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beis being adhered to the laminar material, means for conveying the laminar
material past the label The present invention relates to a method of
applying station, a cutting device for cutting and an apparatus for
producing labels.             through the upper layer of the laminar
material as GB-A-2122968 and GB-A-2127378 each dis-   5   far as the
release backing material thereby to form close a method of producing a
succession of self-  the required self-adhesive labels, characterised by
adhesive labels carried on a length or release     means for detecting the
position of pre-printed la- backing material. A succession of pre-printed
la-  bels, means for comparing the detected position bels is adhered to a
web of paper which is releas-  with a desired position of the pre-printed
labels, ably adhered to a release backing material. The   10   means for
controlling the said depositing means in web of paper, optionally together
with the pre-    response to the means for comparing thereby to printed
labels, is then die cut to form the resultant  change the rate of
deposition of the pre-printed labels. Those methods encounter a problem due
to   labels onto the upper layer. stretching of the web of paper during the
produc-      The detecting means may be located either tion method and/or
during an earlier pre-printing   15  upstream or downstream of the label
applying sta- process in which the web of paper is pre-printed   tion, with
the detecting means being arranged to with a succession of images. This
stretching can   detect the position of pre-printed labels either be-
result in the applied pre-printed labels being inac-  fore or after,
respectively, those labels have been curately positioned on the web of
paper.           deposited onto the laminar material. The present invention
aims to overcome this  20    Embodiments of the present invention will now
problem of the prior art.                          be described by way of
example only, with refer- Accordingly the present invention provides a
ence to the accompanying drawings, in which:- method of producing a
succession of self-adhesive     Figure 1 is a schematic diagram of an
apparatus labels carried on a length of release backing ma-    for
producing labels in accordance with a first terial, the method comprising
the steps of:-  25      embodiment of the present invention; (a) providing
a laminar material which includes a  Figure 2 is a schematic representation
of the release backing material as a lower layer and an   control system of
the apparatus of Figure 1; upper layer comprised of a web of self-adhesive
Figure 3 is a schematic diagram of an apparatus backed material or a layer
of pressure-sensitive   for producing labels in accordance with a sec-
adhesive;                                   30     ond embodiment of the
present invention; (b) depositing a succession of pre-printed labels
Figure 4 is a schematic representation of the onto the upper layer of the
laminar material and   control system of the apparatus of Figure 3;
adhering the pre-printed labels thereto, the       Figure 5 is a schematic
diagram of an apparatus laminar material being conveyed past a label
for producing labels in accordance with a third applying station; and
35     embodiment of the present invention; and (c) cutting through the
upper layer of the laminar  Figure 6 is a schematic diagram of an apparatus
material as far as the release backing material    for producing labels in
accordance with a fourth thereby to form the required self-adhesive la-
embodiment of the present invention. bets; characterised in that the rate
of deposition  Referring to Figure 1 there is shown an appara- of the
pre-printed labels onto the upper layer is  40  tus, designated generally
as 2, for preparing a reel controlled by detecting the position of
pre-print  4 carrying a succession of self-adhesive labels 6. ed labels,
comparing the detected position with  The reel 4 of labels is produced
starting from a reel a desired position of the pre-printed labels and  8 of
a laminar material 10 commonly known in the changing the said rate of
deposition in response  art as self-adhesive stock or pressure-sensitive to
that comparison.                         45  stock. The pre-printed labels
may be detected either      Such laminar material 10 usually consists of a
before or after they have been deposited onto the  web of paper 12 of
indeterminate length coated on laminar material.
its reverse side with a layer of pressure sensitive The present invention
further provides an ap-   adhesive, with the adhesive side of the paper
being paratus for producing a succession of self-adhesive   so  carried on
a backing layer 14 of a release material labels carried on a length of
release backing ma-  such as a silicone-faced backing paper. The upper
terial, the apparatus comprising means for deposit-  surface of the web of
paper 12 is printed along its ing at a label applying station a succession
of pre-  length with a succession of images, each of which printed labels
onto the upper surface of a laminar  is to constitute the front surface of
a respective material, which includes a lower layer of a release  55
resultant label 6. Alternatively, the web of paper 12 backing material and
an upper layer comprised of   may not be so printed; such an arrangement is
a web of self-adhesive backed material or a layer  employed when the front
surface of the resultant of pressure-sensitive adhesive, the pre-printed
la-  self-adhesive labels 6 is to be composed only of 2    



3                 EP 0 342 006 B1                   4 the front surface of
a pre-printed label which is  ly the middle of the magazine 28 to the front
wall adhered to the web of paper in the manner which   33 of the magazine
28. is described hereinbelow.                            The label delivery
system includes two op- The laminar material is fed out from the reel 8
posed endless belts 36, 38 which are mounted one by a pair of opposed drive
rollers 16, one of which   5   above the other to provide two opposing belt
sur- is driven, e.g. by means of a belt, at a predeter-  faces 40, 41. The
endless belts 36, 38 are each mined constant rotational speed by a web
drive    mounted about a pair of respective rollers 42, 44. unit 18. The
laminar material 10 passes through the  One roller 42 of the lower endless
belt 36 is pair of opposed drive rollers 16 and then passes  mounted
beneath the opening 30 in the magazine under a photodetector 20 which
constitutes a web  10  28 whereby one end of the upper surface 40 of the
sensor. The web sensor 20 is arranged to detect   lower endless belts 36
engages the bottom pre- each of a series of given points on the laminar
printed label 26 in the stack. The endlesss belt 36, material 10. For
example, the web sensor is ar-   38 are driven continuously by a label
drive unit 46 ranged to detect a series of marks which are print-  whereby
the lower endless belt 36 shown in Figure ed on the upper surface of the
web of paper 12.  15   1 is driven in a clockwise direction and the upper
The laminar material 10 then passes under an   endless belt 38 shown in
Figure 1 is driven in an adhesive applicator 22. The adhesive applicator 22
anticlockwise direction. The label drive unit 46 may deposits a layer of
adhesive across all or some of  be connected to the endless belts 36, 38
either the width of the web of paper 12 as the laminar   directly or via a
belt-drive arrangement. The label material 10 passes thereunder. The
adhesive ap-  20  drive unit 46 may drive both endless belts 36, 38,
plicator includes an applicator head which is elon-  or one of the endless
belts 36, 38 with a suitable gate and extends transverse the direction of
move-  gear connection being made between the two end- ment of the web of
paper 12. The adhesive ap-     less belts 36, 38, so that in use, both are
continu- plicator 22 expresses a series of longitudinal beads  ously
rotated at the same speed. The label delivery of adhesive onto the web of
paper 12. The adhe-  25  system 34 continuously feeds a succession of the
sive may be any suitable adhesive for paper such  pre-printed labels 26
from the magazine onto the as, for example, PVA (poly vinyl alcohol)
adhesive.  adhesive coated web of paper 12. The label deliv- The adhesive
applicator is arranged to operate    ery system may be adapted so that the
pre-printed either continuously, when a continuous layer of   labels are in
substantially abutting relationship on adhesive on the web of paper 12 is
desired, or  30  the web of paper 12 or are in spaced relationship
periodically. For periodic operation, the adhesive  on the web of paper 12.
applicator 22 is switched on in response to a        The succession of
pre-printed labels 26 on the detection signal from the web sensor 20 which
web of paper 12 then passes under a label sensor causes adhesive to be
deposited onto the web of   48 which is adapted to detect a particular part
of paper 12 at the desired moment and for a pre-  35  each pre-printed
label 26, e.g. a registration mark determined period. This provides a
succession of  printed on each pre-printed label 26 or the leading areas of
adhesive on the web of paper 12 at the   edge of each pre-printed label 26.
