DESCRI PTION Title of Invention METHOD AND APPARATUS FOR MANUFACTURI NG
ADHESI VE PATCH 5Technical Field [0001] The present invention rel ates
to an adhesi ve patch such as a poultice or a plaster, and in
particular, to a method and an apparatus for manufacturing the
adhesi ve patch. Background Art 10[0002] An adhesive patch usually

i ncl udes a support nade of a woven fabric, a nonwoven fabric, or the
| i ke, a pressure-sensitive adhesive agent |ayer provided on one
surface of the support, and a rel BEBSCRIPTIOMI ch is rel easably
attached to the pressure-sensitive adhesive agent |ayer. Further, a
per cut aneous| y Tafbs of batenéiotdr ug and the |ike are 15contained in the -
pressure-sensitive adhesive agent formng the pressure-sensitive
hdhesi ve agent MEJHOD Aot AP RARATHSIHOB MANWEA 6 TAR G ADUESIVECh,
ease in applyiﬂg t he skin has been al ways required. Therefore,
conventi onal | y3 REEEsi ve pat ches as described, for exanple, in the

fol | ow ng Pat e%ch"ﬁi}:i?lrl*ai%ﬁ es 1 20to 4 have been proposed.

[0001] The present invention relates to an adhesive patch such as a
poultice or a plaster, and in particular, to a method and an apparatus for
manufacturing the adhesive patch.
Background Art
10 [0002] An adhesive patch usvally includes a support made of a woven
fabric, a nonwoven fabric, or the like, a pressure-sensitive adhesive
agent layer provided on one surface of the support, and a release sheet
which is releasably attached to the pressure-sensitive adhesive agent
layer, Further, a percutaneously absorbable drug and the like are
15 contained in the pressure-sensitive adhesive agent forming the
pressure-sensitive adhesive agent layer.
[0003] With respect to such an adhesive patch, ease in applying to the
skin has been always required. Therefore, conventionally, adhesive
patches as described, for example, in the following Patent Literatures 1
20 to 4 have been proposed.
[0004] The adhesive patches described in Patent Literatures 1 and 2
include a support having stretching properties and a release sheet
releasably attached to a pressure-sensitive adhesive agent layer on the
support, and a perforated line is formed in the central portion of the
25 release sheet. At the time of using this adhesive patch, first, the
adhesive patch is pulled to the right and left to 1ip the perforated line



[ 0004] The adhesive patches described in Patent Literatures 1 and 2
I ncl ude a support having stretching properties and a rel ease sheet
rel easably attached to a pressure-sensitive adhesive agent |ayer on
t he support, and a perforated line is forned in the central portion
of the 25rel ease sheet. At the tinme of using this adhesive patch,
first, the adhesive patch is pulled to the right and left to rip the
perforated line apart, to expose the pressure-sensitive adhesive
agent |ayer. Thpar, tbhexpesepthecptcpmrd-pensitive aﬂ‘mbivemgient tdyer. s KThen, drd
thereafter, the rel ease sheet is renoved. [0005] Further, the

adhesi ve pat cheypesedipoedon s apalied o thetskimtanddharenBern thesrelaabe shage is
patch in which two | ease sheets are placed on a pressure-sensitive
adhesi ve agentf@39@¥f and an inner end of one of the rel ease sheets

T A e S A T
!

2571, 5 b B AR T AR IR et Y

ot Sene By BMABE AR L BRI PR

Literature 4 i gelgdiedhBeSs! ¥ FoRRHC Mnd ‘ﬁﬁh&heﬁd"ﬁfﬂﬁ% 62f rlBaR! shetf &

pl aced on a 15 pressure-sensitive a esive agent layer in a state in

whi ch the two sepeppesRdsdielesiohicd ﬁdi‘ﬁ@ﬁCtIﬂ/@ldl 4o haledtiveOpash, lsechbel

agai nst each other with their folded lines. In this adhesiVve patch as
wel I, in the sime pessiblestotpinclathedblded pratioh od dec efid awberposedtthaton,

Literature 3, it is possible to EI nch the folded portion to easily
rel easel@ he reltedse pohsibles thr castherapvesther eelmssi sheats aftbesi the
agent | ayer.
J Y pressure-sensitive adhesive agent layer, thereby easily applying to the
skin,

[0006] Moreover, the adhesive patch described in Patent Literature 4 is

an adhesive patch in which two release sheets are placed on a
15 pressure-sensitive adhesive agent layer in a state in which the two
release sheets are respectively folded so as to butt against each other
with their folded lines, In this adhesive patch as well, in the same way
as the adhesive patch described in Patent Literature 3, it is possible to
pinch the folded portion to easily release the release sheets from the
20 pressure-sensitive adhesive agent layer.
[0007] Further, the adhesive patch described in Patent Literature 5 is &
wound dressing, that is a so-called adhesive plaster, which is different
from an adhesive patch, and this is an adhesive patch which is designed
for easily releasing of the release sheet.  That is, this wound dressing is
25 formed, in the same way as the adhesive patch described in Patent

Literature 4, such that two release sheets are placed on a



[ 0007] Further, the adhesive patch described in Patent Literature 5
is a wound dressing, that is a so-called adhesive plaster, which is
different from an adhesive patch, and this is an adhesive patch which
is designed for easily releasing of the release sheet. That is, this
wound dressing is 25fornmed, in the sanme way as the adhesive patch
described in Patent Literature 4, such that two rel ease sheets are

pl aced on a pressure-sensitive adhesive agent layer in a state in
whi ch t he ends pofssiieesehsitive ellbesive apert layéruint 2 agwe ixs twheels theoendsr of
Then, pull-tabs for pulling the release sheets to rel ease the rel ease
sheets are adhdredwooeldsee shdets dntt against eacly otheres Thens pullrtalspdort i ve
rel ease sheets. |n this 5 wound dressing, configured in this way as

wel I, in the sBHENgANE selepseshepts Jo gelsaseithe delppsersheetsiare pebarad &0 the 3
and 4, it is possible.to, pinch.the pull-tabs to easily, rel ease the
rel ease sheet se\a&%ﬁptﬂ@ Bﬁ%u?lgﬁ’%é)gs'l?i W%W@sf%sﬁgﬂ}??tsi aj’ér. 15
[0008] The aboye-dascribed. c entiopal adhesi ve .pat ches and woynd 10
dressing’are r é’b’g@ﬂ%@r@f‘&g ??Pfﬁ%%%“} ﬂu%glsag %fwilﬁdﬁ?‘i}ﬁﬁ‘%‘ﬁ.w%ﬁ%ﬂbﬂr,
in the adhesiv i o n hter when
t he exposed po??%%%ﬁ%%?%%tggggrlﬂgf%g%éi%t %déhﬁéﬁ%i)%%ﬁlgétgﬁ?ﬂﬁ;lﬁ@h& IS
applied to the I { o116 Ml 6l t H’ﬁﬁ‘ ~ 1
per f or at ed Iing‘,ﬁh-:t%b@n{gy Slelyéﬂle% cuetljetﬁggefgelfeggﬁferét e%r%F%g%egs 1etle"?'ée in
sonme cases. 15hH8KH3B]e nt]ggept her hand, with respect to the adhesive
pat ches described in Patent Literatures 3 and 4 and the wound

dressi ng descr [0{#)8] iThePstiozstdesirisachcomentiondl hehesive pattheadvdwagel
that it is easy to release the rel ease sheets fromthe

pr essur ) sensi diegsingdhersspectivgbninprayed imesssufepplieationr dHpwevdrpms t o
be pi nched. Howevey, there.is a 2Q problemthat medicinal_ properties
inthe pressurl\fes sive\patehen deserebedgiantatenh loiternbies bandad, when the

super posed portion gr the buttin ortion of the two rel ease sheets.
100101 Fur t her SKRRSER DPELGHLRh the STeE esamiive achet i s 10155 SapRiic
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may be difficult to release the release sheet in some cases,
15 [0009] On the other hand, with respect to the adhesive patches

described in Patent Literatures 3 and 4 and the wound dressing
described in Patent Literature 5, there is the advantage that it is easy to
release the release sheets from the pressure-sensitive adhesive agent
layer because there are portions to be pinched. However, thete is a
20 problem that medicinal properties in the pressore-sensitive adhesive
agent layer leak out of the superposed portion or the butting portion of
the two release sheets,
[0010] Further, with respect to the adhesive patch described in Patent
Literature 3, because the folded portion in the one of the release sheets
25 and the end of the other release sheet superposed thereon are directed in

the same direction, it is configured to be able to pinch the release sheet



25and the end of the other rel ease sheet superposed thereon are
directed in the sane direction, it is configured to be able to pinch
the rel ease sheet only fromone side, which is inconvenient.

Mor eover, a special sheet folding device is required in order to fold
t he rel ease sheets, which also brings about the problemof an

I ncrease in the cost of manufacturing the adhesive patch. 5[0011]
Also, with respect to the adhesive patch described in Patent
Literature 4, anly froasenmbidbpiichoistineomehizase Muoredverdaspagalt dheet
manuf acture thereof is necessary, and noreover, it is necessary to
accur at el y but folding deslicti isgequinedsinodrdento fold thetadense shoatatwhich alsoder
to suppress | eakage of the nedicinal properties as | ow as possible,
whi ch 10nmakes Pringxab@she prblem ofian inesrenserinibe costofirnanudaptudng the
patch. [0012] Fyrther, with respect to the configuration described in
Pat ent Literat#8 SBYePariigYPhe same way as the adhesive patch described
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hi gh strength at are adheretf to one another is to

and therefore, aéduratelydbhifitBe/ fbldiey tiubs of the (W0 Bleakd! ShEKS in Wrldt to

respect to the wound dressing described in Patent 20 Literature 5,

because rel eassusirestlealedge cfttharmédicingl plopeitidsl & loes bs pastisieatvhidhe
time of pulling the pull-tabs to release the rel ease sheets,
anti - r el@asi ngmalranit ektemghedifficulhtp mehefasiungthefadhksive patehse sheet s

are provided at the edges of the wound_dressing. Manwhile, the
manuf act uri ng H?Qi@éﬁlrﬁlﬁér‘é’abe@spﬂcé tpribe ceonfignratione deseribed vindPatgnit he

zoanti-rel easi po A0, ift e Same way as 1he adhestve Datch descrbed i Patont®
Literature 4, it is necessary to accurately butt the release sheets and the
pull-tabs. Further, even when the sheet material and the tab material
15 are cut after the pull-tabs (tab material) before cutting are adhered to the
release sheets (sheet material) before cutting, there is a problem that the
portion with high strength at which both are adhered to one another is to
be cut, and therefore, it is difficult to cut it.
[0013] Further, with respect to the wound dressing described in Patent
20 Literature 5, because release sheets are separated with little resistance at
the time of pulling the puil-tabs to release the release sheets,
anti-releasing means for preventing releasing of the release sheets are -
provided at the edges of the wound dressing, Meanwhile, the
manufacturing process increases one process or more by providing the
25 anti-releasing means, which brings about the problem of requiring time

and cost for manufacture. Further, as the anti-releasing means, there is



and cost for manufacture. Further, as the anti-rel easing neans, there
iIs a folding type (refer to Fig. 5 in Patent Literature 5) or aclip
type (refer to Fig. 6 in Patent Literature 5). However, with these
types, projecting portions are fornmed on the surface of the wound
dressing, which nmay hinder applying it to an affected area.
Therefore, such projecting 5portions are unsuitable for a | arge-size
wound dressing such as a poultice or a plaster. [0014] Furthernore,
with respect t a foldingtypki(mpieato Figs5 de Petenbbiteratndt)enta dlipt ypatrefes 3
to 5, because the two rel ease sheets are not conbi ned, both may have
a position gapto Big. e Ragert diitegatunep?). adlowener1withdlasiseityipds, prajgaing es
easily leak out in such a case, which |leads to the problemin view of
stability in dp%loﬁérﬂﬁ%f%lil%ﬁpﬂlihﬁﬁ fce aid thesworah deessinge iwhielh maye
rel ease sheets, def orns. t.he .support at the ti of pulling the fplded
portions or th I 13PPRARg ‘aﬁgcﬂn cisidi Atpean ergﬁ)ﬁq,omcglnpg}]ectmg
wrinkl i at the fine of a L cat.d on. ch: id ef.fec 5 due to
a position gappﬁ%%’gﬁe@eaf%ﬁﬁ%hfe i Bala?g%'ﬁﬁzgrglgﬁﬂ{l h@e%i%ﬁ%aﬁ &hs
described in P o res 4 and 5 in which the ends are nerely
brought to but @gg?his%%g%?:# ot her. [0015] As described above, there

zéﬁeZ?CLOEZt g;}f%gﬁ@%@@%ﬁﬁ%k@&@'mt&%hm{ﬁggirmonﬁa@gc%@a% an
Patent Literatures 3 to 5, because the two release sheets are not
combined, both may have a position gap, or may be turned up, and the
10 medicinal properties easily leak out in such a case, which leads to the
problem in view of stability in drug formulation. Further, a position
gap between the release sheets deforms the support at the time of
pulling the folded portions or the pull-tabs, which may bring about a
problem of wrinkling at the time of application. Such a harmful effect
15 due to a position gap becomes apparent in particular in the
configurations described in Patent Literatures 4 and 5 in which the ends
are merely brought to butt against each other,
[0015] As described above, there are various problems in the
conventional technologies. Therefore, an adhesive patch which is
20 easily applied to the skin and its manufacture is easy has been
demanded.
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Summary of Invention
Technical Problem
10 [0017] In consideration of the above-described circumstances, the
inventor, et. al,, have devised a novel adhesive patch. An object of the
present invention is fo provide a method and an appatatus suitable for
manufactiring the novel adhesive patch.
Solution to Problem
15 [0018] An adhesive patch manufactured by an adhesive patch
manufacturing method or an adhesive patch manufacturing apparatus
according to the present invention includes a support, a
pressure-sensitive adhesive agent layer provided on one surface of the
support, a release sheet which is releasably attached to the
20 pressure-sensitive adhesive agent layer, and a weakened part which is
formed in the release sheet, the weakened part being for easily dividing
the release sheet into two parts, and further in the adhesive patch, a
pinching piece forming sheet is fixed on the release sheet such that the
pinching piece forming sheet covers the weakened part, and portions of
25 the pinching piece forming sheet which are other than the at least one

fixed portion function as pinching pieces, and in the pinching piece



Techni cal Probl em 10[ 0017] In consideration of the above-descri bed
circunstances, the inventor, et. al., have devised a novel adhesive
patch. An object of the present invention is to provide a nethod and
an apparatus suitable for manufacturing the novel adhesive patch.
Solution to Problem 15[0018] An adhesive patch manufactured by an
adhesi ve patch manufacturing nmethod or an adhesive patch

manuf acturi ng apparatus according to the present invention includes a
support, a prefamingsheetj 4 iweekaratamiryforzgeily divadiag the mlexe dheet intve
surface of the support, a release sheet which is rel easably attached
to the 20 prestue pageisfarngd shatesition eoymspordingto thmweakeansd

part which is fornmed in the rel ease sheet, the weakened part bejng
for easily divihf ]r';'geﬂsﬁeshﬁ%ﬁ- edB easiadar, ithe supnast 959%@@}31%@8 sligtch®g i n

t he adhesi ve patch,..a pinchi i ece, form sheet s fixed,on the
rel ease sheet BYRPETRESat ﬁws&%ﬁ%ﬁed Isﬁ%g'bi]qg@r‘ﬂ?”r‘i? tbﬁé‘él?a*"@cﬁb@? e
weakened, part, ,;and: tions ef 25th I pchi | ece f.orm t

wht ohars ot helt PiRpkaAEe frmrs ofieftdli U Perfer bl By Ble

pi nchi ng pi ece&eﬁ@ﬂghn t he pinching piece formng sheet, a weakened
part for easily di ing the rel ease sheet into two parts is formed

t iti j t
at a position R ulPirqi,%O%l Ngn tRIkEBGe ’2@?’? gts pRiced hﬁﬁrlﬁgﬁ&ﬁ%ely

sheet . I'n partlcul e support preter s*stretchi
properties. Thignied inehadieided rbshep@es kdlefetdetls\Hyddividiag the eslesse

