [HRBIediAAl debforiBitbiesh He ety ifipleMenting te HhéMbd10S,
and wi || be described hefeinafter. There.is shown, in: Fig. = a

| ongi tudi nal section through the device for inplenenting the nethod, 5
Fig. 2 det ai) ed representation.of Fpgure 1, Fig. 3 a further
enbodi rrent?i nﬁ%jorda?n&%a\%fcﬁ?pfﬁgmf‘%%ﬂﬂ:&we Eigure 1 shows a device for
manufacturing a multiple-layer tag in its entirety. In 10 it, a coating
web 1 is drawn froma stock roll 3 by neans of a forward feeding drive 2.
- This coating Wb 3l | sa fether ambddimens ir a¢cordegpcerwdtisthd invention. pl ural ity of
webs running parallel to one another, which are then spread out at a

di stance apart by neans of a fanning neans 5 and then fed via a guide "~

roller 6 to apiqd §'shédws hdevidetok %mﬁ{%@%réﬁgﬁbl@-ﬁafep?aJ inCits @tﬁﬁletgf 1&i 1 a

pendulum 8 which 1S pre-tensioned to as 'seelf I n Figur
manner nofl0 shiyva doatin® meebdktisidkawr-from f tseockadolled by meanscafad forgard: feeding

travel s over an advanci ng neans 9 between two | am nating rollers 10, :
The. advanci ngQiee s B Caltess PRl efby eS8 CRBESREATN 4o i0 BypalOTor
servo-mot or  1gehSBinning parallel to one another, which are then spread out at a distance apart
by means ofa fénning means 5 and then fed via a guide roller 6 to a roller 7. This
roller 7 is arranged at the free end of a pendulum 8 which is pre-tensioned to the

15  left as seen in Figure 1 in a manner not shown in more detail.

From the roller 7 the coating web 1 travels over an advancing means 9 between two
laminating rollers 10, 11. The advancing means 9 is alternately driveable and
stoppable by means of a servo-motor 12.
20 _

In addition to the coating web 1, a supporting web 13 runs in the device between
the laminating rollers 10, 11, where portions 14 of the coating web 1 are glued to
the supporting web 13. Prior to this, the exact position of the portions 14 is sensed
by a measuring means 15 which is arranged in front of the advancing means 9,

25 above the coating web 1.

During operation of the device, the pendulum 8 is located in the intermediate
position shown, from Which it can swing to both sides in order to keep the coating
web 1 contimiously under tension. A potentiometer 16 moves with the swinging of

30 the pendulum 8 and accordingly controls the forward feed drive 2, by means of
which the coating web 1 is unwound from the stock roll 3.



I n. addi ti.on to the coating web 1, a supporting web 13 runs in the device
between the lamnating rollers 10, 11, where portions 14 of the coating web
1 are glued to the supporting web 13. Prior_to this, the exact position of
the portions 14 is sensed by a measuring ndans 15 which is arranged in
frront of the advancing neans 9, 25 above the coating web 1. During
operation of the device, the pendulum8 is |ocated in.the internediate

posi tion shown Fig.rbshomsiacdetditedoapresantatipnt of thotwo hittidatingroliecselO 4nd KeePhd he

coating web 1 continuous under .t ension. Qtentioneter 16 npves w th the
gl agof 30 SSRHo R HAR Lae Preyitee et i HBRVE BAEF BT < eV B R dateF iy
drive 2, by ne fic VAN t Ralo b i ( ofm t ol |
31 T ey, 5 Oh A is Wb HOcP BEtoR jotERe P (i HIRHAE wAbPLD e tad

rollers 10 andutdesirgtadbasipoof iheqdhedivel shees 1 pisopredentedvby imeans ad haspataringy er

17, from V\:hjSCh Fﬁ)rotgcti e foil 18 is renpved shortly before joining wth
t he coat i ng® wef€menpld canfigured A9 A §rPamting plaieih cthiy sersratingeelompris| Y projenset

17 is prevente ' ' 9 gonfigured a
Separati ng. pl ario XA bObuedn TRE K nbiluing UGS d AR BE A5 10
bet ween the twis équippediwittga sratnipngsblade 20 whichh eftbeelich atval@iddt @E lahPinhdng
equi pped with a stanping blade 20 which, after each revolution of the

| ani nat i ng rol FEeriy, sepasates tiespemsiongdr t1da from the geatingoweb He Therldmigating) 1.