If desired, the desired locations in relation to printed regions on  label
sensor 48 may be employed to control the the web and of the desired
dimensions in relation  adhesive applicator 22 rather than the web sensor
to the pre-printed labels to be applied thereto sub-  40  20. sequently.
The succession of pre-printed labels 26 then Laminar material 10 is then
conveyed to a label  passes to a die-cutting station 50 comprising a die-
applying station 34 at which a series of pre-printed  cutting roller 52 and
an opposed backing roller 54. labels 26 are applied in turn to the adhesive
on the  The die-cutting roller 52 is adapted to cut out from web of paper
12 by being deposited thereon by   45  each pre-printed label 26 adhered on
the web of means of a label delivery system. A plurality of the  paper 12 a
resultant label 6 by cutting through the pre-printed labels 26 are held as
a stack thereof in  pre-printed label 26 and the web of paper 12 as far a
magazine 28. The pre-printed labels may be, for  as the backing 14 of
release material. The backing example, multiple ply labels as described in
my   14 of release material is not itself cut by the die- GB-A-2115775 and
my GB-A-2141994 or they may   50  cutting roller 52. The waste web remnant
56, com- take the form of a sheet of instructions and an   prising the
waste portions of the web of paper 12 envelope therefor as described in my
GB-A-        and the pre-printed labels 26, is stripped off from 2115744 or
in my GB-B-1475304. Alternatively, the  the backing 14 of release material
at the down- pre-printed labels may be lithographically printed  stream
side of the die-cutting roller 52 and is labels as disclosed in my
GB-A-2122968. The bot-  55  wrapped Into a reel 58. The backing 14 of
release tom of the magazine 28 includes an opening 30 in  material carrying
thereon the succession of resul- the bottom wall 32 thereof which extends
trans-   tant labels 6 is wrapped onto the reel 4. The reel 4 versely
across the magazine 28 from approximate-  may subsequently be mounted in an
automatic 3    
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which strips off the resultant la-  sired set speed which is represented by
the pulsed bels 6 from the backing 14 of release material and  motor
control signal outputted from the motor con- pplies them in succession to
containers or other  trol 74. If there is a difference in the two pulse
articles to be labelled.                           rates, the motor control
74 outputs a feedback The control system of the label producing ap-   5
signal which may be positive or negative depend- paratus of Figure 1 will
now be described with     ing on whether the feed motor 76 is running slow
reference to Figure 2. The web drive unit 18 com-  or fast, which is
processed by the motor control 74. prises a main motor 64 which drives the
drive      The feedback signal Is added arithmetically to the rollers 16. A
speed setter 66 inputs a digital signal  pulsed input from the ratio
selector 72 to form the into the main motor 64 represenative of the desired
10  pulsed motor control signal which is fed to the feed motor speed. The
main motor 64 is connected to     motor. Thus the pulsed motor control
signal may an encoder 68 which is adapted continuously to     be
continuously varied to ensure that the feed output a series of pulses, the
instantaneous rate of  motor 76 is running at a speed which is at the which
is related to the actual speed of the main   desired ratio of the speed of
the main motor 64. It motor 64. The pulses are received by a motor  15
will be understood that the motor control 74 also control 69 which compares
the instantaneous pulse  acts as a pulsed signal accumulator. rate with the
rate of the desired set speed and if    In addition to controlling the
speed of the feed there is a difference in those two rates, the motor
motor 76 so that it runs at the selected ratio of the control 69 outputs a
feedback signal which is re-  speed of the main motor 64, the control
signal is eived by the main motor 64 and instantaneously  20  also arranged
periodically to control the feed motor corrects the speed of the main motor
64.           74 of the label delivery system 34 in response to This
feedback control provides continuous in-   the actual operation of the web
drive system. Spe- stantaneous control of the speed of the main motor
cifically, the label delivery system 34 is controlled 64 so that at any
given time the actual speed is the  so that pre-printed labels 26 are
deposited on the same as the desired set speed.                25  laminar
material 10 at the correct location irrespec- The encoder 68 also outputs a
pulse signal,     tive of fluctuations of the position of the laminar
comprising a series of pulses at a particular rate, to  material 10
relative to the label delivery system 34, a pulse counter 70. Each pulse is
representative of  which may result due to stretching of the laminar a
specific angular rotation of the main motor 64   material 10. The position
of each pre-printed label and thus is representative of a specific distance
30  26 which has been applied to the web of paper 12 which the laminar
material 10 has moved as a       is detected, and a resultant detection
signal Is result of being driven by the main motor 64.       employed to
compare the actual position of that The pulse counter 70 emits an output of
a       pre-printed label 26 on the web of paper 12 with series of pulses
to a ratio selector 72. However, in  the desired position of the
pre-printed label 26 in an alternative arrangement, the output of pulses
35  relation to the web of paper 12. The result of that could be outputted
directly to the ratio selector 72  comparison is employed to effect control
of the from the encoder 68. The ratio selector 72 can be  label delivery
system  34 so that a subsequent, set to a predetermined ratio, typically to
four deci-  upstream, pre-printed label 26 is delivered onto the al places,
so that the pulse rate output therefrom  web of paper 12 at the correct
location for that pre- the predetermined ratio of the pulse rate input  40
printed label 26. This control is achieved by vary- from the pulse counter
70. The output of pulses    ing the speed of the label delivery system  34
from the ratio selector is fed to a motor control 74  whereby the
deposition of a particular pre-printed for a feed motor 76 of the label
drive unit 46. The  label 26 onto the web of paper 12 is accelerated or
motor control 74 outputs a pulsed motor control    retarded as the case may
be depending on wheth- signal to the feed motor 76, and the feed motor 76
45  or the detected pre-printed label 26, which has rotates at a speed
governed by the pulse rate of   already been applied to the web of paper
12, is the pulsed motor control signal. In this way, the  upstream or
downstream of its desired location. pulsed motor control signal controls
the feed motor    For this purpose, the control system includes 76 and
thereby the rate at which pre-printed labels  the label sensor 48 which
outputs a label detection 26 are delivered onto the laminar material 10 by
50  signal to the pulse counter 70 when the label the label delivery system
34. In a manner similar to  sensor 48 detects a particular part of a
respective that of the main motor 64, the feed motor 76 is    pre-printed
label 26 on the web of paper 12. The connected to an encoder 78 which is
adpated        label detection signal acts as a "start" signal for
continuously to output a series of pulses, the in-  the pulse counter 70
and triggers the pulse counter stantaneous rate of which is related to the
actual  55  70 into counting pulses received from the encoder speed of the
feed motor 76. The pulses are re-     68. The counted pulses are outputted
to a com- ceived by the motor control 74 which compares the  parator 80.