sheet and 5t he pinching piece formng sheet along'the weakened parts
by pulling sheet and the pinching piece forming sheet along the weakened parts,
10 Therefore, it is possible for a user to easily release the release sheet
from the pressure-sensitive adhesive agent layer by use of the pinching
pieces, and further, the pieces may be utilized such as for positioning the
adhesive patch. Further, the release sheet is configured as one sheet
before use, and therefore, the problems of leakage of medicinal
15 properties and wrinkling of the adhesive patch due to a position gap in
the release sheet as release sheets in the conventional configurations
described in Patent Literatures 3 to 5 do not ocour,
[0020] Such an adhesive patch is manufactured by the following
method. That is, a method for manufacturing the adhesive patch
20 according to the present invention includes a first step of forming a
pressure-sensitive adhesive agent layer on a support, a second step of
fixing a pinching piece forming sheet on a release sheet, a third step of
forming a weakened part in the release sheet and the pinching piece
forming sheet, and a fourth step of releasably adhering the release sheet
25 on which the pinching piece forming sheet is fixed, that has been

obtained in the third step, fo the pressure-sensitive adhesive agent layer



t he support. [0019] In such an adhesive patch, pinching pieces are
respectively fornmed in the divided respective rel ease sheets by
dividing the rel ease sheet and the pinching piece form ng sheet al ong
t he weakened parts. 10 Therefore, it is possible for a user to easily
rel ease the rel ease sheet fromthe pressure-sensitive adhesive agent

| ayer by use of the pinching pieces, and further, the pieces may be
utilized such as for positioning the adhesive patch. Further, the

rel ease sheet br thestpput,aiatkasobeenstldeainet dh dhe fustesteran dThé fixifgire,
the problens of |eakage of nedicinal 15 properties and winkling of

t he adhesi ve ptheciscandstep iapisderablyoanigthonirbit hbeatecalingmethogt as

rel ease sheets in ﬁhe conventi onal configuratgﬁns descri bed in Patent
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sheet, and a f gyiifo $h&R. OThaeksems Mbthod Hehders | Faviadiagt
250n whi ch theﬂ%i n_c%i ng pi ece fS’orm' ng gﬁeet (I!S fﬁ(&ggfeﬁt hat gﬁlz‘giﬁgeaen
obt ai ned i n t hfirdtkontnshepwel wHidtewilt Bs she ﬁij%@gﬂﬁﬂbmvﬁﬁ?@@@n&réﬂem

| ayer on the support, that has been obtained in the first step. The
fixing in the sefonda prespuresepsitive ndidsyvecagenk éxyeooh thy fiastheatinges | ng
met hod. [0021] Further, the present invention relates to a nethod for
conti nublisl y nuehf asecondhgepdfamiwindipgta sesond anttinnowshweb culsich wille

be the release sheet from a second original roll, unwinding a third
continnous web which will be the pinching piece forming sheet from a
third original roll, and superposing the third continuous web on the
second continuous web to fix both sheets, a third step of forming a
15 weakened part in the second continuous web and the third continuous
web which are fixed, a fourth step of releasably adhering the second
continuous web to which the third continuous web is fixed, that has
been obtained in the third step, to the pressure-sensitive adhesive agent
layer on the first continnous web, that has been obtained in the first step,
20 so as to form a laminated body, and a fifth step of cutting out the
laminated body obiained in the fourth step to a predetermined size, so as
to form the adhesive patch. In this case as well, the fixing in the
second step is preferably carried out by a heat-sealing method.
[0022] In addition, as a place in which the weakened pérts is formed, in
25 the case where there is one fixed portion, the weakened parts may be on

the fixed portion., However, in the case where fixed portions are



5 adhesi ve patches are manufactured from continuous webs respectively
conposi ng the support, the rel ease sheet, and the pinching piece
formng sheet. That is, the nethod includes a first step of unw nding
a first continuous web which will be the support froma first

original roll, to forma pressure-sensitive adhesive agent |ayer on
the first continuous 10 web, a second step of unw nding a second
conti nuous web which will be the rel ease sheet froma second original
rol I, unw ndi ngrevidéd ratl teentplavenu theneealibrerh paith | arbeptelferabiyn corinmeg]
piece formng sheet froma third original roll, and superposing the
third conti nuobetvieed tha twisefixed potiarsnt iThio iss bersse ¢he istiffbesshos Hiet s,

a third step of formng a 15 weakened part .in {he cond conti nuous
web and the thﬁm@g‘@fﬁh@&@dmﬁiwiwg&l‘eﬂw&& ngﬁmﬁa@w@@éﬁm
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the presgsure-s | ] esl ve agent. | ayer on the first continuous
web, that has ﬁ@@%ﬁ%ﬁgﬁﬂ@d@%ﬁﬁ&?- 0p- step, 20so as to forma
| am nat ed body Fehl.l{hﬂ tk p L ng,.0 e ' e
obtained in thg)@ggrt S?E’egh ts%lgacfgn%eeﬁﬁééé mﬁlr?egélse%zée,Shg‘é? Egltet ge%?pr/n
the adhesive p R 48P &dS éii[l‘ll&ﬁlll i fﬁhﬁ% hgnse
step is preferg(gllsi{/hugg_rrfvgdfout g'i/ g’ eatgs%gﬁr% nme lgg?ét[ gdéng I'n
addi tion, as ac@ittRusWol)ies fixee Byehdaeesling ihe réléaseihetand/br RS he
case where there is one fixed portion, the weakened parts may be on
the fixed port pmchingavieseformig sheet tapessily skrunkx e Hoveever,dnthacase
provided at two places, the weakened parts are preferably forned
bet weeni@ he twahttexdw fixedi portion Tikimaricavere daiss posditde stoi $uppress such he
strength of the fixed portion is higher than that of the place, other

than the fixedshséragen, Basacbon shik point; 1tis sxiromely effectivel tp formfixed; he

weakened Spart }S)o i%%‘é‘%? Pwé Bﬁcés\?%ﬂiéﬁ( ﬁgcrgé)sre'ts I‘[ﬁ)e,nws;svidths of the fixed portions.

[0024] Further, another aspect of the present invention relates to an
adhesive patch manufacturing apparatus, the adhesive patch
15 manufacturing apparatus includes a spreading and adhering unit which
spreads and adheres a pressure-sensitive adhesive agent on a first
continuous web which is unwound from a first original roll, to be the
support, to form a pressure-sensitive adhesive agent layer, a fixing unit
which superposes a second continnous web which is unwound from a
20 second original roll, to be the release sheet, and a third continuous web
which is unwound from a third original roll, to be the pinching piece
forming sheet, to fix both sheets, a weakened part forming unit which
forms a weakened part in the second continuous web and the third
continuous web fixed by the fixing unit, a laminated body forming unit
25 which releasably adheres the second continuous web to which the third

continuous web is fixed, which has passed through the weakened part



[0023] Further, in the case where the rel ease sheet (the second
conti nuous web) and the pinching piece formng sheet (the third
conti nuous web) are fixed by heat-sealing, the rel ease sheet and/or
t he pinching piece form ng sheet is possibly shrunk. However, in the
case 10 where the fixed portion is narrower, it is possible to
suppress such shrinkage. Based on this point, it is extrenely
effective to formfixed portions at two places, which decreases the
wi dt hs of the ffompiigpuont, totle pfasReisemsitive adhesiveorpent laggrant theffitshe
present invention relates to an adhesive patch manufacturing )
appar at us, t he caatigugevpiyt whichhaggassedcihuoughgtheapaeastiog and edbering a
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continuous web fixed by the fixing unit, a | am nated of m ng

unit 25whi ch r at@asaativn addvdseanthe seend hoeomuldlvaudevied Whickhiagd
the third continuous web is fixed, which has passed through the
weakened part chpehie f acdumulaiing Hhe pseessd rensiansug iweb adtethiev thiafent
| ayer on the first continuous web, which has passed through the
spreadi h§ and gaminuavg web are peefarabl réspeetively arovided dnbthgyypsirednn
cutting unit whjch cuts out the |am nated body obtained, by the
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formng unit. By providing such accurnul ati on devi ces, during

of the second ehidh areotsntisgbuglpdied Heorh the decumd! diigiaalsroleind yhe erd

heat - sealing device, it is possible to tenporarily 15 accumulate the
second cont i nuotiginatiolhby thé &rsthrccdmnbationnlevics, aed thdrefone ahere is no
continuously fed fromthe second original roll and the third original

rol | by the fiheed docaiap deeding dthg sevonghontisneysorwsh tanst he sthil
need to stop feeding the second cqntinuous web gnd the thjrd
cont i nuous webmlrfml%%mh t %ﬁ%&s’é%mm%mﬁfﬁ @mmu@wgm?ea@&b@ segd

second

20 continuous web and the third continuous web which are accumulated by
the second accumulation device to the downstream side, and it is
possible to perform the continuous manufacturing processes
uninterruptedly, which makes it possible to improve the efficiency of the
manufacture of adhesive patches,

25 Advantageous Effects of Invention
[0026] In the adhesive patch according to the present invention, there is

10



20 continuous web and the third conti nuous web which are accunul at ed
by the second accunul ation device to the downstream side, and it is
possible to performthe conti nuous manufacturing processes

uni nterruptedly, which nmakes it possible to inprove the efficiency of
t he manufacture of adhesive patches. 25Advant ageous Effects of

I nvention [0026] In the adhesive patch according to the present

I nvention, there is no nenber for which folding processing is
necessary. Thenefmember fort Whichnfuldiagt procesgingeishoetessady. applasrafars, as
wel |, a special folding device or the like is not necessary, and its
manuf act ur e i stheasyanufantuting maehedand apparatus| asasvelly ansperialafolding
described in Patent Literature 5 5as well is not necessary, ,its
manuf act ure i sdewsy o the 3wkeoﬂs tTHIE STIGEES ALY, Fhd iy dpanufpeiare s i easgncy

e g N S S o RERBARA S s B
00271 RO, b LR SHE oL ARSI S5 A Bhaois
sppar s 10 TABIRE! W DARSESTSH BniBEAIE IPUEPIeY. IR ey B9
2. EhoOER, AR LI, Ay bt
Brief Description of Drawings
[0027] Fig. 1 is a perspective view schematically showing an
10 embodiment of an adhesive patch manufactured by a method and an
apparatus for manufacturing according to the present invention.
Fig. 2 is a plan view showing the adhesive patch of Fig. 1.
Fig, 3 is a side view showing the adhesive patch of Fig. 1.
Fig, 4 is a cross-sectional view schematically showing a
15 pinching piece forming sheet of a two-layered structure.
Fig. 5 is a partial cross-sectional view of the adhesive patch
showing a modified example of a weakened part.
Figs. 6 are explanatory diagrams showing a procedure for
applying the adhesive patch.
20 Fig, 7 is an explanatory diagram showing a basic method for
manufacturing the adhesive patch of Fig. 1.
Fig., B is an explanatory diagram showing a manufacturing
method and a manufacturing apparatus in the case where the adhesive
patch of Fig. 1 is continuously manufactured.

25 Fig. 9 is a side view schematically showing a concrete

configuration of a fixing unit in the manufacturing apparatus of Fig. 8.

11



15pi nching piece formng sheet of a two-layered structure. Fi g.
51is a partial cross-sectional view of the adhesive patch show ng a
nodi fi ed exanpl e of a weakened part. Figs. 6 are explanatory

di agrams showi ng a procedure for applying the adhesive patch, 20Fig.
7 is an explanatory di agram showi ng a basic nethod for nmanufacturing
t he adhesive patch of Fig. 1. Fig. 8 is an explanatory diagram
showi ng a manufacturing nethod and a manufacturing apparatus in the
case where the adhesFige 104k ehplah view. shbwing coniodifisaliehisodimtent aft ar ed.
25Fig. 9 is a side view schematically show ng a concrete
configuration athesivs patelyacmirdingro theepnesenifizmoantionng appar atus of Fi g.
8. Fig. 10 is a plan view show ng a nodified enmbodi nent of
an adhesi ve patch adtgr bl isge side virw phagisgrthe adbesiveopatch of Fig. 10 thay.
11 is a side view show ng t he adhesive pagch of Fitg. 10.that,i.s a

di agr am showi nés ArilaFAN,FeoWnZ-AthsaaMBlc 08 & motle oldiss) MtergdNidipg ease

Ui ow shoti g afBFHERIRYGT BB a e P BRE e Ganesi ve patch
according to the pr §8g 12 Y ﬁﬁhi\%\v showing another modified embodiment of
the adhesive patch according to the present invention,

Fig. 13 is a plan view showing yet another modified
embodiment of the adhesive patch according to the present invention.

10 Fig. 14 is a plan view showing yet another modified
embodiment of the adhesive patch according to the present invention.

Figs. 15(a) to 15(g) are respectively plan views showing various
modified embodiments of the adhesive patches according to the present
invention,

15 Description of Embodiments
[0028] Hereinafter, preferred embodiments of the present invention will
be described in detail with reference to the drawings,

[0029] [Adhesive patch manufactured by manufacturing method and
manufacturing apparatus according to the present invention]

20 First, an adhesive patch manufactured by an adhesive patch
manufacturing method and an adhesive patch manufacturing apparatus
according to the present invention will be described. Fig, 1 is a
perspective view showing an embodiment of the adhesive patch, Fig, 2
is a plan view thereof, and Fig. 3 is a side view thereof. An illustrated

25 adhesive patch 10 is used as a poultice or a plaster, or the like, and is

composed of a support 12 having stretching properties, a

12



Fig. 13 is a plan view show ng yet another nodified enbodi nent of the
adhesi ve patch according to the present invention. 10Pig. 14 is a

pl an vi ew showi ng yet anot her nodified enbodi nent of the adhesive
pat ch according to the present invention. Figs. 15(a) to 15(Q)
are respectively plan views show ng various nodified enbodi nents of

t he adhesi ve patches according to the present invention.
15Description of Enbodi nents [0028] Hereinafter, preferred

enmbodi nent s of prdzeuersensitive iadhesive agemi leyerbb4 dentainihgd dmgdetiacH iswi t h
reference to the drawi ngs, [0029] [Adhesive patch manufactured by
nmanuf act uri ng femiesdom sebstamiallydbeentity aphae afioneamictacdiof ghe suprioet
present invention] 20First, an adhesive patch manufactured by an
adhesi ve pat chlRahiglgese sheall Granineiyisaisleasably @aehssktosthe surface of the
manuf act uri ng appar at us .according to the sent invention wll, be
Goscr bed. | Py gPraoiie-Sangays SUats ALy eh by bR R R OTBIng ho
adhesi ve, patch,, Fi i | an view thereof, and Fig. 3 is a side
Vi ew the? eof . ﬂﬁeqtﬁ%ﬁ{tefig?gﬁeo’f%ﬁéﬁ‘?%igpatch 10 is used as a

PO e O 2 ROPS0Y e Bnch i b rorfilith oct TFPRSRA 1BlodFo R ehse!2

havi ng stretchtn
sheet 16 with its entire surface, and both right and left edge portions are

in a state of being non-fixed to the release sheet 16.
[0031] Moreover, weakened parts 20 such as perforated lines for eagily
10 dividing the release sheet 16 and the pinching piece forming sheet 18
are formed from one long side to the other long side of the adhesive
patch 10 in substantially the central portion of the release sheet 16 and
the pinching piece forming sheet 18 (which is substantially the central
portion in the lbngitudinal direction of the adhesive patch 10,
15 hereinafter a case of referring “substantially the central portion” is the
same).
[0032] Hereinafter, respective components will be described,
[0033] With respect to the support 12, an appropriate sheet-like
member such as a woven fabric, a knit fabric, a nonwoven fabric, a
20 nonwoven paper, or a film may be used as long as it has stretching
properties, and the support 12 is selected in consideration of the
physical properties such as its thickness, stretch, tensile strength, and
workability for application, and the feeling of application, the occluding
characteristic for skin, the fransition of medicinal properiies to the
25 support 12, and the like. In addition, the stretching properties of the
support 12 are preferably 50% in a lengthwise or machine feeding

13



pressure-sensitive adhesive agent |ayer 14 containing a drug, which
I's fanned on substantially the entire surface of one surface of the
support 12, a release sheet 16 which is releasably attached to the
surface of the pressure-sensitive adhesive agent |ayer 14, and a

pi nching pi ece form ng 5sheet 18 fixed to the rel ease sheet 16.