The | am nati ng I f : .00 inder . while the |aninatin
roller 11 is arcf(i:l%'ﬁn -eF"]f% fé@g@lﬁ%ﬁg@efngﬁé t%]gargxp\gﬁ% ﬁ%}iﬁﬁle]aldg B EOMHEL hi s
case only det astaapidgheylindst.i MheVtdinging Hdddet T®id e Ese! oty Ge@BhdsOthe Rba@iie
anot her, conposed of the supporting web 13, the adhesive sheet 17 and the

coating web 1. Wabtlefromdhglayersdifingfontap of one arnshers compesedtofshespponipgwetd 1

I s stopped by e | N, Rgyre 1 until def i ned
di stance from ?Ebmgg%{?#g}ﬁ%%ﬁ%d\?ﬁég%\eﬁgéﬂ rEE?alISS &e’.éﬁepéf?ilgﬂ °?§her%°£8ﬁféa‘," 15
iand_ | st then tr s nbe teMdingtwdbPisiisiped OF thd8dvaHHRL midans9WBSwa $h FRutd € until
am natin 8
J a defined distance from the portion 14, 14a which has passed on abead is reached,
15  and is then transported at the speed of the supporting web 13 to the laminating

rollers 1_0, 11.

Figure 3 shows a particular embodiment of the device according to the invention.
In this, a cutting roller 21 with a stamping blade 22 is arranged above the
20 laminating roller 10. This cutting roller 21 cuts the portions 14 from the coating
web 1. In exactly the same way as with the embodiment previously described,
spaces are created between the portions 14 in that the coating web 1 is temporarily

stopped by the advancing means 9 after each cutting procedure.
25 A pressing means 23 ensures that the portions 14 remain on the upper laminating

roller 10 and go between the two laminating rollers 10, 11 in order to be applied to
the supporting web after rotation about 180°.

30



roll ers. 10, 11. Figure 3 shows a particul ar enbodi nent of the device
.according to the invention. In this, a cutting roller 21 with a stanping

bl ade 22 is arranged above the 20 | am nating roller 10. This cutting
roller 21 cuts the portions 14 fromthe coating web 1. In exactly the sane
way as with the enbodi ment- previously described, spaces are created between
the portions 14 in that the coating web 1 is tenporarily stopped by the
advanci ng neans 9 after each cutti nglistetdesignationss A pressing neans 23
ensures that the portions 14 remain on the upper lamnating roller 10 and
go between the two lamnating rollers 10, 11 in order to be applied to the
supporting webjafter mgkﬁhgq&ﬂabout 180[err]. 30 8 List of designations

1 Coat i web . A -feeding drive 5 3 St ock rol
4 O.gtigg' nean%%ﬁwaigufeeﬁﬁ{ﬁ\;%ﬁ{éng _rreang 6 Quide roller 10 7
Rol l er 8 Pendul FQ Advanci ng neans 10 Lam nati ng
roller 15 11 4 SHR&E RS rol er 12 Servo-notor 13
Supporting web? Fanning means
6 Guide roller
10 7 Roller
8 Pendulum
9 Advancing means
10 Laminating roller
15 11 Laminating roller
12 Servo-motor
13 Supporting web
14 Portion
15 Measuring means
20
16 Potentiometer
17 Adhesive layer
18 Protective foil
- 19 Separating element
25 20 Stamping blade
21 Cutting roller
22 Stamping blade
23 Pressing means

30



14 ;, - Portion 15 Measuring neans 20 16 Pot entionmeter 17
..Adhesi ve—tayer—18_- Protective foil 19 Separating el enent 25 20
St anpi ng bl ade 21 Cutting roller 22 St anpi ng bl ade 23-