The web  sensor 20, described instantaneous pulse rate with the rate of the
de-  hereinabove, is arranged to detect a series of given 4    
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laminar material 10. When the web    sion of printed marks on the web of
paper 12, with sensor 20 does detect one of the said given points,  each
pre-printed label 26 being arranged to be the web sensor 20 outputs a web
detection signal    deposited on the web of paper 12 in registration to the
comparator 80. The web detection signal     with a respective pre-printed
image, the pre-printed acts as a stop signal for the comparator 80 and this
5   labels 26 are accurately deposited relative to the stop signal stops
accumulation in the comparator   pre-printed images irrespective of any
variation in 80 of pulses received from the pulse counter 70.   the
distances between the pre-printed images Thus, after the emission of the
"start" and "stop"  which may have resulted from the printing of the
signals, the comparator 80 contains a series of    web of paper 12 as a
result of stretching of the pulses, the number of which is representative
of a   10   web of paper 12 during the printing process. particular
distance which has been travelled by the    In an alternative arrangement,
the web sensor web of paper 12 i.e. between detection of a particu-  20 is
arranged to detect the rotational position of lar pre-printed label 26 on
the web of paper 12 and  the die-cutting roller 52 instead of the web of
paper detection of a given point on the web of paper 12   12. Since the
die-cutting roller 52 is continuously in upstream of the particular
pre-printed label 26. In  15  contact with the web of paper 12, the
rotational the comparator 80, the number of pulses is com-    position of
the die-cutting roller is directly related to pared to a desired number of
pulses, the latter    the translational position of the web of paper 12
being representative of a desired distance which   thereunder. Thus
detection of the rotational position has been travelled by the web of paper
12 in the   of the die-cutting roller 52 indirectly results In the period
between the two detection signals. The   20  detection of the position of
the web of paper 12. comparison yields a difference signal, which may
A second embodiment of the present invention be positive or negative, and
which is comprised of  is shown In Figures 3 and 4. In this embodiment, the
number of pulses by which the compared num-     as shown in Figure 3, the
label producing appara- ber differs from the desired number. The difference
tus is broadly the same as that shown in Figure 1, signal is representative
of the distance by which   25  but with some modifications. Like parts are
in- the web of paper 12 leads or lags the desired      dicated by like
reference numerals. Specifically, position of the web of paper 12 as a
result of     the die-cutting roller 52 is driven, at the same stretching
or slackness of the web of paper 12. The  speed as that of the laminar
material 10, by a die- difference signal comprising a number of positive
cutter drive unit 98. In an alternative arrangement, or negative pulses, is
outputted from the compara-  30  the die-cutting roller 52 is driven by the
main motor tor 80 to the motor control 74 in which it is added  64 through
a shaft/gearbox arrangement. A die arithmetically to the pulse signal from
the ratio  servo motor 100 is also coupled to the die-cutting selector 72
and the feedback signal to form the    roller 52 by way of a gearbox 102.
The die servo pulsed motor control signal. Thus, the speed of the  motor
100 is controlled to advance or retard the feed motor 26 is advanced or
retarded in response   35  die-cutting roller 52 depending on whether the
ac- to the difference in the actual position of the web of  tual position
of the die-cutting roller 52 lags or paper 12 at the detected location and
the desired  leads the desired position which is required ac- position.
curately to cut the self-adhesive labels 6. A pair of When the label sensor
48 next detects a pre-    die-cutter sensors 104, 106 are located adjacent
printed label 26 on the web of paper 12, the pulse   40  the die-cutting
roller 52 and are adaptaed to detect counter is again triggered to emit
counted pulses   a locating mark 108 on the die-cutting roller 52. to the
comparator 80. The comparator 80 receives    The mark 108 passes the
sensors 104, 106 every the counted pulses and the count is stopped when
revolution of the die-cutting roller 52. The control the web sensor 20
emits a web detection signal.     system for the apparatus, including the
die servo The number of counted pulses is then again com-   45   motor 100,
is shown in Figure 4. pared to the desired number and a difference sig-
Figure 4 is similar to Figure 2 and like parts nal is emitted to the motor
control 74 which again  are numbered with like reference numerals. The acts
to correct the speed of the feed motor 76.    die-cutter drive unit 98
includes a die-cutter motor This cycle is then again repeated. Thus it will
be  110 and an encoder 112 which effects feedback seen that the feed motor
76 of the label delivery  50  control of the die-cutter motor 110 in a
manner system 34 is continuously controlled in response to  similar to that
employed by the web drive unit 18. the detected position of the web of
paper. This     The speed of the die-cutter motor 110 is set by the control
ensures that the pre-printed labels 26 are  speed setter 66. A die
comparator 114 is provided accurately positioned on the web of paper 12 ir-
which receives detection signals from the web sen- respective of any
inadvertent stretching or slac-  55  sor 20, and the pair of die-cutter
sensors 104, 106. kness of the web of paper 12. In addition, when the  The
output of the die comparator 114, which con- web of paper 12 is pre-printed
with a succession of  stitutes a servo-motor drive signal, is passed to the
images and the web sensor 20 detects a succes-     die servo motor 100. 5
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those components of the con-    cutting roller 52 can be corrected for each
rotation trol system of Figure 4 which are also present in    of the
die-cutting roller 52 and/or for every label 6. [err] control system  of
Figure 2 is the same as           Figure 5 shows a further embodiment of
the described above in relation to the first embodiment  present invention.
In this embodiment, the laminar of the present invention. The additional
compo-   5   material 120 consists of a layer of pressure-sen- nents of the
control system of Figure 4 act ac-     sitive adhesive 122 carried on a
release backing curately to control the rotational position of the die-
material 124. A reel 126 of the laminar material 120 cutting roller 52 in
relation to a desired position,  is fed out past the web sensor 20 to the
label which itself is related to the actual detected posi-  applying
station 24 at which a succession of pre- tion of the web of paper 12. When
the web sensor   10  printed labels 26 is deposited directly onto the 20
detects a mark as described hereinabove, a        layer of
pressure-sensitive adhesive 122. The label web detection signal is passed
to the die compara-   delivery  system   34  operates  as  described tor
114 as well as to the comparator 80. The time    hereinabove with reference
to Figures 1 and 3. The of the web detection signal is representative of
the  composite web then passes under the label detec- position of a portion
of the web 12 relative to the   15  tor 48. die-cutting roller 52. The pair
of die-cutter sensors   The assembly of labels 26 on the release ma- 104,
106 each in turn detect the locating mark 108   terial 124 is then passed
to laminar material apply- on the die-cutting roller 52 and each in turn
passes  ing station 128 at which a laminar material 130, a detection signal
to the die comparator 114. The    which is coated on one side with a
pressure-sen- atection of signals from the die-cutting sensors  20  sitive
adhesive or, alternatively, by a permanent 104, 106 are representative of
the rotational posi-  adhesive, is fed out from a reel 132 thereof to a
tion of the die-cutting roller 52. The control system  roller 134.