[ 0030] The pinching piece formng sheet 18 is not fixed to the

rel ease sheet 16 with its entire surface, and both right and |eft

edge portions gdiectitn andfoataecrofswies oo transveriocdidledtiont had il nsdslus ieet
16. [00311 Moreover, weakened parts 20 such as perforated lines for
easily 10 di vi prefgrablye0Sebddd¥58hemt 16 and the pinching piece

form ng sheet 18 are formed fromone |long side to the other |ong side
of the adhesi v§00¥t]chs aGpesifis mrterialtafshe suppost £ hestfibgrench es papert he
rel ease sheet 16 and the pinchi ga rii ec& form ng sheet 18 (which is
substantial |y cAdomch#mpy onditei epllulase Hber sigly a3 deing ofga deatt fiber of

" Subst anti al |y VAR ?F%ﬁ%li?fﬂﬁﬁr%ﬁﬁf;ﬁﬁis‘?@ﬁgﬁs%@?é%ﬁ iy et e,
i . J i . W t

Cupport 1., anodito BBt R TR T R et b BiRGERe Dol

a knit fabric, ga.namppven | ?@{e ![d(?h F%&M&ﬁﬁ@gg%gglgﬁgfe{lhﬁﬁela suth nﬁqu

be used as long as 1t has's proper e support

I's sel ected InyGnRgiAa] g%dté‘iﬁ fbert Qﬁgﬁ?ﬁ%ﬁé'ﬁﬁ% QBER ta§ E‘%%%)l}%}b%@ Rtatd S

t hi ckness, stretth, tenSile strehgth, wor kabi [Tt

application, afiet e greglikneyloh/anald ¢wer, opolyéthelete ceitfbhtifblate fiber,
characteristic for skin, the transition of neditcinal properties to

the 25siport palyested fibes dcrKléc fiber, polijalefime fibleswihr ad pbiyethylene or
properties of the support 12 are preferably 50%in a | engthw se or
nmachi ne feedi ngolypropylene, polyvinyl alcohol fiber, polyvinyl chIgor‘de fiber,
polyvinylidene chloride fiber, polyvinyl chloride-based fiber,
polyurethane fiber, polyoxymethylene fiber, polytetrafluoroethylene
fiber, poly-para-phenylenebenzbisthiazole (PBT) fiber, polyimide fiber,
15 or the like may be utilized. In particular, a nonwoven fabric formed of
polyester-based polyethylene terephthalate fiber which has little
interaction with the ingredient contained in the pressure-sensitive

adhesive agent layer 14 is preferable.
[0035] The pressure-sensitive adhesive agent layer 14 is for effectively
20 utilizing the adhesive patch 10 such as a poultice or a plaster by
containing or aftaching, etc., a diug in or to an adhesive base, Further,
as an adhesive ingredient which is a constitutional material of the
pressure-sensitive adhesive agent layer 14, this is not limited in
particular as long as it has adherence propetty to be able to be applied to

25 the skin, In the case where the adhesive patch 10 is used as a poultice,

the pressure-sensitive adhesive agent layer 14 preferably satisfies the

14



direction and/or a crosswi se or transverse direction, and its nodul us
Is preferably 0.5 to 10N 50 mm [0034] As a specific material of the
support 12, bast fiber such as paper, cotton, henp, or jute,

cellul ose fiber such as veins of a leaf fiber of 5 Manila henp or the
| i ke, animal fiber such as sheep wool, natural fiber such as protein
fiber of silk fiber or feather fiber, regenerated cellul ose fiber
such as rayon or cuprarnnoni um regenerated fiber such as regenerated
protein fiber, conditioys tiettthe pfasbere-sensitivaadbesdive hgast lagat b4 daé high or
prom x, nylon/aram d fiber, polyethylene terephthalate fiber, 10

pol yest er  fi beskinagdhasion, finhancespibeyalisefiition o1 betives ingredients through

pol yet hyl ene or_ pol ypropyl ene,,  polyvinyl al cohol fiber, polyvinyl
chloride fiber SkiflocputaHy asdaneh aroisiure as prassicablgssynaspiple, draws heat

b0l yt ot raf | uor SOFRIAHE mHBB e HOutsR dbe R ReNebUeAdPRIE gkt

(P cha 82T PO THBobURE bud 8l o Bl o TBLREs S 485 ki e

terephthalate fpRel; WCRiNASNd bild hEmyNEELAG ittt b S A6 &Lt
e pressure h gent layer b9

contained int -sensitive adhesive
preferable. 10 ' ensdql ' IS
for effectivel ?/é%lz-g??Wﬁ?ﬁ?ﬁéﬁhﬁggﬁéﬁ%%%@f@tﬁﬁfyg a(gﬁ%’o%tfht i ce
or a plaster byhe prdsaindisegisifive addhasive dbenttigyer P4 dod§ ot & slRkaht
adhesi ve base. Further, as an adhesive Tngredient which isS a
consti tuti onal nomhalr feaipepdtutener provmeun@nsd smperaturagdiead et Aganind
layer 14, this is not limted in particular as long as it has
adher ent® pr opdoeynaetdedne thbiskin snd%y il redehsing iBSndds ghindess| and He
case where the_adhesive patch 10 is used as a poultice, the
pressur e- sensi Hik¢e HehHus veasgpeatwatairagluble polpmer i p;efgl@bl}g pped; feme
the pressure-sensitive adhesive agent layer 14, which contains a
thickening agent of 5 to 20% by weight, and preferably of 10 to 15% by
weight, a wetting agent of 5 to 40% by weight, a filler of 20% or less by
15 weight, water of 10 to 80% by weight, a solubilizing agent of 0 to 8%
by weight, a drug of 5% or less by weight, and preferably of 0.1 to 5%
by weight.
[0036] As the aforementioned water-soluble polymer, gelatin, agar,
alginic acid, mannan, carboxymethylcellulose or salt thereof,
20 hydroxypropylcellulose or salt thereof, polyvinyl alcohol, polyacrylic
acid or salt thereof, or one in which at least one of those is cross-linked
by an organic or an inorganic cross-linking agent is preferably used.
[0037] In addition to the above-described adhesive base, a thickening
agent, a wetting agent, and the like may be appropriately added to the
25 pressure-sensitive adhesive agent layer 14,

[0038] For example, as a thickening agent, it is desirable to stably retain

15



conditions that the pressure-sensitive adhesive agent |ayer 14 has
hi gh skin adhesi on, enhances the absorption of active ingredients

t hrough skin, contains as nuch noisture as practicable as possi bl e,
draws heat fromthe skin when the noisture in the pressure-sensitive
adhesive agent 5 layer 14 vaporizes, but gives a sensation of

cool ness due to this amount of heat generation, and the horny |ayer
I's hydrated by water nolecul es vaporizing fromthe inside, to

accel erat e t he nadistorgtofori0bf toh80%r, uand atedirible pr dmvor eratarnsdtentven
adhesi ve agent |ayer 14 does not go slack at nornal tenperature or
around nor mal wepahdlitit ur eAs daesspecifichuexamplel of0 thivethickeningaegenthe
skin sticky when releasing.,it, and is gun ess, and th Ilke For thIS
reason, a wat eM%@Tiﬂéﬂ@emﬂlﬂﬁ@ﬁ ‘?%%W‘@?@PB@W@@@}@I ag gilantrpolymers of

pressure-sensitive adhesive ayer 14 mhlﬁh cont ﬁ

t hi ckeni ng agelgpaloﬁugl»t CEﬁO/E Fbmanagﬁ@iq@p&sm&b@ﬂ@fa gini¢ geigso,
by vvelgh an ent of to 400/ g fiIIe' of 20% or
| ess by 15 we? e PEH} gf81 2iptiBor %hgﬁflm AW B AH

Socrerchry o B B4 Zef 1 Bhe it kS R om

wat er - sol ubl e I tdfim |

car boxynet hyl cg'ﬁ {Nﬁ% like ‘r%thga ﬁgﬁfgﬂn%é}ls %gnh%%?@ﬁygollaggﬁ lﬁlil osge’or
salt thereof, Bélhié‘j{hﬂﬁéhca}idl 8, sulR | ¥ aelivlose p%@{rﬁel%rofsﬁbﬂl yIdIGRAG, oOr
one in which at |east one of those is cross-| by an Organic or

an inorganic ceﬂmceﬂlutdsephyc&@xmmylsceihﬂmf)amlbmyﬁﬁdaylédlm&?s]e dodium,
addition to the above-described adhesiv ase, a thickening agent, a
wet t i ngl@gent , andhdhehkks,i klaroiaderb.edapp]ynmrs amfelam}émgmd ctambm)tyenethyl
25pr essur e- sen5|t|ve adhe5|ve agent ¥er 14. 0038] For exanpl e,

a t hi ckeni ng ag@rrh, dialdehydgestare tﬁ%‘ﬂ‘-@ &@awr;thﬂmm Nmermwhmevmy 10%
to 80% and desifrable t ter re entlon c

speci fic exanpPYSHIIE h& trli]i’i% dayincpl r ‘ E‘(’@espop?/lﬁg‘ﬂgylof
2? E;SL egglnyrre I?S.ﬁugﬁ %5’0&1% %Ol th? 1S t)cr)f;e egsu oF pol%é@hc acid oo™
sodium polyacrylate, and the like, and ﬁlrther, of polyethylene oxide, or
15 a methyl vinyl ether/maleic anhydride copolymer, and the like, may be
preferably used. In particular, sodium polyacrylate is preferable.
This is because it has high gel strength, and is excellent in water
retention capability. Moreover, sodiuin polyactylate with an average
degree of polymerization of 20000 to 70000 is preferable. As the
20 average degree of polymerization decreases to be lower than 20000,
there is a tendency that the thickening effect weakens, which makes it
impossible to obtain a sufficient gel strength, and as the average degree
of polymerization increases to be higher than 70000, there is a tendency
that the thickening effect strengthens, which reduces the workability.
25 ° Further, by using in combination two types or more of the water-soluble

polymers, for example, a polymer complex is formed with the strong

16



5 sodium salt, agar, gum arabic, tragacanth gum karaya gum pectin,
starch, gum acacia, and the like, mcrobial polyners of xanthan gum
and the |like, and ani mal polyners of gelatin, collagen, and the I|ike,
sem syntheti c polymers such as cellul ose pol yners of methyl cell ul ose,
et hyl cel | ul ose, hydroxyethyl cellul ose, carboxynethylcell ul ose
sodium 10 and the |ike, starch-derived pol yners of anyl ogen,

car bmmet hyl starch, di al dehyde starch, and the like, synthetic

pol ymers such i polymerpd] spdiis polyapotiatej thekelst ftdbhpbssible to obtain an

pol yvi nyl pyrrolidone, poly(vinyl methacrylate), and the Iike,
acrylic-type polagtiegs! with srbygergl steengfi.d or sodi um pol yacryl ate, and
the li ke, and further of polyethylene oxide, or _15 a nethyl vinyl
et her/ mal ei c amrma 3 ac oysitingragentarnplyhadria ratcohﬁhyn bidieplike esuab| 46

i R A G
S B o s
te%dency t hat* PRie %Mg&@% g‘[eg%?@té weaiﬁgh" g\ﬁ\,\#’ ﬁﬂﬁégg%ﬂt)%ﬁﬂ% 0»1J

i npossi bl e to ght 3@ ‘Ehaﬁ“fﬂe' Q&Y. 9eLrAly enoth, soﬁta%f’}%o%en@vﬁfe i

degree of polynerization increases to be higher

a tendency t hahbdoRgtidh pﬁhﬁ@ﬂeﬁqm@f)ﬁ@ﬁé cBftioRaE! RRRamitoh] BihehaHICHSnt he
wor kabi lity. 25Further; by using 1n conbi nation two types or more of

t he wat er - sol ubilelmﬁ:lmeﬂE,r diisdppopyd xaiipdte, of thellikeemag diphdded. s Aoraned
with the strong ion polynmer of sodiump oli/mé:] ylate, thereby it is

possi bl E} t o obhedivinal adjuwsnt sgaps| methyhsadicy, @ycgélsa]sctylmglt-menﬂiod),ow]
As a wetting a&ent polgl %drr c .alcohol or the like such as %I ycerr n,
BF pl

Erolpyl ene ?r yC '.qui; ,tnmnyl@yaqsélv bdramb:lttld(‘alpm@umr extec »

Tioc ok da. Cal fiks R bRadiell T oat o o el ool fate Cral i qm ot de
hosph d. .Furth | ubij |

or an htl ot i ) BB, o o SipbBatiar bk o8 ABRiARbragent’ %™
1-

belmé%leﬁ ae Dempfisityine FREE G 8 %ﬁ%‘)ﬁégemad%%%?%&?e%% Jﬁ%lérltffb% régcor
Caps! outg ext r aeR-Aking eﬁé‘ﬂﬁ’t‘%@"%@’% i a0V BN AT He ddded s

stabi | i zation ﬁ%ﬂ; arrhRe | @éfpd&?d“oﬁgﬁﬁ{solléﬂl@whé' g)\tbsi%ﬁteaﬂ'ﬁ}@iuveor
the Ii ke may be added as needed. In addition, a 15crdss-1inking

agent, pol yner adimsivenagege ayerold, taned pndvhhﬁgyth@evz&dtdeamﬁmn capability

thereto may be added, These cross-linking agent and polymerization
agent are appropriately selected according to a type of the thickening
20 agent or the like. For example, in the case where polyacrylic acid or
polyacrylate is applied to the thickening agent, a compound having at
least two epoxy groups in its molecule, inorganic acid salt such as
hydrochloride salt of Ca, Mg, Al or the like, sulfate salt, phosphoric salt
or carbonate, organic acid salt such as citric salt, tartrate, gluconate or
.25 stearate, oxide such as zinc oxide or silicic anhydride, and a polyvalent

metal compound of hydroxide such as aluminum hydroxide or
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needed. Those capabl e of consolidating the pressure-sensitive
adhesive agent |ayer 14, and providing the water retention capability
thereto nmay be added. These cross-Ilinking agent and pol yneri zation
agent are appropriately selected according to a type of the

t hi ckening 20 agent or the |ike. For exanple, in the case where

pol yacrylic acid or polyacrylate is applied to the thickening agent,
a conpound having at |east two epoxy groups in its nolecule,

i nor gani ¢ aci dnsgnesisnchy@oxiledand fheolikeés prferably Wed. Minrther, dn thde

li ke, sulfate salt, phosphoric salt or carbonate, organic acid salt
such as citriccasl wherarolyinyl gloobohids appliedset thar thickening dgesfuch as
zinc oxide or silicic anhydride, and a polyval ent netal conpound of
hydr oxi de suchcamplauppmpavnd suelkag adipric aekdyribioglysallie asid, & epOWY t he

like is preferably used. Further, . in th ase ere l.yvi nyl cohol
is applied to PQ@PPH?‘E&EPFF%I' knb: altdég %@%ﬂ%ﬁ@‘g{gols%ﬁ‘%@%acﬁ pi C
acid, thLoglycolli¢ acid, an,epo onpoynd i chl ot ohydr,in) .
o dehyced “an- femlsgForeeBi SEAY % e SPp e lchp indhpr A ikerjs
r, Sn, V, , € §eP Y,
t he case wher ePE%F‘%}YnWQ%y mﬁegolﬁeﬁ}eséag’%g‘flﬁée}h Rdgﬁfiﬂgl E ﬁﬁ@ﬂg‘ﬁﬁ%y
agent, a nethy i lhds i J i
conmpound, or alfi_tp%# %H_/{noet al S%H@?iﬁ%@g?ﬁ’ %%@a@ﬁﬁ%%@%aﬁ%gﬁf
EC' d, and a de&b}Y(ﬁS(hl‘é?, taheﬁ(ﬂ%did Qomipdind, k& 14ikdlP Riegflersak! Yhetestl.
urther, in the caSe where pdl yethyl éne oxide is applied to the
t hi ckeni ng agegrool feybiacid, ompahyiscldradar deitvative théreof), e theslike is
preferably used, Further, in the case where a nethyl vinyl
et her/ nilei ¢ aptoferablie usepol Fueher dnathpl ¢asd whemshpolykthyens ogidegent

a multifuncti onalliﬁr;%dr oxy. conmpound, polyam ne, iodine, gelatin, 15
pol yvi nyl pyr r appliashie, therthickening agenly paiexide polysulione gridener theldéks s

preferably used. Further, in the case where gelatin is a ied,to the

t hi ckeni ng ageht Pr e@ﬁﬁ&d%&sucﬁuﬁgﬁﬁ dﬂn&ﬂ%e@%@ew ¥%taar1§$é}¥ﬁy‘ﬂg}’l and

di al dehyde stargh,, diepoxjdes.such .as glyoxgl .or tadi ene oxide,

cliketones suc %@Wﬁ%ﬁﬁ&hﬁ%@%ﬁ@%@?g&%%ﬂﬁﬁe@, tli)%rﬂa'h( DS AECY 8

preferably 20 E elN.d h e [ ums ac eis

applied to the q&%’&%ﬁ%@ a!&’edfq{)&); a?o@%@ﬁg@,@_é @X%ﬁ%el’laglgn ¥’ I é%(lhﬁﬁu’m

hydr oxi ¢le, nul t, t It Su hinc rox de. N

hydr oxi g% or ;fégﬁiﬁq@go‘?ﬁgﬁﬂﬁ?tlﬁ%@ m@%@éf%éﬁgbﬁa&’ gﬁdg? lHlllarﬁ" T

particul ar, zipfefeably asd. alRirtHeRMnSet cdss Whdth afeddtlieis Applied to the

concentration of nultivalent netal 25salt to be added as a

cross-linking tigeltning ageref sldabydesGubh e farrhaldefuydeaphittinldehyde, aspect

to one equivalent of a thickening agent (or ) .
dialdehyde starch, diepoxides such as glyoxal or butadiene oxide,
diketones such as divinyl ketone, diisocyanates, or the like is preferably