Pressi ng Hﬂm”muﬁ I\/Et hod for maRufacturi ng a multiple-layer tag,
i-n which~ (1, 13) are brought together by means of two
paral l el |am natln réllérs (10 11), and in which portions (14, 14a) of a
coating web (1) arrive on a supporting web (13) spaced apart from one

anot her, characterised in that, before g? ng applied to the supporting web
(13), the coating web (1) is split usi ng & utting device (4) and spread
out using a fanning neans (5) into two or nore parallel elongate strips at
a nutual distance apart, and is alternately advanced to the | am natin
rollers (10, L1) or Mdethogpdor nmnufagmlrmgsa (Immplﬁ-l%}’ecme@t‘émchrﬁwﬂrw

t hese at the circunferential Eg}g& air off Qsltl ﬁ @ rtlon
(14) of tHe coating WRACHAlareRPYERLGSS o t e S, t‘ﬁ?}Ba'ia & Fug,un[a BS L& ng
web (1) is stopped fgpqq d%idﬁegor%ﬁd o aoéoa&inefewe@ agrive on, MBhFHiAE RbdI NY
to claim1, characterlse In th a supporting web (13) with an adhesive

| ayer facing the coatspaggdvegary( fipmi memmerscharacterlse%nhmj thﬁzg@atubnxgeh (]

claim 2, characterlseij in that the adhesive.l ayer P
alternately advanced to the laminating rollers or to a pa1r F rollers

connected in front of these at the circumferential speed of the pa1r of
10 rollers, then‘a portion of the coating web advanced is detached, and

lastly the coating web is stopped for a defined period of time.

2. Method according to claim 1, characterised in that a suppbrting web with
an adhesive layer facing the coating web is used.
15
3. Method according to claim 2, characterised in that the adhesive layer
applied to the supporting web is temporarily covered with a protective
foil and this is removed before the bringing together of the supporting
web with the coating web.
20
4. Method according to at least one of the preceding claims, characterised
in that the coating web is divided into two or more longitudinal Strips by
a fannihg means before being applied to the supporting web.

25 5. . Device for implex‘nenting the method a{ccording to at least one of the
preceding claims, which has two parallel rollers for bringing together
two webs of material, characterised in that an advancing means (9)
driven by a servo-motor (12) is arranged in front of the parallel
laminating rollers (10, 11), which is set up for alternate stdpping and
30 driving of the coating web (1) at the speed of the supporting web (13).
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supporting web (13) is tenporarily covered with a protective foil (18) and
“this is r-B m t“ IHIH bringi ng together of the supporting web-(13)
with the g ' 4 Device”jor i mpl ementing the method for
manuf acturing a multiple-layer tag, in which two webs of material (1, 13)
are brought together by neans of two parallel laminating rollers (10, 11),

and in which portion 14, 14a). of a coating weh rrive, at. a.di st,ance’
apart from on8& anot hfsspé‘ﬁ?F ACQHHPBQ FH&“%E@%S‘*PS%%’O&G? A {agug%glgoqoh%e
recedi ng cl ai ns, whi k | | %ﬁ' 4 ;

(F:)oati ng \g/]veb into a pIgpg?ﬁs%@ﬂg’?éggﬁ%ﬁt&&%%ﬁgate g ﬁ%d(go(zgzdw k&gﬁsqgﬁoé&s

parallel rollers (10,frdr;thd @ontdd) of the lamimging gollergdOhexcludieely for dethching
material, characterised in_that ansp[yrgéo; Zlg for, sepabr]gté' ng the portions
(14, 14a) of the coatPRGoHEE webh (L) applied e dasiSuPRRBINEWeth & Dar r anged i n
front of the parallel lamnating rollers (10, 11) there is provided a