Generally, the self-adhesive laminar ma- is adapted to control the
rotational position of the  terial 130 is carried on a length of release
backing die-cutting roller 52 in relation to the desired posi-  material
(not shown) and as the composite web of tion for the given position of the
detected web   25  release backing material/release backing material Is
portion. The time between the two detection signals  fed out from the reel
132 the release backing from the two die-cutting sensors 104, 106 repre-
material is stripped away from the self-adhesive sents an acceptable error
period over which the      surface of the laminar material 130. Preferably,
the die-cutting roller 52 may lead or lag the desired    laminar material
130 is a layer of transparent self- position. This in turn represents a
distance error in  30  adhesive plastics material such as polyester, a low
the resultant label The time of the web detection    density polyethylene,
or polypropylene, and is typi- signal is compared to the times of the two
die       cally in a thickness of around 12 microns. That detection
signals. If the web detection signal lies  surface of the laminar material
130 which is coated between, or on either of, the two die detection
with the pressure-sensitive adhesive is remote from signals, the
die-cutting roller 52 is within accept-  35  the roller 134 and the other
surface is disposed able error margins and no error correction is made.
against the roller 134. The roller 134 is positioned However, if the web
detection signal is outside the  so that it urges the pressure-sensitive
adhesive two die detection signals, the die comparator 114    surface of
the laminar material 130 against the sues an error correction signal to the
die servo   upper surface of the assembly of the labels 26 and motor 100
which acts, through the gearbox 102, to  40  the release material 124
whereby the laminar ma- advance or delay the die-cutting roller 52 by an
terial 130 is adhered thereto. The composite as- amount which is directly
related to the size of the  sembly then passed to the die-cutting station
50. positional error of the die-cutting roller 52. In this      The
assembly passes between the die-cutting roller way, the resultant labels 6
are accurately cut out in  52 and the backing roller 54. The die-cutting
roller registration with the pre-printed images on the web   45   52 is
adapted to cut through the laminar material of paper 12 since the
die-cutting roller 52 is inter-  130, the adhered labels 26 and the layer
of mittently controlled so that it is in correct rotational
pressure-sensitive adhesive 128 as far as the re- orientation for each
die-cut to be made. The control  lease material 124 so as to cut from each
adhered system may be arranged so that when the web          label 26 a
central self-adhesive label 136 of re- sensor 20 detects a mark on the web
of paper 12,  50  quired shape and dimensions which is covered by the
rotational position of the die-cutting roller is  a coextensive laminar
material 138 and is carried corrected either immediately, in which case the
on the release material 124. Thus the die-cutter 52 die-cutting roller 52
is corrected to cut out a label 6  cuts a succession of self-adhesive
labels 140 which downstream of the label image associated with the    are
carried on the release material 124. Each die- detected mark, or after a
delay, in which case the   55  cut label 140 is surrounded by a peripheral,
label die-cutting roller 52 is corrected for the cutting of  waste portion
142 and a waste remnant 144 of the that same label 6 which is associated
with the       web of laminar material detected mark. The rotational
position of the die- 6    
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consisting of the waste por-     ducing apparatus which is similar to that
shown In tions 142 and the waste remnant 144 to which the    Figure 1 but
in which the location of the label waste portions 142 are adhered by the
self-adhe-    sensor is different. Like parts are numbered by like sive
surface of the laminar material 130, are re-   reference numerals. In the
embodiment of Figure 6, moved from the release material 124 thereby to   5
the label sensor 648 is located upstream of the leave a succession of
self-adhesive labels 140 on   label applying station 24 and is arranged to
detect the release material 124. Each self-adhesive label  the position of
pre-printed labels 26 before they 140 consists of a three ply laminate of
laminar     have been deposited onto the laminar material 10. material
138/label 136/layer or pressure-sensitive  The label sensor 648 is adapted
to detect a printed adhesive 122. The waste material is pulled upwar-  10
reference on each pre-printed label 26. The control dly away from the
release material 124. As the      system  of Figure 2 is also employed with
the waste laminar material 144 is separated from the    apparatus of Figure
6. When a pre-printed label 26 release  material  124, the
pressure-sensitive     is detected by the label sensor 648, a label detec-
adhesive-coated surface of the laminar material     tion signal Is
outputted to the pulse counter 70. In 144 pulls the adjacent layer of
pressure-sensitive   15  the manner described hereinbefore with reference
adhesive 122 away from the release material 124     to Figures 1 and 2, the
feed motor 76 of the label also since the layer of pressure-sensitive
adhesive  delivery system is advanced or retarded depending 122 has greater
adhesion of the pressure-sensitive  upon whether or-not the detected
pre-printed label adhesive-coated surface of the laminar material     26
lags or leads the desired position. In this way, 144 than to the release
material 124. Similarly and   20  the detected pre-printed label 26 can be
accurately for the same reason the peripheral label waste      deposited
onto the moving laminar material 10. The portions 142 pull the adjacent
layer of pressure-   position of the pre-printed label 26 is adjusted
sensitive adhesive 122 away from the release ma-    before it is applied to
the laminar material 10. Thus terial 124. Accordingly, the resultant
self-adhesive  the pre-printed label 26 can always be in the cur- labels
140 on the release material 124 are not  25  rent position for accurate
deposition on the laminar surrounded by the layer of pressure-sensitive ad-
material 10 irrespective of the position of the suc- hesive 122 since those
parts of that layer 122      ceeding or proceeding pre-printed label or
labels, which surround the self-adhesive labels 140 have    26. been
removed from the release material 124 in the      It should be understood
that in the embodi- waste removal step. The waste consists of the   30
ments of Figures 3 and 4 and Figure 5, the label waste remnant 144 of the
laminar material, the      sensor may be located upstream of the label ap-
peripheral label waste portions 142 and those parts  plying station in the
manner shown in Figure 6. of the layer of pressure-sensitive adhesive 122
which are adjacent thereto. The waste is wound      Claims onto a reel 146
for subsequent disposal. The re-  35 lease material 124 with the succession
of self-     1. A method of producing a succession of self- adhesive labels
140 thereon is also wound into a        adhesive labels (6) carried on a
length of re- reel 148 which can be subsequently placed in an         lease
backing material, the method comprising automatic labelling apparatus for
automatic applica-    the steps of:- tion of the self-adhesive labels 140
to products to  40   (a) providing a laminar material (10) which be
labelled.                                              includes a release
backing material as a The control system operates similarly to that of
lower layer (14) and an upper layer (12) the first illustrated embodiments
of the present          comprised of a web of self-adhesive backed
invention. The web sensor 20 detects a series of          material or a
layer of pressure-sensitive ad- marks on the release material 124, and the
label  45      hesive; sensor 48 detects pre-printed labels 26 on the
(b) depositing a succession of pre-printed release material 124. This
enables accurate deposi-       labels (26) onto the upper layer of the tion