20 used. Further, in the case whete sodium polyacrylate is applied to the
thickening agent, as a cross-linking agent, lithium hydroxide,
multivalent metal salt such as zinc hydroxide, aluminum hydroxide or
sodium borate and the like is preferably added, In particular, zinc salt
and aluminum salt is preferable. A concentration of multivalent metal
25 salt to be added as a cross-linking agent is preferably 0.5 to 1.5

equivalents with respect to one equivalent of a thickening agent (or
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wat er - sol ubl e polynmer). As the concentration of nultival ent netal

salt decreases to be lower than 0.5 equivalents, there is a tendency
that the reaction is too slow, to reduce the gel strength, and as the
concentration of nmultivalent netal salt increases to be higher than
1.5 equivalents, 5there is a tendency that the reaction is too fast,
to be not uniformin gelatinization, and reduce the workability.
[0041] On the other hand, in a case of a plaster, as an adhesive
base, rubber - bastel-sdiide ipotymerdr edisehe soncantrafiow obandivaetitanétabsalt

i ngredients, silicone-based adhesive ingredients, or the like are
preferably usedecreasesd04m] lomesr tharh8:5- tspedents Hberevis 4 repdendsethnt theoot h
of natural rubber and synthetic rubber y be used, and as synthetic
rubber, for ex¢Asten intog slewnierasiee hecgn)shpngth, and %Ery: esaRtyatione

Styrene. Bty oHEFBAT 9 GReeS; thah BB roROR G 0 el Skeot wyifomm in
styrene- et hyl eg%ﬁ#&%bﬁ%’@ﬁﬁ&gﬁgﬁﬂﬁgﬁﬁiﬁﬂﬁm ymer (SEPS) may be

cited. As a sp c exa y | ock copol yner, a |inear

tri bl ock copol gﬂ%} b - ade
nanes, manuf ac¥%&%%<€§%n oﬁvnrg?' ;C% %%83%’ I%%%%S’@%R%%%%R%OMSE’
1SR5002 (tr adenﬂﬂﬁ%ase’daB&ﬁe%wwﬁ%@lecﬁvnt&%hgﬁé%@t h@sivedHghédient3>30,
3421, or 3570C (trade nanes, manufactured by ZEON CORPORATION),

' CRATON D- | Cx46ilicnebasedldihésive (gradientspomihe likeniné priferably wsedKr at on
Pol ynmers Japan Ltd.), or a star-branched bl ock copol yner, etc., such
as ' CRAION D- 1j0042] tAsribbarbesedrathesise ingredients pyoth @f aatiralpubbhenss]
Japan Ltd.), or SOLPRENE 418 (trade_nane, manufactuyred by Phillips
Pet r ol eum Co. ) Syithetierehhes anay be awad)andsasosynphesspithpennier example, a

exanpl e, macronpl equl ar.to | ow nol ecyl ar, pol yi sobutyl ene is_used. For
exanpl e, @panﬁtwr%ﬁbﬁ’oﬁl%po%@@ﬁ?r g{solglgtg_r ,mﬁﬁgégﬁ?‘il s ST

B30 B100, Bi20 B1g0 9 G0 ChEATL TE S MREHLARALESH S B
copolymer (SBS), a styrene-isoprene-styrene block copolymer (SIS), a

15 styrene-¢thylene/butylene-styrene block copolymer (SEBS), or a
styrene-ethylene/propylene-styrene block copolymer (SEPS) may be

cited. As a specific example of a styrenic block copolymer, a linear

triblock copolymer such as KRATON D-1112, D-1111, and D-1107

(trade names, manufactured by Kraton Polymers Japan Ltd.), JSR5000

20 or JSR5002 (trade names, manufactured by JSR Corporation), Quintac
3530, 3421, or 3570C (trade names, manufactured by ZEON
CORPORATION), KRATON D-KX401CS or D-1107CU (trade names,
manufactured by Kraton Polymers Japan Ltd.), or a star-branched block
copolymer, etc., such as KRATON D-1124 (trade name, manufactured

25 by Kraton Polymers Japan Ltd.), or SOLPRENE 418 (irade name,

manufactured by Phillips Petroleum Co.) may be cited.
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5 LMM, LMW, LMH M L-80, MML-100, MM L-120, or MM L-150 (trade
nanes, manufactured by Exxon Mbil Corporation) or the |ike my be
cited. [0044] Further, as an acrylic-type polyner, a polyner or a
copol ynmer, etc,, which contains at |east one (nmetha)acrylic acid
ester which is 10 represented by as a nononer unit, for exanple,
2-ethyl hexyl acrylate, nmethyl acrylate, butyl acrylate, hydroxyethyl
acrylate, 2-ethlhexyl nmethacrylate, or the like is used. For exanple,
a pressure- seniﬂmmeAadpeQmobuQ@@m tdr axample)l htacashaolepalay| taclowt at e
copol ynmer, a 2-ethyl hexyl

acryl at e/ N-vi nymolmﬂmr pblnymobuwébneelshmdyl Hoe edaBplee QppenabBg 0y BAR,

di net hacryl ate CO a 2-eth acryl at e/ vi nyI acet ate
Copol yrer | o S TIOR By B1 35, Ba0ST oIBR8, 40P, Ba2acBass, or

ﬁSFﬁLZW[a? c ok e aa%;;,%;%ng@?ﬁr;a' {v‘zw& iaiiy (s
COPOlYIEg et RS SR /95, PR CRRRE 198, b e
Siarch and onet ﬁ%ﬁpﬁ%@%ﬁﬂéf%@tf%ﬁé{ﬁ@@h%&ﬁﬁfﬂ?@%@ﬂi F R

adhesi ve agent f; ? 1?@9'3 ‘E{E‘ﬂﬁ actured by Mnsanto Conpany), the SK-Dyne
Mat ri derm (nmanura ed Soken Chem cal & Engi neering Co. Lt d.),

t he 25Eudr agi tf@(ﬁqlqﬁjrﬂ{é@%fﬁph ﬁ@l_t@(e Eg%ggtse fymher @Kafcﬁ , My

be used. [0045] The above-described Tub ,acrylic- ba or

si | i cone- basedegglhahiole coaamsnaly 1dast %hﬂ%;lhﬁhé,)ncmedadid sty whmiiwcixse
may be m xed to be used. [ 0046] Furt in a case of a plaster,
tackifi &d resi represeptakby asumgnamenunﬁ,'sﬁ)ﬁe)dahqﬂf;, Zothythestyblactyilatas i on

agent may be appropriately conpounded therein.
methyl acrylate, butyl acrylate, hydroxyethyl acrylate, 2-ethlhexyl

methacrylate, or the like is used, For example, a pressure-sensitive
adhesive agent of an acrylic acid/octyl acrylate copolymer, a
2-ethylhexyl acrylate/N-vinyl-2-pyrolidone/dimethacrylate-1,6-hexane
15 glycol dimethacrylate copolymer, a 2-ethyihexyl acrylate/vinyl acetate
copolymer, a 2—eﬂ1y1hexlyl acrylate/vinyl acetate/acrylic acid copolymer,
a 2-ethylhexyl acrylate/2-ethlhexyl methacrylate /dodecy methacrylate
copolymer, a methyl acrylate-2-ethylhexyl acrylate copolymer resin
emulsion, an acrylic-type polymer contained in acrylic resin
20 alkanolamine solution, or the Duro-Tak acrylic pressure-sensitive
adhesive agent series (manufactured by National Starch and Chemical
Company), the GELVA acrylic pressure-sensitive adhesive agent series
(manufactured by Monsanto Company), the SK-Dyne Matriderm
(manufactured by Soken Chemical & Engineering Co., Ltd.)), the
25 Eudragit series (manufactured by HIGUCHI INC.), or the like may be

used.
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[0047] As a drug contained in the pressure-sensitive adhesive agent
| ayer 14, this is not limted in particular as long as it is
per cut aneously absorbed into the body to exert its pharnacol ogi cal
effect. For 10 exanple, an anti-inflammtory agent, an anal gesic
drug, an antihistamne, a |local anesthetic, a blood circulation
pronoter, an anesthetic, an ataractic drug, an antihypertensive
agent, an antibacterial agent, a vasodilator, or the |like nmay be
cited. [0048] [M045tEhd , alsove-dusodbedt hehtrt-baswl, nonsndicobated, or
anti-inflammtory 15 agent, which is sel ected fromnethyl salicylate,
gl ycol sali cyl siliepnd-besad adlicsiveabasecmay et siagularlyonseii ar twe of those
vani | Iyl am de, mnt oil, diclofenac, ibuprofen, indonetacin,
ket oprof en, | othﬁ@IﬁEdstglheﬁkﬁa@-, tolmetin, |obenzarit,

. pranopr of en,

peni ci |l | ai ni ne e fen, flurbiprofen, napr.oxen,

tiaprofenic aci‘b&‘iﬁ%ﬁgﬁé@ acaperhaplastesitasigfigeresisy aplasicizing agent,

et odol ac, zal t opgpfen, ,pir . pent azoci ne, buprenorphine

Pydr ochi br i de. ol gl e A iaR ARk AR Do) AHROPAAADAROBDpERded
derivative or g& . thereof, or a steroid anti-inflammatory agent such
as predni sol one, xamet hasone, hydrocortisone, betanethasone,

f 1 uoci noni de, i 0ol OH&Qa }Q@ie edni [ : e,
25dexarnet hasonL[i di Er%%iaona e?gﬁl _ gggr gl ngﬁggﬁgﬁséyg% %gﬁ%ﬁ%%ggﬁgat e,
bet amet hasone Ygalkepnat this hyEstaaaled $0partRuly8t6ng 4 %Bﬁ@ﬂ&eously
butyrate, betarnethasone butyrate, propionic actd cl obetasone,

succinic acid descabed Hagonke tydydnd sedepn dis? phaimadokgitsimefiwdtat eFor
hydrocorti sone val erate, diflorasone diacetate, propionic acid
dexanet bsone, ekmhplept has cani-itiffanopatoriat egemtpcianonimdgesite x drog, hasone
val erate, 5 halcinonide, budesonide, alclonmetasone dipropionate, or
the like may bantthistamingjoaclosal annsthetic; aoblopil neiredation meweterman or

nore drugs nmay be used together as needed. Further, these drugs ,nay
be contai ned i ANGFheics a8 AEHAgts dMe; E‘Péﬁ@’gl’@r@@ﬁé’ﬁtaig%taéat?%l[’%‘%eﬁgznt

e L e SR UL b fedgiduced Tnto an ester

[0048] In detail, as a drug, at least one nonsteroidal anti-inflammatory
15 agent, which is selected from methyl salicylate, glycol salicylate,
l-menthol, capsicum extract, nonylic acid vanillylamide, mint oil,
diclofenac, ibuprofen, indometacin, ketoprofen, loxoprofen, sulindac,
tolmetin, lobenzarit, penicillamine, fenbufen, flurbiprofen, naproxen,
pranoprofen, tiaprofenic acid, suprofen, felbinae, ketorolac, oxaprozin,
20 etodolac, zaltoprofen, piroxicam, pentazocine, buprenorphine
hydrochloride, butorphanol tartrate, and the like, and an ester derivative
or salt thereof, or a steroid anti-inflammatory agent such as
prednisolone,  dexamethasone,  hydrocortisone,  betamethasone,
fluocinonide, fluocinolone acetonide, prednisolone valerate acetate,
25 dexamethasone dipropionate, diflucortolone valerate, difluprednate,

betamethasone valerate, hydrocortisone butyrate, clobetasone butyrate,

21



10 is induced into an am de body, a conpound which is induced into an
acetal body, or inorganic salt or organic salt which is nedically

al l oned as needed, An anount of the drug is appropriately selected
according to a type and usage, and the |ike of the adhesive patch 10
such as a poultice or a plaster so as to apply an effective anount
set in advance to 15the skin at the tinme of applying it to a patient.
[0049] As the release sheet 16, in addition to pol ypropylene, for

exanpl e, cast etetaneftsony | eutgrate, propioniedagidl plbetasbree sueciviol aeidess
or colored sheet such as plastic_filmof polyethylene terephthal ate,
pol ybut yl ene t dexaphethascare prosioispdoney R E(2E, égﬁﬁéﬁteéﬂat%&lm@@fﬂﬁﬁ'@,
20pol yvi nyl chloride, poJystyrene, or the like, sil,,cone-treated
paper that sil V@léfﬁée,prgét%'%ﬁ% i diaghinfEi o BTORIOBIENt REifli cd¢xametnasgne,

RATUETERE S ML TN A AT S

| yeth the Lik i T I :
Pol Yot DA ene, b ek Syl e i bOSRRTUR AR P2l By,
f d withi : | 0
R i L R S

gm the rel easg, pEEtogkherSstRRdéd) FurtRe, Hess Bhupisanay be cotlbrelein

sheet 16 tends to tangle on the pressure-sensitive adhesive agent

layer 14 at thgy hitdBhedfio tled presfre-shiisitivd adligivecdgeas iysh 4 tn fife foemnds
to be imediately divided at the tinme of manufacture, which reduces

the 5 workabi | bf ¥ conpouhé Whikle js indutdbinte heaster bbdwta t@npewbwhich
easily winkle in the case where the rel ease sheet 16 is adhered to

the prebBure- simiiduced intcrusimideabeds, 2 egrapount whigh ieinduggd R i t
batch 10 accor e HCs: Re SnERR 6o AL ereanis i WBichah ascicalialovEy and
Lhe D nchino 10, BLeRs. o102 SEk B, 256 ot el PLOR. AT depend
(hnckness of e 1 She308, SREE. ahCil pkd ARG SNE Tt D ghin 1 o
ST, Fhet ARt o b Sl e e
15 the skin at the time of applying it to a patient.
[0049] As the release sheet 16, in addition to polypropylene, for
example, casted polypropylene or oriented polypropylene, a colorless or
colored sheet such as plastic film of polyethylene terephthalate,
polybutylene terephthalate, polyethylene, polyester, polyurethane,
20 polyvinyl chloride, polystyrene, or the like, silicone-treated paper that
silicone processing is applied to synthetic resin, a synthetic paper,
synthetic fiber, or the like, laminated-treated paper that an aluminum
foil or a craft paper is laminaied with polyethylene or the like, is used.
[0050] The thickness of the release sheet 16 is not limited in particular,
25 and is preferably formed within a range of 10 pm to 75 pm, and
preferably 12 pm to 50 um, When the thickness of the release sheet 16
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15showi ng a tendency to reduce the workability and the |ike. [0051]
Mor eover, al though not shown in the drawings, it is preferable to add
concavity and convexity to the rel ease sheet 16 by enbossing or the
i ke. Further, in order to nmake the method of division clear,

i ndi cated parts of graphics such as arrows or letters, marks, etc.,
may be 20 provided or coloring, etc., may be applied on the right and
| eft portions of the release sheet 16. The .indicated parts nmay be

formed by embodsihigner thaynEypim, ghe rrleqsg sheetéris tomdhipcandidsrafpisethe 6
oo ooy FGHBSA IRHITES LU B ORI Bl
orm ng concav ee
16 b nbossi it d ' i t h
Frictional restbehldiiRE e b1 30PaTEr AL e EaeaReBEE semgf 1o be
adhesi ve agent Hhﬂiéﬁfatéii}-dﬁ deétog‘f‘e ti%o?flﬁﬁﬁ}fangtﬁ?é &Hf%hcl%'aﬁ@é@’t  and
convexity on the rel’'ease sheet "16 serve as Triction to easily ge
stuck bysfi ngehﬁ)rl@ébiﬁgﬁaﬂd R 19, Q»!r‘ﬂh&'tél&sbgﬁeétef PRAAs %@%ﬁﬁlglﬁar' the
pi nching piece formng sheet 18, Is exerted. 5 Further, because the

frictional resistdrcecdet wiaiet ke r allemee shb@et 16.6iangddidied to the
pressure-sensitive adhesive agent |ayer 14 increases, at the tinme of

pul l'ing the adpesiwe-sensitive 2Ghdstve dgent laylet 14ndFurthér, altheudhoit el be
reliably reaches the rel ease sheet 16, which makes it easy to divide
the rel ease shdescribed inodatail én the dolowing, he ushi akthesadhesivehpatcle| Wase
sheet 16 10 varies dependi ng on posiftions due to the concavity_ and
convexity by eRtsdingdo thepresenidnentionetheaeleaseshastd6 and the pivghinge

adnesi v agent PICE5 PR Ea et s P NEochEIonE| BaCWeRteReR HEE Hi hi s
| Kk i ; | | 16.,, 15[/ 00531 |

addi i on, due PETbec B8 AARCHIT T FBARNBHECHAER e ThEREERs afbthe

rel ease sheet %eas%@ﬁe&ﬁ%"i%‘ﬁﬁzﬁ&f t&lgﬁ%.].&fn it [ ﬁﬂf){ot di%ﬁiermg 188ase

curved or the pressure-sensitive adhesi've agen ayer

becaise T he. Bl Haer R R R e R
18b) is fixed cut the original material web at the time of manufacture, which starts
15 showing a tendency to reduce the workability and the like.
[0051] Moreover, although not shown in the drawings, it is preferable
to add concavity and convexity to the release sheet 16 by embossing or
the like. Further, in order to make the method of division clear,
indicated parts of graphics such as arrows or letters, marks, etc., may be
20 provided or coloring, etc., may be applied on the right and left portions
of the release sheet 16. The indicated parts may be formed by
embossing,
[0052] In the case where the release sheet 16 is embossed, the
following function effects are exerted. That is, by forming concavity

25 and convexity on the surface of the release sheet 16 by embossing, the

concavity and convexity may increase the frictional resistance with
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20 al ong the weakened part 20 of the release sheet 16, it is possible
to prevent the ends of the release sheet 16 from detaching

i nadvertently fromthe pressure-sensitive adhesive agent |ayer 14.