f anni ng neans (5) for spreading out the elongate strips at a nutual

di stance apar, and aDevicly atrdigg o atsimsY ofl6| ¢haradtyrisedsiar that forttemsidrily
which is set up for alternate sto&pi ng and driving of the coating web_ (1)
at the speed of the stipFortinggvehet))( iByront of the gdvancing meers €8 HEAE dThg t o

claim4, characterised | | L.0G, | ey . ol Ul i th
at | east one stanpi ng&glg&&@@? 6"\6\}# @Eh%?%%a{e]g‘f é‘% r(ginls'g %gg%(%%togﬁhr fnegxpﬁ@ﬁ%é"'
llami nating roller (10@)exclusively for detaching the coating web (1)

applied to the supporting web (13). 6. Devi ce according to claim4,
characteril8ed in that for advancing the coating web (1), one |amnating

roller (10) ig assigngd.an additioqnal .cuttin oller (2 far ing the
por (1ons (14, P1a2) of DEVEE SGRH MG metrifich coafbgtPied n A e RpaPEREEAAP
(10) is configured fogontioRffeRRY tpotatibhRteR 16} f&%%nl(rél‘ﬂin#i‘fabwirﬂ féddedrive (2)
supporting web (13) on the other lamnnating roller (11). 7. Devi ce
according to clai m 6,canested irfiopedf itrfor paiting ont thd \caatingieb ) fomt 3 sigcieb
(1), roll (3).
15 |
S. Device according to at least one of claims 5 to 8, which is configured for
cutting the coating web into a plurality of strips running parallel to one
another, characterised in that a fanning means (5) for spreading out the
strips .is arranged between the forward feed drive (2) and the pendulum

20 (8).

10. Device according to at least one of the preceding claims, characterised
in that a separating element (19) separating the coating web (1) from the
‘supporting web (13) until they are fed into the laminating rollers (10, 11)

25 . is arranged on the feed-in side of the laminating rollers (10, 11).

11. Device according to at least one of the preceding claims, characterised

in that an additional cuttiné roller (21) for separating the portions (14)

~ from the coaiing web (1) is assigned to the laminating roller (10) for

30 advancing the coating web (1), and in that the laminating roller (10) is

configured for transporting the portions (14) to the supporting web (13)
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the lam nating Torter—(10).is provided with a pressing neans (23) covering

“Fts ] i ce between the cutting roller (21) and the |am nating
rollﬂmmm'"qm"lmL'! Devi ce according to one of clains 4 to 7,
charattefisedm ns ' for tensioning the ldoating web (1), in front of the
advancing neans (9) a roller (7) partly | ooped around by the coating web
(1) is arranged on a pendulum (8). 9. - Devi ce according to claim8,
characterised in thabntthe ofiendathinmifBrolleagi Dont rol nmeans (potenti oneter 16)
for controlling a forward feed drive (2) connected in front of it for

payi ng out the coating web (1) froma stock roll (3). 10. Devi ce
according to ai’m 9; r L 1.6t Hat AN - 1.S
arranged bet V\fge'n theqegi&%a??cgb&éh i?(g&la%lr]i f\}Lé C(h%%%g%f(:ig@ﬁlgq%en g?&?f?%ﬁ’)g l:hf:Ll.
Devi ce according to eofimgf webdl) ahe ldmindthg ediRE ALOLIs prodided wilthh gﬁ&%sih@e
feed-in side of the lamnnating rollers (10, 11) there is arranged a
separatind el enent s&gann{33goveringcissdaierad sudare(beyweéanche angﬂ@%@ﬁl)rﬂgdweb
(13) until they are fedlinto[.the IaErf'[ogating rollers (10, 11). 12. _

Devi ce according to eamm%}r%;%leﬁ " 11, characterised in that in order
to control the advancing nmeans (9), in front of the lamnating rollers (10,
11) there is arranged a neasuring neans (15) for recognising an end of a
portion on the.coati Rgvigstacconding to at least one of the preceding claims, characterised

~in that in order to control the advancing means (9), in front of the
10 laminating rollers (10, 11) there is ari'anged a measuring means (15) for

recognising an end of a portion on the coating web (1).
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