of the pre-printed labels 26 onto the pressure-      laminar material and
adhering the pre-print- sensitive adhesive layer 122 on the laminar ma-
ed labels thereto, the laminar material being terial Furthermore, the
apparatus may be provided   50    conveyed past a label applying station;
and with a "die-chasing" mechanism, such as that de-          (c) cutting
through the upper layer of the scribed in Figures 3 and 4, which ensures
accurate        laminar material as far as the release back- operation of
the die-cutting roller 52. If desired, the   ing material thereby to form
the required die servo motor 100 may be controlled in response
self-adhesive labels; characterised in that to a detection signal from the
label sensor 48   55       the rate of deposition of the pre-printed rather
than the web sensor 20.                            labels onto the upper
layer is controlled by A fourth embodiment of the present invention
detecting the position of pre-printed labels, is shown in Figure 6 which
illustrates a label pro-       comparing the detected position with a de- 7
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consisting of the waste por-    ducing apparatus which is similar to that
shown in tions 142 and the waste remnant 144 to which the    Figure 1 but
in which the location of the label waste portions 142 are adhered by the
self-adhe-   sensor is different. Like parts are numbered by like sive
surface of the laminar material 130, are re-  reference numerals. In the
embodiment of Figure 6, moved from the release material 124 thereby to   5
the label sensor 648 is located upstream of the leave a succession of
self-adhesive labels 140 on  label applying station 24 and is arranged to
detect the release material 124. Each self-adhesive label  the position of
pre-printed labels 26 before they 140 consists of a three ply laminate of
laminar    have been deposited onto the laminar material 10. material
138/label 136/layer or pressure-sensitive  The label sensor 648 is adapted
to detect a printed adhesive 122. The waste material is pulled upwar-  10
reference on each pre-printed label 26. The control dly away from the
release material 124. As the     system  of Figure 2 is also employed with
the waste laminar material 144 is separated from the   apparatus of Figure
6. When a pre-printed label 26 release  material  124, the
pressure-sensitive    is detected by the label sensor 648, a label detec-
adhesive-coated surface of the laminar material    tion signal is outputted
to the pulse counter 70. In 144 pulls the adjacent layer of
pressure-sensitive   is  the manner described hereinbefore with reference
adhesive 122 away from the release material 124    to Figures 1 and 2, the
feed motor 76 of the label also since the layer of pressure-sensitive
adhesive  delivery system is advanced or retarded depending 122 has greater
adhesion of the pressure-sensitive  upon whether or-not the detected
pre-printed label adhesive-coated surface of the laminar material    26
lags or leads the desired position. In this way, 144 than to the release
material 124. Similarly and   20  the detected pre-printed label 26 can be
accurately for the same reason the peripheral label waste     deposited
onto the moving laminar material 10. The portions 142 pull the adjacent
layer of pressure-  position of the pre-printed label 26 is adjusted
sensitive adhesive 122 away from the release ma-   before it is applied to
the laminar material 10. Thus terial 124. Accordingly, the resultant
self-adhesive  the pre-printed label 26 can always be in the cur- labels
140 on the release material 124 are not  25  rent position for accurate
deposition on the laminar surrounded by the layer of pressure-sensitive ad-
material 10 irrespective of the position of the suc- hesive 122 since those
parts of that layer 122     ceeding or preceeding pre-printed label or
labels, which surround the self-adhesive labels 140 have   26. been removed
from the release material 124 in the      It should be understood that in
the embodi- waste removal step. The waste consists of the   30   ments of
Figures 3 and 4 and Figure 5, the label waste remnant 144 of the laminar
material, the     sensor may be located upstream of the label ap-
peripheral label waste portions 142 and those parts  plying station in the
manner shown in Figure 6. of the layer of pressure-sensitive adhesive 122
which are adjacent thereto. The waste is wound     Claims onto a reel 146
for subsequent disposal. The re-  35 lease material 124 with the succession
of self-    1. A method of producing a succession of self- adhesive labels
140 thereon is also wound into a       adhesive labels (6) carried on a
length of re- reel 148 which can be subsequently placed in an        lease
backing material, the method comprising automatic labelling apparatus for
automatic applica-   the steps of:- tion of the self-adhesive labels 140 to
products to  40  (a) providing a laminar material (10) which be labelled.
includes a release backing material as a The control system operates
similarly to that of      lower layer (14) and an upper layer (12) the
first illustrated embodiments of the present         comprised of a web of
self-adhesive backed invention. The web sensor 20 detects a series of
material or a layer of pressure-sensitive ad- marks on the release material
124, and the label  45     hesive; sensor 48 detects pre-printed labels 26
on the           (b) depositing a succession of pre-printed release
material 124. This enables accurate deposi-      labels (26) onto the upper
layer of the tion of the pre-printed labels 26 onto the pressure-
laminar material and adhering the pre-print- sensitive adhesive layer 122
on the laminar ma-          ed labels thereto, the laminar material being
terial Furthermore, the apparatus may be provided   50   conveyed past a
label applying station; and with a "die-chasing" mechanism, such as that
de-         (c) cutting through the upper layer of the scribed in Figures 3
and 4, which ensures accurate       laminar material as far as the release
back- operation of the die-cutting roller 52. If desired, the  ing material
thereby to form the required die servo motor 100 may be controlled in
response        self-adhesive labels; characterised in that to a detection
signal from the label sensor 48   55      the rate of deposition of the
pre-printed rather than the web sensor 20.                           labels
onto the upper layer is controlled by A fourth embodiment of the present
invention          detecting the position of pre-printed labels, is shown
in Figure 6 which illustrates a label pro-      comparing the detected
position with a de- 7 *  C   L  M  S    *   
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the pre-printed labels and      prising means for depositing at a label
apply- changing the said rate of deposition in re-       ing station (34) a
succession of pre-printed sponse to that comparison.
labels (26) onto the upper surface of a laminar material (10), which
includes a lower layer (14) 2. A method according to claim  1 wherein the
5       of a release backing material and an upper pre-printed labels are
detected before they         layer (12) comprised of a web of self-adhesive
have been deposited onto the laminar materi-         backed material or a
layer of pressure-sen- als.
sitive adhesive, the pre-printed labels being adhered to the laminar
material, means for 3. A method according to claim 1 wherein the   10
conveying the laminar material past the label pre-printed labels are
detected after they have      applying station, a cutting device (52, 54)
for been deposited onto the laminar material.            cutting through
the upper layer of the laminar material as far as the release backing
material 4. A method according to any one of claims 1 to         thereby to
form the required self-adhesive la- 3 wherein the desired position of each
pre-  is      bels, characterised by means (48, 648) for printed label is
related to the position of a        detecting the position of pre-printed
labels respective one of a succession of particular         (26), means
(80) for comparing the detected locations on the laminar material.