[ 00541 The pinching piece formng sheet 18 is rectangular in shape in
the illustrated enbodinent, and a length of its long side D1 is
25substantially the same as the length of a short side 1)2 of the
adhesi ve patchiﬁo, and the |l ength qf, a short side is shorter than
the | ength of ADEFENGF thepregsirgrsensitive grbesive agentclayen 14.mhdheieiosi ng

Poma st dos. of T elect dnat b Eoutabity g coivetiBion Ui g afcnt Bberts t ne
h id f ] 041 b ial [ h |

Sor i on of -t he? aghf @RV Rt st By DRELF AL WY il 08 GPRAAL Wb,

18 is fixed to.ip erﬁie%f"%.a?f@ﬁ{e %@g@@giﬁie&@ftﬁﬁ%@é%&@m%ﬁg! Siagh! e

to be separated at a position a m ne ces X ICch are

not limged i nFRahbl, Yekaise thEtFcAONAXRRlafice @elﬁréeﬂ #e s @héételqhe

right and left both sides fromthe longitudinally central axis (t

posi tion of thandakpresireachsifed ad%i@@&n@fa?bhm in@biseana thetiine

fixed portions 22 between the pinching piece formng sheet 18 and the
rel ease sheet o6 pplfpethekidhcsdxe patth v &r thehiglt mindrleft] #rofonceofeliabby

pi nching piece formng sheet 18. Further, the pinching piece formng
sheet 18 i s notedchgethe: xslanke shedtelfs avhibie sakes itasy toedipsict the oekehss

portions on the outeé si de of t{;e respecti_v]afixed portions 15 22 (in
the directionsS¥Ebalt i Mformypst bensnse dhe 4s8i ofathey relesner sheeh s of

e PRGNS, LSS LA, oSSRl A, oSt R
ey PR MBI v T
e s BBIPUBRAE A PRSI S il e R,

cm This is begAuSEvidiiethd fafeadt dhébt) 61 and S ARG AR iPedsProirblehs
difficult to pinch the pinching pieces by fingers, and whéen the wdth

y is |onger thielease slidael1@i nchi ng pi eces 18a and 18b are too | arge
to handl e, and 25its material cost is increased. [0055] A wdth z of
the fixE8l port [(53] 28 ddditivme due e spilna kietaghinggshenomenon of the ends of

the release sheet 16, the exposed portions of the support 12 may be

C

curved or the pressure-sensitive adhesive agent layer 14 corresponding
to the portions may be adhered to one another. However, because the
pinching piece forming sheet 18 (pinching pieces 18a and 18b) is fixed
20 along the weakened part 20 of the release sheet 16, it is possible to
prevent the ends of the release sheet 16 from detaching inadvertently
from the pressure-sensitive adhesive agent layer 14,
[0054] The pinching piece forming sheet 18 is rectangular in shape in
the illustrated embodiment, and a length of its long side DI is
25 substantially the same as the length of a shoit side D2 of the adhesive
patch 10, and the length of a short side D3 is shorter than the length of 3
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form ng sheet 18 and the rel ease sheet 16 may be appropriately
determned as long as a mninmumsize in which fixing of both sheets
16 and 18 is unable to be separated is ensured, Meanwhile, in order
to effectively transfer the force fromthe pinching piece form ng
sheet 18 5 to the rel ease sheet 16 at the tinme of dividing the sheet
which wll be descrlbed | ater, it is effective to have a constant

T TR A il S IS ok i,
I 150

i de pa’of ;28g i h e Bl G ﬁﬁlﬂﬁ#ﬂ%ﬁge Toyi LS oF B o
150 :

usedm;]s ?Re :)I ﬁjclLl ncat gf@%eﬁ%@%&gﬂge e%,r&ﬁel a sheg){tpglﬁémf?ké/t he

f
DaCe X cnor SEEA YO US Rk BYER PLUbADIENRRILAR Hofce
portions522 arégs etl‘hbqnﬁclﬁnéimm foﬁﬂihgt et 448 %ixéd @5 the ?eléas?ées%eet

portions 22 are set to 1. therefore, widths y of

pi nchi ng pi eceddlflnaarnd E@bubﬂtﬂﬂ:ﬁky tmalld tb TﬁﬁnseparaIEéfﬂf@t}:lomﬂb‘ﬁeﬁt

[ 0057] As means for fixing the pinching piece form ng sheet 18 and
the rel ease shemdetedmined spaass fwhidhearesnot limitednin asrticuldrs bpbgsi bl e
to fix 20 both sheets 16 and 18 so as to be substanti al Iuéaunabl eto

be separated. REAAE 6> tg %tm@() QIslth@ right samide lft botha shileat fremathieng
met hod or the |ke |s ref era partj cul a;_ in a case of a
heat - seal i ng minedudnally; ¢ f%“i&% epitione Of dha oweakened  parf 20).

Wih a Moo 3%% L kg Iéhi%‘iﬂf i ﬁﬁ%@»ﬁ 2o PR e P prdigd piece
por i o' 22 ar gyl N8 LOTLGH FOBERISE! A EBAkRLP BBV AE che

However, the fiX |on
entire length of the pmchmg piece forming sheet 18. Further, the

pinching piece forming sheet 18 is not fixed to the release sheet 16 with
respect to the portions on the outer side of the respective fixed portions
15 22 (in the directions departing away from the longitudinally central axis
of the pinching piece forming sheet 18), and those non-fixed portions
are to function as the pinching picces 18a and 18b which will be
described later. Because those pinching pieces 18a and 18b are to be
pinched by fingers, they are appropriately determined as long as its size
20 is able to be pinched by fingers. However, a width y of each of the
pinching pieces 18a and 18b is preferably approximately 2 to 4 cm.
This is because, when the width y is shorter than 2 c¢m, it is difficult to
pinch the pinching pieces by fingers, and when the width y is Ionger
than 4 c¢m, the pinching pieces 18a and 18b are too large to handle, and
25 its material cost is increased,

[0055] A width z of the fixed portions 22 between the pinching piece
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di sconti nuous lines such as dotted |lines. [0059] Moreover, as a
material of the pinching piece formng sheet 18, a material which is
the sane as that of the rel ease sheet 16 descri bed above may be used.
However, in particular, in consideration of the 5 function as

pi nching pieces, polyethylene terephthalate, which is unable to be
easily ripped, is effective. However, in the case where the rel ease

sheet 16 has a_single Ia¥er structure of pgl yet hyl ene_ t erepht hal ate,
and at |east thaaings sheet| 1§ andothe meleass shed dhemay1beiapprgpatsly

oLy 1 BRSSO Tt DEAR b 1,
dhesi b d
oS S TR et S BT e
4
o000 @ LR XPSSSE A 0 RGRBEESHb PRI Lot
base | aygr of W%ﬁéﬁdg@%ﬁe&@@é@ﬂﬁtﬁiﬁ%ﬁﬁdﬂgﬁ ﬁﬂs’ §1RBE wific RR11Yede

of the rel ease s I's possible to eastly carry out

heat - seal i ng Wdéé@:rib@éﬂ&@i it & tfectivel BanReDegistdR wildiR ol Doy Sawisee
havi ng concavity and conveX|ty as well. [0060] In addition, th

t hi ckness of tthe\p1dnlclaumgrem‘erablgs{ppmmngte}ynedttolls)lm_my be appropriately
determ ned. However, in consideration of the 20 strength as pinching
pi eces, the fefll56§ Tataddition;, ime cade qfi the latthepive pateld Otshigh thieklengthhef

thlckness S preferablé Iﬁgrom mately 10 to 100 pm_Further, in the
case of a two- fheshosFide mm@ﬂﬁb&%ﬂ%@fﬂml@pwm Beof200

o andd he. cabiibah sbesav sy e gt ins Sopp hibﬂ@?e@y PGt
pm In the €8S Engtly 6F 13 sh Of 2 B &% ﬁ) Pypre?mably tsed ‘a8 the pmchmg
piece forming sheet 18, and a sheet in which the spaces x from the
longitudinally central axis of the pinching piece forming sheet 18 (the
position of the weakened part 20) to the fixed portions 22 are set to 2.5
15 mm, and the widths z of the fixed portions 22 are set to 1.0 mm, and
therefore, widths y of the pinching pieces 18a and 18b are set to 31.5
mm is preferably used.
[0057] As means for fixing the pinching piece forming sheet 18 and the
release sheet 16, any means may be used as long as it is possible to fix
20 both sheets 16 and 18 so as to be substantially unable to be separated.
Meanwhile, a method using an adhesive, a heat-sealing method or the
like is preferable. In particular, in a case of a heat-sealing method, it is
preferable for the reason that it is possible to significantly shorten a
fixing time, ete., a8 compared with a case of using an adhesive,
25 [0058] Further, the fixed portions 22 are in the form of continuous lines

in the drawing, However, the fixed portions 22 may be in the form of
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used in place of the casted pol ypropyl ene | ayer, the thickness of the
oriented pol ypropylene |ayer is preferably approximtely 10 to 60 um
[ 0061] Further, by coloring the pinching piece formng sheet 18 or
the portions to be the pinching pieces 18a and 18b with a col or
different fromthat of the rel ease sheet 16, it is possible to easily
di stingui sh the 5pinching pieces 18a and 18b fromthe rel ease sheet.

[ 0062] The weakgned.parts. 20 faornmed in .substantially the central
portion of the W@Hﬁ@%ﬁmsﬁ%ﬁ%&"%@“}ﬁsnchi ng pi ece forning sheet

the onti re 1+ ond0PSi Mot Bin maRERL Be i AR BE iR rorRing iEeh 18"
pz)geisgn; 28 ggﬂﬁe Hﬁ%} “ﬁﬁ%lfgse e %I@Q%m‘xalt 'i')f'%hcgl;tel%a d ﬂf‘ee\f‘@@‘ife@&‘?be‘&a”
- pertorated I'ine 1n which perforations Z0a

penetrating t hipByeh nidjebe alseds ep%a%e&r, 3R pcdlhe il db‘iﬁidé?ati?)&legﬁ%‘l}]ee

form ng sheet 18 are continuously forfed.” The configuration o
perforat&d |i ndumetone pinghiog bices | polyighelen rpephthidlury ShiclRishifabl of

| engt hs between the 15 perforation™20a and a connecting region 20b
bet ween t he petd be assilynspi@daisi effautiet.er HoweveR inthe; cas@ Oberethe rélease
1500:1 to 25, and is nore preferably "20a" : "201P = 1 to 1000:1 to
20, and is fur sheatdbrhas psirigle kyey sttkdare of pobwethylend Goeplshale@pand ato
10. When the length of the perfaoration 20a is |onger than the |l ength
of the connect i§f§t e CQéﬁ)@@l@f&!ﬁleW%W&%H&/@-@@@%QfD@UPf@Y@@}Ethe

Sreets ey be LY RERREL MO S8 i GRS B iR
that stasts show t tq d th i d
workabi 1y angienbnfite AR hAERLT B b Bollire T BrCHsnan.,

! o 1S .
The per forat ! onon By baTell; BbRBe hORSEL LG o uips il 10
perforations 2@ g&%e%hﬁin andkt ¥ eyt BE A4 Nk attf@f‘o-]ayere.d

perforation 20a is shorter than the length of the connecting region

20b out of thestmauer deschéhatcaligngdtown ierRigi 4. a MRVAENBY Ihiddating | S
difficult to divide the rel ease sheet 16, t0 decrease the reliability

and conveni encpolyBropyhene, onl e bethgh susce lof tieo baseclaiyagof polyethylle as
el maf/S oe terephthalate (the surface on the side of the release sheet 16), it is
possible to easily carry out heat-sealing with respect to the release sheet
16 of polypropylene having concavity and convexity as well,
[0060] In addition, the thickness of the pinching piece forming sheet 18
may be appropriately determined. However, in consideration of the
20 strength as pinching pieces, the feeling at the time of pinching it, and
the [ike, the thickness is preferably approximately 10 to 100 pm.
Further, in the case of a two-layered structure of polyethylene
terephthalate and casted polypropylene, the polyethylene terephthalate
layer is 5 to 40 pm, and the casted polypropylene layer is approximately
25 10 to 60 pm. In the case where an oriented polypropylene layer is

used in place of the casted polypropylene layer, the thickness of the
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5 appropriately determ ned. However, the | ength of the connecting
region 20b is preferably within a range of 0.03 to 10 mm When the
connecting region 20b gets too long, it is difficult to divide the
sheet. On the other hand, when the connecting region 20b is short, it
is easy to divide the sheet. However, when the connecting region 20b
is too 10short, the sheet is easily torn even when not in use. [0063]

D e ke Ee Par 220 e o SR L gy
e rel ease S . '

h i FLg.. 5 . f d i,n pl f th d
oro0ve. 35 ShOMy G B o bR S bR 180 e
18 1o, o XL endoni o4 B Ul HL GRS B0SH oS RE el
in thi h TS f oo f
0 he e Pano e ABR At 161PL SoALIPIOTAED ahchaTeR o
the weakgned ppfdchidpicads Mard M6 thoflERLQRsS, Sheet 16 and the

pi nching piece formng sheet 20 18 are locally heated by a | aser or
the like, to md062] TEheandakened eaeesi yicdingd ded sybdtamtidlyo (0d dehitral
films, and the |like may be variously conceived of. [0064] In

consi derati on pértiinveStherrelehse shect 6 aad dhe paehinppiacel fortnengishedti 18y
pi ece fanning sheet 18 al ong the weakened parts 20, the 25tensile
strength of thare Birespsily sheiding bothsshests 16 ahd dd, iandparformed aver the
However, it is wthjn range pf . lg/cmto, 200g/¢m and preferably
within a rangeemmﬂg“ﬁs&a ob bEIChINE Mere lpamigR sheebi8edlnihe prespiict

ltr Qiteats gﬁf; ﬂgtet: " Bpdirggiiy af g dhdfe 151 e Eﬁ%‘fﬁﬁeﬁfﬁtﬁn&f @faﬁi fipa "
That i o, 5 evervWALH PRICHINGEIS if APRE PR R okl 204 PoRdtuhoBibus”
having the veagngdeRd thath 16 dnfR! pRRANGX ERECHntOL WHeel RAURS

the pinching piec ormng sheet 1¢ to the refease sheét 16,
moder at e di vi dedieidioRBBY foymed. PTRY 'c@ﬁﬁ%m‘éﬁoﬁ b€ 11 g@foﬂa@éamm&ﬁmg%
tensile strength of thé rel ease sheet 16°1s decreased to be |e5s than
1g/cm the 10 amprepratebheleterifndd dwefer, nnratibeodlagehs batwidnetld me
of manufacture, and it is inpossible to continuously adhere the

rel easelsheet perforativhe(ar ask arensesisigt iegionmble beivecemgthet pdrforatiorkd
Further, in the case where t‘he gdh‘gsive patch 10 such as a poultice
or a plaster i80pus nrafesablycidOal HEYIL™ rel rtel E54k1 sieeds, avd dagnose

h t end t j | | yi ded, ,
Shows -a ten enﬁ%fer?abge lir :y“2%lbw=el to 1000:1 to 20, and is furthermore

preferably “20a” : “20b” = 100 to 1000:1 to 10. When the length of

the perforation 20a is longer than the length of the connecting region'