position with a desired position of the pre- printed labels, means (74) for
controlling the A method according to claim 4 wherein the   20       said
depositing means in response to the succession  of particular locations on
the           means for comparing thereby to change the laminar material
are detected, and wherein          rate of deposition of the pre-printed
labels onto when the position of a pre-printed label is         the upper
layer. detected a label detection signal is produced, and when one of the
particular locations on the   25  9. An apparatus according to claim 8
wherein the laminar material is next detected, a laminar         detecting
means is located upstream of the material detection signal is produced, the
two       label applying station and the detecting means detection signals
are processed to yield an         is arranged to detect the position of
pre-printed error signal which is related to the distance       labels
before they have been deposited on the with the detected pre-printed label
leads or   30    laminar material. lags the desired position and the error
signal is employed to retard or advance the rate of        10. An apparatus
according to claim 8 wherein the deposition of the pre-printed labels.
detecting means is located downstream of the label applying station and the
detecting means 6. A method according to claim 5 wherein the   35       is
arranged to detect the position of pre-printed label detection signal is
employed to initiate      labels after they have been deposited onto the
the count of a series of pulses which represent      laminar material.
distance travelled by the laminar material, the laminar material detection
signal is employed    11. An apparatus according to any one of claims 8 to
stop that count, and the counted number of   40   to 10 further comprising
a second detecting pulses is compared to a particular number of
means (20) for detecting a succession of par- pulses to yield a difference
signal which com-      ticular locations on the laminar material, the
prises the error signal.                             desired position of
each pre-printed label being related to the position of a respective one of
7. A method according to any foregoing claim   45       the succession of
particular locations. wherein the cutting is carried out by a die- cutting
roller which is continuously driven, and  12. An apparatus according to
claim 11 wherein the rotational position of the die-cutting roller is  the
first detecting means is arranged to pro- periodically advanced or retarded
by means of        duce a label detection signal when the position a servo
motor, the servo motor being con-   50       of a pre-printed label is
detected, and when trolled in response to a die error signal which     the
second detecting means next detects one is produced by comparing the actual
rotational       of the particular locations on the laminar ma- position of
the die-cutting roller with a desired   terial, a laminar material
detection signal Is position.
produced, the apparatus further comprising 55      means for processing the
said two signals to 8.  An apparatus for producing a succession of
yield an error signal which is related to the self-adhesive labels (6)
carried on a length of      distance which the detected pre-printed label
release backing material, the apparatus corn-        leads or lags the
desired position and a control 8   
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employs the error signal to retard     keit von dem Vergleich gesteuert
wird. or advance the rate of deposition of the pre- _,    printed labels by
the depositing means.         2. Ein Verfahren nach Anspruch 1, bei dem die
vorgedruckten Etiketten festgestellt werden, 13. An apparatus according to
claim 12 wherein   5     bevor sie auf den laminaren Materialien abge- the
processing means comprises means for           setzt wurden. counting a
series of pulses which represent distance travelled by the laminar
material, the  3. En Verfahren nach Anspruch 1, bei dem die label detection
signal and the laminar material    vorgedruckten Etiketten festgestelit
werden, detection signals being employed to initiate  10   nachdem sie auf
dem laminaren Material abge- and to stop the count, respectively, and means
setzt wurden. for comparing the counted number of pulses with a particular
number of pulses to yield a   4. Ein Verfahren nach einem der Anspr~che 1
bis difference signal which comprises the error        3, bei dem die
Soll-Lage jedes vorgedruckten signal.                                    15
Etiketts auf die Lage einer betreffenden aus elner Folge von besonderen
Stellen auf dem 14. An apparatus according to any one of claims 8
laminaren Material bezogen wird. to 13 wherein the cutting device is a die-
cutting roller which is continuously driven, the  5. Ein Verfahren nach
Anspruch 4, bei dem die apparatus further comprising a servo motor  20
Folge der besonderen Stellen auf dem lamina- which is operable periodically
to advance or       ren Material festgestellt wird, und bel dem retard the
rotational position of the die-cutting  dann, wenn die Lage eines
vorgedruckten Eti- roller and means for comparing the actual rota-    ketts
festgestellt ist, ein Etikettenfeststellsignal tional position of the
die-cutting roller with a   erzeugt wird, und dann, wenn eine der beson-
desired position to produce a die error signal  25  deren Stellen auf dem
laminaren Material als which is employed to control the servo motor.
nachstes festgestellt ist, ein Laminares-Materi- alfeststellsignal erzeugt
wird, wobei die beiden Patentanspruche
Feststellsignale verarbeltet werden, so daB sie ein Fehlersignal ergeben,
welches auf die Ent- 1. Ein Verfahren zum  Herstellen einer Folge   30
femung bezogen ist, mit der das festgestellte selbstklebender Etiketten
(6), die auf einem       vorgedruckte Etikett vor oder hinter der Soll-
Abschnitt elnes Abl6se-AbstUtzmaterials gehal-      Position ist, und das
Fehlersignal dazu verwen- ten sind, wobei das Verfahren die Schritte um-
det wird, die Absetzgeschwindigkeit der vorge- fa~t:
druckten Etiketten zu verz6gern oder zu be- (a) Bereitstellen eines
laminaren Materials  35  schleunigen. (10), das ein Abldse-Abstltzmaterial
als un- tere Schicht (14) und eine obere Schicht     6. Ein Verfahren nach
Anspruch 5, bei dem das (15) einschlieBt, die aus einer Bahn eines
Etikettenfeststellsignal dazu verwendet wird, selbstklebenden,
abgestUtzten  Materials        die Zihlung einer Reihe von Impulsen
elnzulel- oder aus einer Schicht drucksensitiven Kle-  40  ten, welche die
von dem laminaren Material bers besteht;
durchlaufene Entfernung darstellen, wobei das (b) Absetzen einer Folge
vorgedruckter Eti-      Laminare-Materialfeststellsignal dazu verwen-
ketten (26) auf die obere Schicht des lami-      det wird, um diese Zahlung
abzustoppen, und naren Materials und Verkleben der vorge-         die
gezahite Impulszahl mit einer besonderen druckten Etiketten damit, wobei
das lamina-  45  Impulszahl verglichen wird, um ein Differenzsi- re
Material an einer Etikettenaufbringstation    gnal zu ergeben, welches das
Fehlersignal um- vorbeigef0hrt wird; und                          faft. (c)
Durchschneiden der oberen Schicht des laminaren Materials bis zum
Abl5se-Ab-      7. Ein Verfahren nach einem der voranstehenden
stUtzmaterial, urn hierdurch die gewUnsch-  50   AnsprUche, bei dem das
Durchschnelden von ten selbstklebenden Etiketten auszubilden;       einer
Stanzwalze ausgefahrt wird, die kontinu- dadurch gekennzelchnet, daB
ierlich angetrieben ist, und die Rotationsposi- die Absetzgeschwindigkeit
der vorgedruckten        tion der Stanzwalze mit Hilfe elnes Servomo-
Etiketten auf die obere Schicht durch Feststel-    tors periodisch
beschleunigt oder verz6gert len der Lage der vorgedruckten Etiketten, Ver-
55  wird, wobei der Servomotor in Abhangigkeit gleichen der festgestellten
Lage mit einer Soil-   von einem  Stanzfehlersignal gesteuert wird, Lage
der vorgedruckten Etiketten und Verdn-        welches durch Vergleich der
tatsachlichen Ro- dern der Absetzgeschwindigkeit in Abhangig-
tationsposition der Stanzwalze mit einer Soil- *   C   L  M  S    *   
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wird.                               nes Etikettenfeststellsignals
eingerichtet ist, wenn die Lage des vorgedruckten Etiketts fest- Eine
Vorrichtung zur Herstellung einer Folge         gestellt !st, und, wenn das
zweite Feststel- selbstklebender Etiketten (6), die auf einem
lungsmittel als nachstes eine der besonderen Abschnitt eines
Abl6se-AbstUtzmaterials gehal-   5   Stollen auf dem laminaren Material
feststellt, ten sind, wobei die Vorrichtung umfalt: Mittel       Gin
Laminares-Materialfeststellsignal erzeugt zurn Absetzen an einer
Etikettenabsetzstation        wird, wobei die Vorrichtung weiterhin Mittel
(34) einer Folge vorgedruckter Etiketten (26)        zurm Behandein der
beiden Signale umfait, urn auf die Oberfldche eines laminaren Materials
ein Fehlersignal zu ergeben, welches auf den (10), das eine untere Schicht
(14) aus elnem    10   Abstand bezogen ist, mit dem die festgestell-
Ablose-Abst~tzmaterial und eine obere Schicht        ten vorgedruckten
Etiketten vor oder nach der (12) einschlieft, die aus einer Bahn eines
Soll-Lage angeordnet sind, und ein Steuermit- selbstklebenden, abgestUtzten
Materials oder         tel. welches das Fehlersignal ausnutzt, um die aus
einer Lage drucksensitiven Klebers be-           Absetzgeschwindigkeit der
vorgedruckten Eti- steht, wobei die vorgedruckten Etiketten mit  15
ketten durch die Absetzmittel zu verzogem dem  laminaren Material verklebt
sind, Mittel        oder zu beschleunigen. zurn Vorbeibef6rdern des
laminaren Materials an einer Etikettenaufbringstation, eine Schneid-  13.
Eine Vorrichtung nach Anspruch 12, bei der einrichtung (52, 54) zum
Durchschneiden der          die Verarbeitungsmittel umfassen: Mittel zum
oberen Schicht des laminaren Materials bis  20       Zahlen einer Reihe von
Impulsen, welche die zum Abidse-AbstUtzmaterial, um hierdurch die
von dem laminaren Material durchlaufene Ent- gewUnschten selbstkiebenden
Etiketten auszu-         fernung darstellen, wobei das Etikettenfeststell-
bilden,                                              signal und die
Laminaren-Materialfeststellungs- gekennzelchnet durch Mittel (48, 648) zur
Fest-      signale dazu verwendet werden, um die Zah- stellung der Lage der
vorgedruckten Etiketten   25   lung einzulelten bzw. abzustoppen, und
Mittel (26), Mittel (80) zum Vergleich der festgestell-     zum Vergleich
der gezAhiten Impulszahl mit ten Lage mit einer Soll-Lage der vorgedruckten
einer besonderen Impulszahl, um ein Differenz- Etiketten, Mittel (74) zur
Steuerung der Absetz-     signal zu erhalten, welches das Fehlersignal
mittel in Abhangigkeit von den Vergleichmit-         umfal3t' teln, um
hierdurch die Absetzgeschwindigkoit  30 der vorgedruckten Etiketten auf die
obere        14. Eine Vorrichtung nach einem der AnsprUche 8 Schicht zu
verindern.                                bis 13, bei welcher die
Schneideinrichtung eine kontinuierlich angetriebene Stanzwalze ist, und 9.
Eine Vorrichtung nach Anspruch 8, bei der die        die Vorrichtung ferner
umfaSt: einen Servomo- Feststellungsmittel in Laufrichtung vor der Eti-  35
tor, der periodisch betatigbar !st, um die Rota- kettenaufbringstation  und
derart angeordnet         tionsposition der Stanzwalze zu beschleunigen und
ausgebildet sind, daB sie die Lage der           oder zu verz6gern, und
Mittel zurn Vergleich vorgedruckten Etiketten feststellen, bevor diese
der tatsachlichen Rotationsposition der Stanz- auf dem laminaren Material
abgesetzt wurden.         walze mit einer Soil-Position, um ein Fehlersi-
40      gnal zu erzeugen, welches zur Steuerung des 10. Eine Vorrichtung
nach Anspruch 8, bei der die        Servomotors benutzt wird.
Feststellungsmittel in Laufrichtung hinter der Etikettenaufbringstation
angeordnet und  so     Revendications ausgebildet sind, daS sie die Lage
der vorge- druckton Etiketten feststellen, nachdem diese   45   1. Procedd
de fabrication d'une succession d'6ti- auf dern laminaren Material
abgesetzt sind.          quettes auto-adh~sives (6) port~es le long d'un
materiau d'appui detachable, ce proc~dd corn- 11. Eine Vorrichtung nach
einem der AnsprUche 8         prenant les 6tapes suivantes: bis 10,
weiterhin umfassend ein zweites Fest-          a) prevoir un matkriau (10)
en forme de stellungrmiftel (20) zur Feststellung einer Fol-  50  feuille
qui comprend un mat~riau d'appui ge von besonderen Stellen auf dern
laminaren           detachable en tant que couche inf~rieure Material,
wobei die Soll-Lage jedes vorge-             (14) et une couche supnrieure
(12) consti- druckten Etiketts auf die Lage einer betreffen-        tuWe
d'une bande de matdriau rev~tu d'un den aus der Folge der besonderen
Stellen               auto-adhesif ou d'une couche d'un adhesif bezogen
ist.                               55          sensible a une pression; b)
deposer une succession d'dtiquettes 12. Eine Vorrichtung nach Anspruch 11,
bei der             preimprimees (26) sur la couche superieure das erste
Feststellungsmittel zur Erzeugung ei-        du materiau en forme de
feullle et coller les 10 *   C   L   M   S   *  
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preimprimees sur cello-cl, le ma-     signal de detection de materiau en
forme de t~riau en forme de feuille etant transporte      feuille est
utilisb pour arr8ter ce comptage, et devant un poste d'applicalion
d'etiquettes;      le nombre d'impulsions comptees est compare et
a un nombre d'impulsions particulier pour four- c) dbcouper a travers la
couche superioure   5   nir un signal de difference qui comprend le du
mat~riau en forme de feuille jusqu'au         signal d'errour. materiau
d'appui detachable pour former ainsi les 6tiquettes auto-adh6sives requises
7. Procedb selon P' une quelconque des revendi- cations precedentes, dans
loquel la decoupe caract6ris6 en ce que la vitesse de dep8t   10   est
offectuee par un rouleau de decoupe a des 6tiquettes preimprimbes sur la
couche       lVemporte-pikce qui est entraih6 en continu et supbrieure est
command6e par la dbtection       la position en rotation du rouleau de
decoupe de la position des btiquettes preimprim6es,      a l'emporte-pibce
est periodiquement avanc~e la comparaison de la position ddtectde avec
ou retardde par un moteur asservi, le moteur une position d6sir~e dos
6tiquettes prdim-   15  asservi btant command4 en reponse & un si- primbes,
et une modification de ladite vites-    gnal d'erreur de dbcoupe qui est
produit en so de dep8t on rdponse a cette comparai-         comparant la
position de rotation en cours du son.