20 20b out of the above-described range, the sheets may be divided even
when not in use, and the medicinal properties vaporize to reduce its
medicinal effect, and the like, that starts showing a tendency to decrease
the convenience and workability and the like, In addition, it is possible
to prevent or suppress evaporation of the medicinal properties and

25 moisture from the perforations 20a by tensioning the release sheet 16 to

close the perforations 20a. On the other hand, when the length of the
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15 which decreases a yield ratio. In contrast, as the tensile
strength is increased to be greater than 200g/cm the rel ease sheet
16 shows a tendency to be difficult to divide in use, which reduces
t he conveni ence. [0065] Next, the usage of the adhesive patch 10 as
descri bed above will be described, 20[0066j First, as shown in Fig.
6(a), both ends of the adhesive patch 10 are pinched to pull the

R AT NI TR RN I o8
I8 e Ok S SRR PR B .
sheet 16 by eniaast ik AeDSnli®, 16 BEqkBlcARSRNTRE 4 BfEReS. 2

slip stopper, makes It easy € "adheslve pa

[ 0067] Furt her FuPtHé‘r, fﬁéegﬂ?ﬁ‘étﬁ?‘ﬁﬂggp?‘g’é@%ﬁ%ﬁ%ﬁ ?05 hickihap 2{35,% ﬁjee t he

rel ease sheet 16 and the p sheet 18, a

strengthsor t hepgiobfibRes datdintiead, | Howsegaged Iapeorst fe: lonhéQing

t hi cknesses. Theretore,” when both ends of the adhesive patch 10 are 5

pi nched to pul region 20b is ipgdferablydwlithin a tahge bEOD3 o [OHer. di¥hear des
over the entire fixed portions 22. As a result, when the weakened
parts 20 start comegiinggegiantatl gats tom oy, ehkadidfiont tmdivide ¢he sheet.
entire weakened parts 2Q in a nonent, which nmakes it possible to

instantly di vi 8% theothesheadswhen thecoppecting ogogy 20thisphiort Bds gasy fon
the case where Ih&q}\éﬁakﬁn d %rt 20 iE a perforated Iime,ﬁ d, the

rel ease sheet 4% & 1§ eegi nEIoVRyehi When 1iBe opBedingeregie KolaRed
of prefgrable t (r]jf'éalsegnd t e'%r thicl‘f@lessei.are wi thin the

pref erabl e rané%ﬁ & BHeeh IS FasiY boun ever CBILILYE-t 0 provide a uni que
cutting feelin tthe b e ti r&gi Qnse 20

bet ween the pemdg?lltlﬁo%gﬁgé% g?éj#ﬁg %‘gr orngt‘t%}ge?i1 ?I%Se %?ea(%%u{b% Qas]ff?{

instantly. Fu_ramrdin%ttﬁ@ &1@5&%‘1@& 1egld g glﬁtﬁhlgg %c?ﬁ&&niﬁ l9hed

. . a
feeling that it 1s possible for a user tod con at tHe reledse

sheet 16 and t BoikasBhoenh BEE 5Ha6FHE Josiebi pPlicsfhs befforeitéd Ané.wo,

but also the féeeling that the support 12 stretches followi ng the

i nstant cuttinGhisTireveé peretrdtes thhengDtleasiaching dedenforming sheet f18efoi ng
of division, but there is the feeling of stretching in a nonent of
pul lingldt, thextend par of ssway bf the telease sheet 1 6ithaidea sheatled balffcut.he
adhesi ve patch_10 has been al ready That is, it is possible to

offer the feel Th@re&res@@malgane@p@ﬂ%ét@ﬂe b groeue i dlais way Benthiet i ve
adhesi ve agent achv%gge]’[ﬁato&egqu ng%t}gglievmeop laeg.lgggeloof Illgdic:inal properties as
that in the perforated line, In addition, as the weakened paris 20, as
on¢ in which the release sheet 16 and the pinching piece forming shest
20 18 are locally heated by a laser or the like, to make the portion be easily
divided, thinning of the films, and the like may be variously conceived
of.
[0064] In consideration of division of the release sheet 16 and the
pinching piece forming sheet 18 along the weakened parts 20, the
25 tensile strength of the release sheet 16 is not limited in particular,

However, it is within a range of lg/cm to 200g/cm, and preferably
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25protected before use, which neans greater availability for the
user. [0069] In addition, in the aspect shown in Fig. 2, because the
weakened parts 20 are on the non-fixed portion between the rel ease
sheet 16 and the pinching piece form ng sheet 18, the weakened parts
20 are free of the influence of the fixed portions 22, i.e.,
heat - seal i ng, the adhesive, or the |like. Therefore, it is possible to

20 1 B A L G A 8
e
he Shaps. Got 5 SOHE SRbAC FePraply BB, SGIRAARE or e 1daru

substantially tWifich hReafifHEALEaREr ﬂiaﬁrtﬁgt §t El'faegtéelo Etsheetsﬂ?.h ?Hﬁgig,

stability, it is possible to maintain the s e support

adhered §o t heefénaghgonlid milEZstrM%i%WbﬂTﬂiéeﬁeléésepmt bilge haingr gheent
the support 12 fromwinkling. 15[0071] Wen the rel ease sheet” 16 and

the pinching pweakerdedr parhd0 s &ewr al Bpprozimiatelydbglom; because the pinching
pressure-sensitive adhesive agent |ayer 14 on the support 12 is
exposed. Next, pigsesfooming shegtg 18 6isbfixed Ho thepralemte pshest Uibe-medehts ve
adhesi ve agent |ayer 14 is put on,khe skin. Although {he exposed
portion of thedbﬂéﬁgupmﬂﬁslst pyaviderhe sOne theg ether| Bynd, ay the tensile

strength of the release sheet 16 is decreased to be less than 1g/cm, the

10 release sheet 16 is cut off in the process at the time of manufacture, and
it is impossible to continuously adhere the release sheet 16 to the
pressure-sensitive adhesive agent layer 14.  Further, in the case where
the adhesive patch 10 such as a poultice or a plaster is put in a packing
bag, the release sheet 16 easily shows a tendency to be easily divided,

15 which decreases a yield ratio. In contrast, as the tensile strength is
increased to be greater than 200g/cm, the release sheet 16 shows a
tendency to be difficult to divide in use, which reduces the convenience.
[0065] Next, the wsage of the adhesive patch 10 as described above will
be described.

20 [0066] First, as shown in Fig. 6(a), both ends of the adhesive patch 10
are pinched to pull the release sheet 16 together with the support 12 to
the right and left, to divide the release sheet 16 and the pinching piece
forming sheet 18 to the right and left along the weakened parts 20. At
this time, in the case where concavity and convexity is formed on the

25 release sheet 16 by embossing or the like, the release sheet 16 serves as

a slip stopper, which makes it easy to pull the adhesive patch 10.
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20 smal |, the adhesive patch 10 can be provided with a tenporary
hol di ng effect on the skin S. Wen the pinching piece form ng sheet
18 is divided, the pinching pieces 18a and 18b are forned with
respect to the respective rel ease sheets 16. Therefore, by pinching
and pulling the pinching pieces 18a and 18b after tenporary hol ding
of the adhesive 25patch 10, it is possible to apply the

- I t] ' I . h Ki whi |
LT TR R RSk 4 el bt o
dhesi | 14 h ..12..[0Q72]. B
adhe’ v, 29°0C (NG okl o Lhg AUPBRidich Bh LRI, D B
ports o of e RRTFRAE; TRIShiniS: AR PASHshe Rlplpecaf, W,
and 18b are twhityarsd MaRddR Rﬁi&kﬂﬁﬁ%sadﬂhétdghé@ﬁé@a%&@ﬁg%o at

extent, it is possible for a usér to arrange the a

a desiresl posi Elrﬁcﬂe@!o pullasithe SicheHsRIM the k{18 Force | disphsel ver tHe
whi ch the pinching pieCes 18a and 18b are pinched, because the
fingers are cl es#retfixdcheortivpoded A@ratmgﬂt,aﬁhéﬂ?&em@ﬁ@ué&ﬁm% ktayie
adhesi ve agent l|layer 14, 10it is easy to finely adjust the position
of the adhesi vbrgakinghpatiatljyahe deeakage cpiehads owar theamtivd sveakenednpaatice
for the user. &00731 Wth respect to the adhesive patch described in
t he above- desceliea ipaxment, whick makes Spossibiritopinstahtly divide hotieshiests
patch is tenpor riI)i' hel d on the skin, the rel ease sheet is

sandwi ched bet he@&Rd18.

10 [0068] In particular, in the case where the weakened part 20 is a

perforated line, and the release sheet 16 and the pinching piece forming
sheet 18 are formed of preferable materials and their thicknesses are
within the preferable ranges described above, it is possible to provide a
unique cutting feeling to the user because the connecting regions 20b
15 between the perforations 20a of the perforated line are cut instantly.
Further, this cufting feeling includes, not only the feeling that it is
possible for a user to confirm that the release sheet 16 and the pinching
piece forming sheet 18 are split into two, but also the feeling that the
suppoit 12 stretches following the instant cutting. Therefore, in the
20 case where there is no feeling of division, but there is the feeling of
stretching in a moment of pulling it, there is a possibility that the release
sheet 16 of the adhesive patch 10 has been already split. That is, it is
possible to offer the feeling of security to the user that the
pressure-sensitive adhesive agent layer 14 of the adhesive patch 10 is
25 protected before use, which means greater availability for the user.

[0069] In addition, in the aspect shown in Fig. 2, because the weakened
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15 the support and the skin, which makes it difficult to release the
rel ease sheet in sonme cases. However, because the pinching pieces 18a
md 18b are forned in the present invention, it is possible to easily
rel ease the rel ease sheet 16 by pinching, and pulling. Further,
because it is possible to prevent the fingertips fromtouching the
pressure-sensitive 20adhesi ve agent |ayer 14, the pressure-sensitive

adhesi ve agent does not stick to,the hgnds in any case. [0074]
Mor eover, becalidds ﬁgtar%ﬁpyﬁh?§mﬂtﬁ¥5‘élsmrgpé bresmnke ralease pleehl 6rand

right and left ,pinching pieces 18a and.18h, but it . s also pgssible
o i mil t aneoullPICHERE Hr RRoHRE SHE 18 HeoWauinkd birE cDcm dieeuet
18b and 25al so e h rkabil | for._appl kcatjon s . nproved
for the user. F%@?P%&EPM’@PW ptﬂﬁ@olﬁ % Lt I’Eﬁﬁhgﬁf"f’:}iﬁg’ %oa(%‘ﬁﬁllk’?h t he
pi nchi ng pi ece ] . ' of
di vi ding t he rgTeelgg%l :ﬂ%’éé’g’?&’ 6%%&%??%“3{%%5 %‘Wftﬁgééslg%fg Beet Wi“r‘e‘%ﬂﬁ
portionss 22 be e S t ' & eFethel8a
and 18b Sis hi gEmfﬁElg ?gendsei F@ﬂﬁggcgﬁgf slg)%r@gge o@g}:@%lﬁg]gplg frgqui glgd
portions 22, tQmﬁH@ﬁﬂthEQMLy evenly act on 5 it. Wen the rel ease
sheet 16 is being released fromthe pressure-sensitive adhesive agent
| ayer 14 in suf(78] Shatter, dven dfter dhe selbsicasticetll byandvibiel pinddhg pdeeet he
diverging line between the rel ease sheet 16 and the
pressur e- sensi formdng dhestildera disided, dhe fixed pottionsid: bgween bothaihehtst he
outside of the_adhered portion of the release sheet 16 and the_ 10
pressur e- sensi 1§ #8da %8¢ not sgparatedaipemanmiyin the fixedstate., Therpfore,
possi ble. to prevent .the s ort, 12 from w. nkljng, ang. the .
P essur E sens ek S5 ger fump cryHR ok BpERING [Domgiain
anot her. substantially the linear state or planar state. Due fo such shape
stability, it is possible to maintain the shape of the support 12 adhered to
the fixed portions 22, which makes it possible to prevent the suppoit 12
from wrinkling.
15 [0071] When the release sheet 16 and the pinching piece forming sheet
18 are divided, the pressure-sensitive adhesive agent layer 14 on the
support 12 is exposed. Next, as shown in Fig. 6(b), the exposed
pressure-sensitive adhesive agent layer 14 is put on the skin.  Although
the exposed portion of the pressure-sensitive adhesive agent layer 14 is
20 small, the adhesive patch 10 can be provided with a temporary holding
effect on the skin 8. When the pinching piece forming sheet 18 is
divided, the pinching pieces 18a and 18b are formed with respect to the
respective release sheets 16, Therefore, by pinching and pulling the
pinching pieces 18a and 18b after temporary holdihg of the adhesive
25 pateh 10, it is possible to apply the pressure-sensitive adhesive agent

layer 14 to the skin 8 while releasing the divided release sheets 16 from
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[0076] In this way, according to the present invention, it is
possible to cleanly apply the adhesive patch 10 to the skin w thout
maki ng hands 15sticky and wi thout winkling. [00771 In addition, for
t he adhesive patch 10 according to the present invention, there are
ot her usages ot her than the above-described nethod. For exanple, a
met hod may be adopted in which the portions serving as the pinching

P70 PR ol SRR SR AT
h 18, d ' L Ng . pi 8
et o OEEA s B R O B0 AR 85
A TS T e L

case, because \igr 280k brbE G HIAPURHEIAGDSIREP |8 YATTAG piihing

formed, it is possible for "a user to freely select one of

pi nchi ngs pi ecegiek%lwdnda%\/ﬂ@é eRollgyeredhys e teckResebadd siifiness {0

convenient. [0078] As one aspect of the present invention for
preferably exesdmegxtche iaiopussibds for Desbr o anhngnthef ddbesive patabol( & ce
may be cited. The poultice is forned such that the support 12 is a
non-woven f abr Adesizaipasitidreby adatile eenseticn.t | erthathins statednevhich theer
14 is aqueous gel.,In the casecﬁhere t he Pressure-sensitive adhesi ve
agent |ayer 14pinshigijieces Lig and 8l asepinehed degawngrthe dingers ami dessess
and a sufficient weight,, noderate rel easing strength, is proyided
thereto, and t ﬂbﬂﬁeé’%%f‘él Rrben of ghe Eﬁﬁ%ﬁ%é‘l‘%ﬁ%@&%ﬁ’%ﬂ ijliyph 14y
case. Therefore,. becausexthere.i 0 10.need.tp provi.de
anti - r et easi ngﬁrféa%yls{ﬁcﬁn g %flﬂ)\%uﬁﬁ RS R, tﬁ%é‘éﬁ?ﬁ%ﬁ pafehpl dhat
Literature 5, gRARERGHYIMBYeS 1RACH AR O ForGRS bisdsS | OW
[0073] With respect to the adhesive patch described in the
above-desctibed Patent Literatures 1 and 2, when the adhesive patch is
temporarily held on the skin, the release sheet is sandwiched between
15 the support and the skin, which makes it difficult to release the release
sheet in some cases, However, because the pinching pieces 18a and
18b are formed in the present invention, it is possible to easily release
the release sheet 16 by pinching and pulling, Further, because it is
possible to prevent the fingertips from touching the pressure-sensitive
20 adhesive agent layer 14, the pressure-sensitive adhesive agent does not
stick fo the hands in any case.
[0074] Moreover, because not only is it possible to pinch any one of the
right and left pinching pieces 18a and 18b, but it is also possible to
simultaneously pinch the right and left pinching pieces 18a and 18b and
25 also pull them, the workability for application is improved for the user.