rouleau de dbcoupe a l'emporte-pibce A une position ddsiree. 2. Proced4
selon la revendication 1, dans lequel  20 les etiquettes pr6-imprimbes sont
dbtectees     8. Appareil de fabrication d'une succession d'eti- avant
d'Otre depos6es sur le materiau en for-      quettes auto-adh~sives (6)
portees le long d'un me de feuille.
materiau d'appui dbtachable, cot apparsil corn- prenant des moyens de d~p8t
au niveau d'un 3. Procede selon la revendication 1, dans lequel  25   poste
d'application d'btiquettes (34) d'une suc- les etiquettes prdimprim6es sont
detect6es         cession d'6tiquettes pr6imprimees (26) sur la aprbs dep8t
sur le matbriau en forme de feuil-     surface sup6rleure d'un materiau en
forme de le.                                                feuille (10)
qui comprend une couche Inferieu- re (14) d'un materiau d'appui detachable
et 4. Procede selon l'une quelconque des revendi-  30     une couche
superieure (12) constituee d'une cations 1 & 3, dans lequel la position
d~sirde     bande de materiau rev~tu d'un auto-adhesif ou de chaque
etiquettb preimprlm6e est liee a la      d'une couche d'adh~sif sensible a
une pres- position de l'un respectif d'une succession        sion, les
etiquettes prelmprimees etant collees d'emplacements particuliers sur le
mat6riau en     au materiau en forme de fouille, des moyens forme de
feuille.                          35       pour faire passer le materiau en
forme de feuille par un poste d'application d'tiquettes, 5. Proced6 selon
la revendication 4, dans lequel       un dispositif de decoupe (52, 54)
pour d6cou- la succession d'emplacements particuliers sur      per &
travers la couche superieure du materiau le materiau en forme de feuille
est dbtectee et    en forme de feuille jusqu'au mat6riau d'appui dans
lequel, quand la position d'une 4tiquette  40  d~tachable, pour former
ainsi les 6tiquettes pr6imprimee est detect~e, un signal de d6tec-
auto-adhesives requises, caract6ris6 par des tion d'btiquette est produit,
et quand l'un des     moyens (48, 648) pour d6tecter ia position des
emplacements particuliers sur le mat6riau en       6tiquettes preimprimdes
(26), des moyens (30) forme de feuille est ensuite ddtect4, un signal    de
comparaison entre la position d~tectee et de detection de matdriau en forme
de feuille  45    une position dbsir~e des btiquettes prdimpri- est
produit, les deux signaux de d6tection          mbes, des moyens (74) pour
commander les etant traites pour fournir un signal d'erreur qui   moyens de
d6p8t en reponse aux moyens de est associe & la distance dont i'etiquette
comparaison pour changer ainsi la vitesse de pr6imprim6e ost en avance ou
en retard par         d~p8t des etiquettes preimprimbes sur la cou- rapport
& la position desir6e, et le signal d'er-  50  che supbrieure. rour est
utilise pour retarder ou avancer la vitesse de d~pot des etiquettes
pr~imprim6es.   9. Appareil selon la revendication 8, dans loquel les
moyens de detection sont situds en amont 6. Procbd4 selon la revendication
5, dans loquel       du poste d'application d'etiquettes et les le signal
de detection d'6tiquette est utilise  55  moyens de dbtection sont disposes
pour de- pour initialiser le comptage d'une succession      tecter la
position des 6tiquettes preimprimees d'impulsions qui repr6sentent la
distance par-     avant qu'elles n'aient ete d6posees sur le ma- courue par
le materiau en forme de feuille, le     teriau en forme de feuille. 11  
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la revendication 8, dans lequel     piece et des moyens pour comparer la
position des moyens de detection sont situ6s en aval        en rotation en
cours du rouleau de ddcoupe & du poste d'application d'etiquettes et les
l'emporte-pikce avec une position d~sir~e pour moyens de d6tection sont
dispos6s pour d6-         produire un signal d'erreur de d6coupe qui est
tecter la position des etiquettes pr~imprim6es   5  utilise pour commander
le moteur asservi. aprbs qu'elles ont 6t% d6posdes sur le mate- riau en
forme de feuille. II. Appareil selon l'une quelconque des revendi- cations
8 A 10, comprenant en outre, des se-  10 conds moyens de d~tection (20)
pour detecter une succession d'emplacements particuliers sur le materiau en
forme de feuille, la position ddsiree de chaque 6tiquette pr6imprimde 6tant
associle a la position de l'un respectif de la  15 succession
d'emplacements particuliers. 12. Appareil selon la revendication 11, dans
loquel les premiers moyens de d6tection sont dispo- sds pour produire un
signal de detection d'6ti-  20 quette quand la position d'une etiquette
preim- primde est d6tect6e, et, quand les seconds moyens de d6tection
detectent ensuite l'un des emplacements particuliers sur le matdriau en
forme de feuille, un signal de detection de   25 mat~riau en forme de
feuille est produit, I'ap- pareil comprenant en outre des moyens de
traitement des deux signaux pour fournir un signal d'erreur qui est associ6
& la distance dont l'Ntiquette pr~imprimee d~tectde est en   30 avance ou
en retard par rapport A la position d~sir~e et des moyens de commande qui
utli- sent le signal d'erreur pour retarder ou avancer la vitesse de d~p8t
des 6tiquettes prdimpri- m~es par les moyens de d~p8t.              35 13.
Appareil selon la revendication 12, dans lequel les moyens de traitement
comprennent des b, moyens pour compter une succession dOimpul- sions qui
representent la distance parcourue   40 par le matdriau en forme de
feuille, le signal de detection d'6tiquette et les signaux de dd- tection
du materiau en forme de feuille 6tant utilis6s pour initialiser et arr8ter
le comptage, respectivement, et des moyens pour comparer  45 le nombre
d'impulsions comptdes A un nom- bre d'impulsions particulier pour foumir un
si- gnal de difference qui comprend le signal d'er- reur. 50 14. Appareil
selon l'une quelconque des revendi- cations 8 a 13, dans loquel le
dispositif de d~coupe est un rouleau de de dccoupe a 1'emporte-pice qui est
entraInM en continu, I'appareil comprenant en outre un moteur as-  55 servi
qui est actionnable de fagon periodlque pour faire avancer ou retarder la
position en rotation du rouleau de d~coupe & l'emporte- 12    