[0075] Purther, at the time of pinching and pulling the pinching pieces
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[ 0079] [ Adhesive patch manufacturing nmethod and adhesi ve patch
manuf act uri ng apparatus according to the present invention] 15A

nmet hod according to the present invention for manufacturing the
adhesi ve patch 10 having an excellent effect as described above is
basically perforned in processes shown in Fig. 7. That is, first, the
support 12 is prepared, and the pressure-sensitive adhesive agent

Li:éire f%é iirﬁn:ﬁge‘fgnﬁﬁlsﬁgﬁl ﬁé%‘%ﬁw&‘gi e @%&S&r@nﬁﬁﬁm‘%&%gi e

, 20 ‘ '
For mod. Thn, S CERLS 1o SRS oG fed s 28 heb HFCihE s ng
on the suppor 1 18" Heod P BAERRL RS TBhaht T A Ml A Bl B

adhesive, a he ' 'féolgx 1 ) } Ve

[ 0080] The net E%sgé@ﬁ%&ﬁ%tﬁé@ﬁg. el,d;ﬁoarf 1tB §Sp%2’ikt§ st ?tg@%yh%?ﬂ\l)gg‘ga@c hes
are manuf actur gl OrfheN @ne. rdtkHseY Qheett NG Eisi beth ed Ofiom the
conti nuously manufacturing the adhesive patches as well. That is,

the conti nuouspashasisensifiot cldhesivefaehuildyey Meidadch ncbuttesthe fordest
step of unwinding a first continuous web which will be the support 12

5 froma firstsubstaitiadly avenly, actoon thendisreypings Hne betyesenithe veleasghdbsetv e
agent layer 14 on the first contipuous web, a second step of .
unwi ndi ng a se&érididcibatpressurgssensbivenadhiesive! agent layiee 1deftherbordandine 16

from 3 sscond cijcuasl ol unc oo 3 g copts nupus ueb gl ch
o e R B A R
part 11 L1e SeEOBRSPOAC WO, SO, Wi S 0 MR- AR

b to which't j i 11S, o f2 h b
web to whic Q&lésméﬁeﬁpm&b%wﬁqﬁgle@g thoRd anbfi@f. has been

obtained in the third step; ssure-sensi'ti ve adhesive

agent |ayer 14[0076) 18 this' Wiy, GeBéidRtCHStHResdit dhvdtpnb aGY Pg?éisimd in

the first step, so as to forma | am nated body, and a fift step of

cutting out thelehmlyi appletheadhesoht pdtcledito thekirowithous helidghgnds
predeterm ned size, so as to formthe adhesive patch 10. [0081] In

order tId pref estidkiyyandpiteorgrwrinkling. met hod, it is effective to 20 use
an adhesive patch manufacturing apparatus 100 according to the

present i nvent [ 7hdn aedisinm ifemtheyadissine patclrilg. acgording to heuprasatted

EGGR L LRI T U NIRRT
continuous WebF%rzéA)‘{avl%Elg,ha Welod nela;;r he aﬁggf% h thzléh ® go%[igl‘lé Qe?'ving as
the pinching pieces 18a and 18b of the pinching piece forming sheet 18
20 are held to pull to divide the release sheet 16 and the pinching piece
forming sheet 18, and thereafier, one of the pinching pieces 18a and 18b
is pinched to release the release sheet 16 on the side thereof, to expose
the half of the pressure-sensitive adhesive agent layer 14 on the suppoit
12, and thereafier, it is applied to the skin, In this case, because the
25 pinching pieces 18a and 18b are symmetrically formed, it is possible for

a user to freely select one of the pinching pieces 18a and 18b which is
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25pressure-sensi tive adhesive agent |ayer 14, a fixing unit 120 that
fixes a third conti nuous web 18A which will be the pinching piece
formng sheet 18, to a second continuous web 16A which wll be the
rel ease sheet 16, a weakened part formng unit 140 that forns the
weakened parts 20 in the second and third conti nuous webs 16A and 18A
passi ng through the fixing unit 120, a |am nated body form ng unit

150 which 5 adheres ,t he second.and third conti nuous webs 16A and 18A
passi ng througﬁa‘ot}hé’ MRM“%A&BWPWHG%M 140, on the

b Ion acer nddU R A0 SRk En 8 me R lent Inflnulonrch frdfer SR GRHRE
f pa . . . :

| o et ed" body 5k, 186Ve-Adcy POl fintid lefidotsTla padifico My B Gudt', THE
and 18A passi ngotilficeys Fothal é&ﬁ?tﬁ&@ﬁ% dﬁ%gmfmmaﬂﬂoﬁ%%rzeﬁﬁhﬂéoaﬁ to

be the adhesive patch 10 as a finis oduct, e first

conti nuofis web tHe2fressurgrensitive hibesive apdteldydd [4is aguaivgadelr ol 1B,
which is rotatably held on the upstream side of the 15spreadi ng and
adhering unit t4®, wherehthef passunesbuesitips adbéshes ag@tald?af 14 ds wairtoisl 0.
The spreadi ng and adhering unit 110 is a conventional |l y-known

confi gurati on, gelhdeecapseddhasmi safficient thickmess samde-as enHfidienteweihesi ve
agent on the top surface of the first continuous web 12A, to formthe
pressur e- sensi HOgeraie elessing signpth 1saptevided therefp oad theyelease shestdd

han, Lhe second SO LugLS ek, 168, a0, Lhe g Contluoys veh 168
G G TE T IR T T AT TN
21, 108 1102, SHBGENENSH AR R, bl A o
low.
[0079] [Adbesive patch manufacturing method and adhesive patch
manufacturing apparatus according to the present invention)
15 A method according to the present invention for manufacturing
the adhesive patch 10 having an excellent effect as described above is
basically performed in processes shown in Fig. 7. That is, first, the
support 12 is prepared, and the pressure-sensitive adhesive agent layer
14 is formed on one surface thereof. Further, the pinching piece
20 forming sheet 18 is fixed to the release sheet 16, and thereafier, the
weakened parts 20 such as perforated lines are formed. Then, the
release sheet 16 having the pinching piece forming sheet 18 is adhered
to the pressure-sensitive adhesive agent layer 14 on the support 12, As
a fixing method, there is a method using an adhesive, a heat-sealing

25 method, or the like as described above.

[0080] The method shown in Fig. 7 is a type in which adhesive patches
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120 may be carried out by use of an adhesive. However, the equi pnent
may tend to becone conplex, and therefore, it is effective to carry
out the fixing by use of a heat-sealing device. Further, as a
heat - seal i ng device, there is a roller type having a pair of heating
seal 5rollers. However, a press type is preferable for reliable
heat-sealing. [0085] Fig. 9 is a side view schematically show ng the

fixing unit 120 having a pr.ess type heat-sealing_device 122. The
il lustrated he8f® %‘&?@u oBe Ry conec| Heuever { thees) i8 ea methody for and
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18A are fed befiaen fiRe olfziddl )(}@H’ e Fornp Rﬂe%ﬁn@%@nﬁiﬂ@e HRkede a%@ﬁ"t'

bar 126 in a heated state, and both conti huous webs | 6A and 18A are

pressed bet weetnyehdgeonseaht flrar sodtdthonsdwdinba sbedrd St@ptd:ﬁ]u@w&ldl%% 16A
and 18A are heat-sealed at the portion on which the seal bars 124 and
126 contact easteooditentinnausi welpwhiihbiil bothedplease shvet 16 fionga ségondgt h
of the fixed portjon 22 by the 20 heat-sealing by appropriately
changi ng the perigie! apl, sinpindiag s thisd stonginupue web pyldelsi wijl peethsur e
and heating tenperature. In addition, even in the case where
concavity and g@ﬁ i P}eqes%@?lﬁﬁdshﬁﬁ’tt]fﬁa Bemord teisht pmgisak rabb anda by

122, s pos Sihsreotiis Betii c‘é@hﬁ&;@%ﬁﬁ prsbR %eé‘ir?cf{a?q:ﬁhlbﬂg At#D o™
Possibl e Lo rofikant SH A Bird WER! bt L HARKESE bR thd sbcbna

continuous web and the third continuous web which are fixed, a fourth

step of releasably adhering the second continuous web to which the
third continuous web is fixed, that has been obtained in the third step, to
15 the pressure-sensitive adhesive agent layer 14 on the first continuous
web, that has been obtained in the first step, so as to form a laminated
body, and a fifth step of cutting out the laminated body obtained in the
fourth step to a predetermined size, so as to form the adhesive patch 10.
[0081] In order to preferably implement this method, it is effective to
20 use an adhesive patch manufacturing apparatus 100 according to the
present invention as schematically shown in Fig. 8. The illustrated
apparatys 100 is composed of a spreading and adhering unit 110 that
spreads and adheres a pressure-sensitive adhesive agent on a first
continuous web 12A which will be the support 12, to form the
25 pressure-sensitive adhesive agent layer 14, a fixing unit 120 that fixes a

third continuous web 18A which will be the pinching piece forming
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continuous web 16A and the third ctontinuous web 18A. In addition, a
flat plate, i.e., a so-called anvil, may be used in place of the

fi xed seal bar 124. [0086] In addition, in the enbodi nent shown in

Fig. 8 tw pairs of the 5 fixed and novabl e seal bars 124 and 126

are provided in parallel to the feeding direction of the continuous
webs 16A and 18A, thereby fonning the two fixed portions 22. [0087]

foedi g of Frﬂg%ﬁééof% tgﬁ%‘%%égel 'bqr&w ' Lﬁaé«?@: high %{ﬁh tohe v a0

' 124 [
oot Sl o8O ORTE VR Bt P o B et
ESF?LS'e:t e 1 FEHE 20 8 shANGTNG ARA OB TR Robd FEhabg A bRgify "
Snd third 18 ooRengRife Hife W00 RIAGHRN Wil FaMiRR ol P BRI
form ng §nit 1a@hera§dhé Reseridos®l thitd iconfHRERESHEYs GA BiE rl'Sh%_E;ﬁ%Eﬂgy

carry out feeding of the first continuous web 12A as wel | I's I'eads

to a decrease throagl ithd eralerntl et fdrathpnmit [40088) thEhawssuge-bérsiive
accunul ation device 128 and a second 20 accunul ation ‘device 130 which
are capabl e of adbesivasgent tayeni4 ot fiish gonthrione svebdl 2 passing hrough
continuous webs 16A and 18A, are resgectivel y provided on the

upst ream si de Hhesnrpadioe and edbarmgmie 140, sotns thdarm sdamingjedibody 84,122
out feedi ng. of Hoiha S ARG dhtcdis-itihlouisadnsy Zoal Bedsem
[0089] f5 ¢ he iy n(yoln 1%1{181513 d\%t\al‘ti)sc e1§A1,2§63? dar%c? OI gA algfilsgllillsg %%%Eh THte
laminated body forming unit 150, so as to be the adhesive patch 10 as a
finished product.
[0082] The first continuous web 12A i3 unwound from a rolled first
original roll 12B, which is rotatably held on the upstream side of the
15 spreading and adhering unit 110, to be fed to the spreading and adhering
wnit  110. The spreading and adhering unit 110 is a
conventionally-known configuration, that spreads and adheres a
pressure-sensitive adhesive agent on the top surface of the first
continuous web 12A, to form the pressure-sensitive adhesive agent layer
20 14,
[0083] On the other hand, the second continuous web 16A and the third
continuous web 18A are respectively unwound from a rolled second
original roll 16B and a rolled third original roll 18B, which are rotatably
held on the upstream side of the fixing unit 120, and both continuous
25 webs 16A and 18A in a superposed state are fed to the fixing unit 120.
[0084] Fixing of both continuous webs 164, and 18A at the fixing unit
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be conceived of, and a nechanismas shown in Fig. 9 may be used. The
illustrated nmechanismis conposed of a plurality of guide rollers 132
rotatably attached to certain places, and novable rollers 134

di sposed between the adjacent guide rollers 132. The novable rollers
5 134 are configured to be able to approach and nove away fromthe
guide rollers 132. Further, the novable rollers 134 are configured to
nove away fro e rollers 132 in an,unl ogded sta by spr.ings

or the like. Imﬁbgﬁ ?’:51 ﬁeﬁﬁ&lﬁ SV e USe cOh@Nad T]SPIYT-]d gvshothe
bs 16A d 18A., i i j . i

Webs are 10 ai CAVRaRSF YIS b bbBlsk ke, IS AR e

movabl e ol | e s,iad,, 3d MED LRI L OrGRARSIEEN Ayber, 5

pr edet er mi ned e act’s 'on fhe’ continuous We and
novabl e rol |l er j : i t t,
when tensile fg?%e%g%%ggﬁp’oﬂm%& ﬁ%g@l}%@%?g@é@éﬁﬁ %gﬁ’fvﬂz}?aﬁg,@ St%ﬁfé

movabl e gol | er golledd NHyRet¥RY phéd ot pRe i Tdr bl £V18 hddtdealif®90] I n
the case where the accunul afion deVices 128 and 130 wth such

mechani sm are [0085] digd. 91s hhideupigwr sshenpitidellpaisbwing tﬁe\@h&ﬁ%mi’ﬂ Isigde
of the heat-sealing device 122, this gﬁerat es as follows. 20[0091]

First, in a sthadngnawpress Hygps - heaftdealing sdevite bé2hg cThei dtistrated t he
second and third conti nuous webs 16A and 18A wi th predeterm ned

tensile force bea-sgalingderige 1% inpludps afixadesesl haol 2drand hmoveblgiseal

7bccs ot ‘hesboE Il MR ' et Ravade oS AR 164
d 18 th teseal jng devi 2 fi ly, t d and

Ehir do e i nuodeme BEReh® dnavalin Sedlchir, B s MoReT e e, BE0 o

f th i gi | 8B, t ensi

force of tne sBRolt®. A B PRV Rl B VB ot RS 4] PR

Lo o oy ( . t :

movable ot | or tepay Bott At LA e B DR ARRE BABDI MaLbar, |

extend the shegpt aed Hedtedap ftoianteiﬂlﬁréﬂxféfquﬁ@wfyﬂ RédtARalHeY | Renl A8

Because the second and third continuous webs 16A and 18A 0f this
ext ended | engt fecand @acicthind edrathuons twsbsf 164 tandcIamnak@tfed hetleancthel 28,

there is no need to stop unw nding the continuous webs 16A and 18A

from t hES ori gi fised sedldrar d2¢ aeiBhendotdie seal bar 126 in a heated state, and
both continuous webs 16A and 18A are pressed between these seal bars
124 and 126, both continuous webs 16A and 18A are heat-sealed at the

pottion on which the seal bars 124 and 126 contact each other. It is

"

possible to adjust the fixing strength of the fixed portion 22 by the
20 heat-sealing by appropriately changing the parameters such as a
pressing time, a pressing pressure and heating temperature. In
addition, even in the case where concavity and convexity is formed on
the second continuous web 16A by embossing or the like, by use of the
press type heat-sealing device 122, it is possible to ensure a sufficient
25 pressing time and pressing pressure.  Therefore, there is the advantage

that it is possible to reliably carry out heat-sealing of the second
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10[ 0093] On the other hand, at the time of heat-sealing when
second and third conti nuous webs 16A and 18A are directly fed to the
| am nat ed body form ng unit 150 on the downstream side of the
heat - seal i ng device 122, because the tensile force of the second and
third continuous webs 16A and 18A is reduced in the second

accunul ation device 130 on 15t he downstream side, the novable

SR TXERCIP W N AL Vel

cont i nuous Web§°Ii

T e PRSI 50 LSRR P

t he second and

t he

rollers
nd third
141, Gh

carried out by EP?Z@O heat - seal i ng device 122, feeding into the
fixing unit 128 and 'feeding out of the fixing unit 120 are
continuously c Jhs eCes
128 and 130, aiﬂ 6ﬁere o%trel‘}fl Eﬁ‘ﬂ}@?&ﬁé@@ﬁ%{)ﬁ%l}o cgﬁfﬂé W{)?Q@%??m out

superpos§tion fiked Eﬁdmih Sl bhAy T MIZ@&@%&%@SQ lﬁ% rallRd

the first continuous web 12A uninterruptedly

he se

td R and

cond and

third conti nuotfieedivgdirddidnafdhd 8entimmuk ayebs d6A and TRA ftheieby forthingl 20
are fed to the weakened part formng unit 140, to formthe weakened
parts 20. As t He hxeafixetepborpians 22.0rming unit 140, a conventionally

wel | - known device may be used. For exanple
rol l er having P0U7hdduring theopracess @ b@&&-&ﬁahng,dltllsrt@ceesagr towtop the t he

a devi ce conposed

i ke, a device.,t

part by irradi g?qgat f @ﬁe@%ﬁr%@@e‘gﬁ%ﬁ@ww@eﬁﬂ% r a fr gile

addltlo

are for

advance.

whi ch

15

20

25

of a

din ?%ge%bﬁ?wr%@%‘@%h bio134 2ed 125 B Biiobe o‘%&éﬁt&@oi "

[ 0096},eat\BatGs QBc8 192! Nt I B RHAHSHYFREA LS s
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and third continnous webs 16A and 18A is infermittently carried out,

becauge the first continuous web 12A is continuously fed, it is difficult

to superpose the first continuous web 12A and the second and third

continuous webs 16A and 18A in the laminated body forming unit 150,

and therefore, it is necessary to intermittently carry out feeding of the

first continnous web 12A as well. This leads to a decrease in

efficiency of manufacture.

[0088] Then, a first accumulation device 128 and a second

accumulation device 130 which are capable of accumulating or

tetaining the second and third confinuous webs 16A and 18A, are

respectively provided on the upstream side and the downstream s

the heat-sealing device 122 in the fixing unit 120 shown in Fig, 9,

ide of

80 as

to continuously carry out feeding of the second and third continuous

webs 16A and 18A.

[0089] As the accumulation devices 128 and 130, various modes may
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10 the weakened parts 20 such as perforated |ines are forned at the
weakened part formng unit 140 are thereafter superposed on the
pressure-sensitive adhesive agent |ayer 14 of the first continuous
web 12A at the | am nated body form ng unit 150, to becone the

| am nated body 24, and is fed to the cutting unit 160. The | am nated
body 24 is 15cut out in a predetermned size and timng at the

tti it 160, t | ete,the desi.red hesi tch 10 00971
' 1 ho manuf ac 8 SRGC BN Sk ERERFHIND oY gt A3pod ANk bE0Beds
d i bed ab f ol di ' ' t r.equired, f t h
econd and-t i necTERES sdeiafBd L EGRR0R O Rl Bt afider Blisty

cond and ! -SRI SR IRCWARATR P B B 5
possible Lo contPnaepy BB K Rieftof oL fad Rt il a4

web 16A and t h@jdodisdhaakh ThE a% gél?t%ﬁgﬁrsf p5at Tﬁé‘@vtahféemtllers

weakened parts 20 al ong the sheet Irection, a erefore,

it is poSsiblelBsd £tfdonfighiddytoChs blertd approabiiutiadbys wadhB@Ofe |
particular, in the case where the fixing of the second cofiti nuous web

16A and the t hignilecmblersidilis FwthehSthei movable irelereuit3doare sonéigaied he
press type heat-sealing device 122, even when concavity and convexity
such as enbossmae dvwayf Bemghe gnidetrellersddddn aonmioaded stateby tprngs or i s
possible to reljiaf]y fix tple second conti nuous web 16A to the third
conti nuous webtheslike.onln shs meehanism, thersecond sud third eentinunussvebs
corresponds to e i mtitent. feeding in the case where the press
type heat - seal rlﬁg%@cf a Opghwga?sgi}efrhyha&ﬁqmomlmwwﬁb%g@ 128
and 130 nthereby it kS possible exerci t effect that. it .is
p0ssi b K01 o comtrmeishEmuad arg i e s 1t 157 She M plovible folles
continuous web132 i iheh ensHBIORE RPfer Mah S HRDHLAHANE WRRS adf

the continuous webs 16A and 18A, the movable rollers 134 approach
the guide rollers 132, and in contrast, when tensile force becomes Iower
than the predetermined value, the movable rollers 134 move away from

15 the guide rollers 132.

[0090] In the case where the accumulation devices 128 and 130 with
such a mechanism are provided on the upstream side and the
downstream side of the heat-sealing device 122, this operates as
follows.

20 [0091] First, in a state in which heat-sealing is not being carried out, the
second and third continuous webs 16A and 18A with predetermined
tensile force are guided by the guide rollers 132 and the movable rollers
134, to continuously travel,

[0092] Even during the process of heat-sealing of the second and third

25 continuous webs 16A and 18A by the heat-sealing device 122,

continuously, the second and third continuous webs 16A and 18A are
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10cutting thereof, [0099] [Modified enbodi nents and the |ike]

The preferred enbodi nents of the present invention have been
described in detail above. However, it is a matter of course that the
present invention is not limted to the above-described enbodi nents.
15 [0100] For exanple, in the above-described enbodi ments, the
support 12 has stretching properties. However, in the case where

h i d i Vi he . rel h b Il h :
adnesi ve pat ch 8 (0o im0 BPm tohcorigirel shid OO opdr 1FBs of
th t 12 t i ped. 20[0101] .Eurth ' h nmhodi t
hmdpfpm os. By b%q%ﬁé’e': ?éhtpnaﬁ%%r@ 1{ ﬂ?éz%%bﬂ rsbﬂotiggfﬁgo%:aﬁuwf”
pgrt ions 22 ar ?%ﬁ@g@ qgés%itlﬁg%%eldﬁgﬁégiﬁfé?@g@ﬂﬁ‘g@ﬁ%bd?ﬁgeagﬁﬁ%ed

ts 20, it i R, ] . . . . .
b ece forming SRoup it HdsPull ENRIOTANIART34AR0C ARy o dis gL "
pi nchi ngspi ecesollds 13040 h8 k) etbh@ thekinebdibain I &hﬁ-@?ﬁrsﬁ ARBmstiH own

in Fig. 10, an aspect in which the right" and Ifert i xed portions 22

are formed at gdesictil8s Bucabdevitleysesmbuad ehird \woMiinhcls R¥BIMEA, arky
approximately 15 to 25 nmfromthe weakened parts 20, may be

concei ved of . [18A0af thisexterdaitangitmere agansilgted in thé&ifyst dQ@unaldtion t he
rel ease sheet 5 16 and the pinching piece form ng sheet 18 are
di vi ded al ong dficodakethere ipaotseddy sioptunsvindingitke contémiops mebs6A18a
Bl cces. ' Ther ebyid i BATSp s pEEaL BalsFils L oad 1B8s usages. accor di ng
Lgstsih& g&?\éeg: mﬁ(@ni ug e hgg , at the 1|n1ee’ of‘ﬁeast-hs%\e,l\ﬁngi thzinqhe %&éoridt s
and third continuous webs 16A and 18A are directly fed to the laminated
body forming unit 150 on the downstream side of the heat-sealing
device 122, because the tensile force of the second and third continuous
webs 16A and 18A is reduced in the second accumulation device 130 on
15 the downstream side, the movable rollers 134 approach the guide rollers
132, As a result, the second and third continuous webs 16A and 18A
accumulated in the second accumulation device 130 are fed out,
[0094] Therefore, even when the feeding of the second and third
continuous webs 16A and 18A is intermittently carried out by the
20 heat-sealing device 122, feeding into the fixing unit 120 and feeding out
of the fixing unit 120 are continuously carried out by the presence of the
accumulation devices 128 and 130, and therefore, it is possible fo
continuously carry out superposition of the second and third continuous
webs 16A and 18A and the first continuous web 12A uninterruptedly.
25 [0095] The second and third continuous webs 16A and 18A two-layered

in the fixing unit 120 are fed to the weakened part forming unit 140, to
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10pi nching piece 18c on the |left side and the outer pinching piece
18b on the right side, to release the rel ease sheet 16. [0103]
Further, the shape of the fixed portions 22 may be not only the
| i near shape as that in Fig. 2, but also another shape, for exanple,
a curved line shape as shown in Fig. 12. In a case of the non-Ilinear
15 shaped fixed portions 22, in particular, fixing by a heat-sealing
nmethod is easily c rri%ﬂgfué, whiich i.s favorable. In_a case ,0of . the
1@ Parth

shape shown i nf@mythesye &0pi Adithayepkeancd nagh flormingwab 40,8 | s
18b are pul | ed°PeRRNEg nvBERAOEr HeViBE ey b8 GREFe it ERTRE 1y
curface) of tndhre Sindsed otk RIBIIR DL o AT 0T Fufibe e, BEROMed

Ahesive pat cnii & RERe B, IePSORRE i RERN X PRI 10 4 ..

to be applied. giagveher R b erad Ve Heb® b i
portions 22 is narroweg j?%@t lk@?tce?lt -rral ﬂ%glr?f%n of 25t ﬁe%{lle%?\%leay

patch 10, at tbe gitede oln pudditiorg irhehpicnshidicent ebesnléa Eiﬁd 8,8thet 0
the right and left, the tensile force is concentrated on the
weakened part swedkénedapats 20 sieeforardrim theocetiten befwddne ttrdbes i fiseed
patch 10, which nakes it easy to divide the rel ease sheet 16 and the

pi nchi ng pi eceppiions 33 fermaed im@lvanes.cover, the space between the two
fixed portions he | ong sides, of the adhesjve patch

10, a 5usage b{ﬂzof?ﬁigﬁhv&ge%gggé’ggpéﬂrdi conbyeuss wekp 16d md) 1841 nyvehiche
adopt edIO the weakened parts 20 such as perforated lines are formed at the
weakened part forming unit 140 are thereafier superposed on the
pressure-sensitive adhesive agent layer 14 of the first continuous web
12A at the laminated body forming unit 150, to become the laminated
body 24, and is fed to the cutting unit 160. The laminated body 24 is
15 cut out in a predetermined size and timing at the cutting unit 160, to
complete the desired adhesive patch 10,
[0097] In the manufacturing method and the manufacturing apparatus
100 as described above, because folding processing is not required for
the second and third continuous webs 16A and 18A which will be the
20 release sheet 16 and the pinching piece forming sheet 18, and it is
possible to continuously carry out fixing of the second continuous web
16A and the third continuous web 18A and formation of the weakened
parts 20 along the sheet feeding direction, and therefore, it is possible to
efficiently carry ouf the manufacture.
25 [0098] In particular, in the case where the fixing of the second

continuous web 16A and the third continuous web 18A is carried out by
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[01204] In addition, in contrast to the enbodinment in Figs. 1 to 3, a
state in which the outer portions 18a and 18b are made snaller or
conpletely renoved, and only the inner portions 18c and 18d are
served as pinching pieces is within the scope of the present
i nvention. 10[0105] Furthernore, there is no need to formthe fixed
portions 22 at two places at the right and left. As shown in Fig. 13,
the rel ease sheet and the pinchi pj ece farm ng sheet 18 may be
lxed at one pRSE et i HEBLOReHeAr-1ALAR ST Rt 2o CHUF FRGR COBFAVIDTAN

In this

LSRR SR B T 0 B B
R R

18 be fi i b 1 - ti th
‘ol oave shoet YA SOBTEN b 28k.; On Hhe Pl) BaBl e proBRi bt e
limted $0 a StoRédpdhds tdthe iﬁtﬁlﬂiﬁ%‘.ﬁt{@ediﬁ e the Edse whetd Yige fb%ﬁ)@y[ﬁ] ea

sawtooth shape as shown in Fig. 14. In this case, the shape of
fixed portionshék-sealinpdetioend? isnisedabyake ashapsiation alesives 108t dhd
shape so as to correspond to the shape of the weakened part 20.

25[ 0108] Furt héB0, theectyi itdhipugsibleetoe ekercise rthe siffeet thed ibdy possibler teed
into a shape other than the rectangul ar shape, for exanple, various
shapes as sho@@ntimiopplyscarns ol superpseyiipn of the Higst centitutgus iwelniiZén

t he pinching piece form ng sheet 18 does not cross over the entire
adhesi ve pat chWieh g S§P@V£a¢£ﬁmdg§‘?m@98§“f Sﬂééeﬁn(ﬁ&@Abén‘g@'éﬁp%@ﬂl I'n

additioi*b t he fcﬁt%nelgﬂ??é)rreéfl'ons are not shown in Figs. 15.

[0099] [Modified embodiments and the like]

~ The preferred embodiments of the present invention have been
described in detail above. However, it is a matter of course that the
present invention is not limited to the above-described embodiments.

15 [0100] For example, in the above-described embodimenis, the support
12 has stretching properties. However, in the case where there is no
need to divide the release sheet 16 by pulling the adhesive patch 10 to
the right and lefi, the stretching properties of the support 12 are not
required.

20 [0101] Further, in the embodiment shown in Figs. 1 to 3, the right and
left fixed portions 22 are spaced from the weakened parts 20,
However, because the fixed portions 22 are formed at positions
relatively close to the weakened parts 20, it is difficult to pinch the inner
poitions of the pinching piece forming sheet 18 (the portions on the

25 opposite side of the pinching pieces 18a and 18b) after dividing the

sheet. Then, as shown in Fig. 10, an aspect in which the right and left
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5[0109] It may be easily understood that the adhesive patch
manuf act uri ng nmet hod and apparatus of the present invention are
applicable to various adhesi ve patches according to nodified

enbodi ments as descri bed above. In the case where the pinching piece
form ng sheet 18 does not cross over the entire adhesive patch 10 as
in 10 Figs. 15(a) to 15(c), the adhesive patch manufacturing

t h in Fig. 8] t l'i cabl e di ly. Ho , f
exampl e, by adQeRRPTEEnS 20,35 Rl b HOPHIOR IRV SEPHEIea Vs 0%
f ' heet | din. Late tim h
cont i ndous. veb “RiRlE B pruRBrdP AT B 45t s e Hhelepted BEAR 50,
device in the H@ﬁ@@mbﬁeq?? I s 15possible to manufacture the

0 1 gs, a

adhesi ve patches ) to 15(c). Reference Signs List [0110]
10 .., Adhesiv , : ’ it st L i ch
will be a suppi?ltqg]?g ﬂl%%ﬁ;}bgglgﬁ?@@%&é%@ﬁ%ﬁﬁ&&%& %@ﬁ@#@%@‘r@ﬂ 16
Rel efise shegt and GRSeRRMhE Piéden drusinpedheuh i18haei bilvidd AR th
rel ease sheet, 18 ... Pinchi n%(yg? ece form ng sheet, 18%1, 18b,n_%18ce,
18d ... Pinchi mgakéemgieparisl3@ not. odllithe cueat portions 188 ndhi 8H) bt lalsdoe
pi nching piece form ng sheet, 20 ... \eakened part, 22 ... Fixed
portion, 24 ..inneamporizoisd Gecdyl 18bDainction Adipdisihiiey piced rEmarélaytitiis ng
apparatus, 110 ... Spreading and adhering unit, 120Fixing unit, 122
25Heat - seal i ngpasibledo provide varjouscisages pedsading ripethe. convenighte of ¢al

bar, 128First accunyl ati on apparatus, 130Second accumrul ati.on .
user. Lor example,p s shown in I*Jig. Iitis posmb?e to pinch the inner

Q

10 pinching piece 18c on the left side and the outer pinching piece 18b on
the right side, to release the release sheet 16,
[0103] Further, the shape of the fixed portions 22 may be not only the
linear shape as that in Fig. 2, but also another shape, for example, a
curved line shape as shown in Fig, 12. In a case of the non-linear
135 sh.aped fixed pottions 22, in particular, fixing by a heat-sealing method
is easily carried ouf, which is favorable. In a case of the shape shown
in Fig, 12, after the pinching piece forming sheet 18 is cut off along the
weakened parts 20, when the pinchitig pieces 18a and 18b are pulled to
the right and lefl, it is possible to sterically curve it so as to float the
20 exposed surface (medicinal agent surface) of the pressure-sensitive
adhesive agent layer 14 of the adhesive patch 10, which makes it
possible to easily apply the adhesive patch 10 without bringing about
wrinkles on the body surface to be applied.  Further, because the space
between the two fixed portions 22 is narrowed in the central portion of
25 the adhesive patch 10, at the time of pulling the pinching pieces 18a and
18b to the right and left, the tensile force is concentrated on the
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apparatus, 132 ... CGuide roller, 134 ... Mvable roller, 140 ..
Weakened part formng unit, 150 Lam nated body forming unit, 160 ..
Cutting unit. CLAIMS 1. A nethod for manufacturing an adhesive patch
i ncluding a support, a pressure-sensitive adhesive agent |ayer

provi ded on one surface of the support, a release sheet which is

rel easably attached to the 5 pressure-sensitive adhesive agent |ayer,

%Skinﬁﬁa‘gzi‘?dg@?ﬂ%ﬂ%&&%éﬁ|1f9€aisé$?rah{‘¢géq“h i%‘e?@%ﬁef&%i@héﬁéﬁm
hesi Ve. o whi ch 4. o] . . . e
Fixed on ¢ he. rave Siieled Bty 1 RidR RRRasE Wireh 1 b BP aftfig o
covers e weakgnedoifiie A8 feT WIARSVEL (hd Spdf AR, e BB fred
finction as pi ?)%H'id]ﬁ ) 8¢ YderRidon Thd ttﬁagpkias@b@%ﬁ‘aﬂﬁ@sﬁ&ga@cﬁguﬁhfet1
a weakened part for easily dividing the*release sheet 1ntd two parts

is formed at a 13 pmcﬁmgftﬁéﬂéq:ﬁﬂii@% dsGhiobe ek eremapdeladopteline

rel ease sheet, 15t he nmethod conpri sing: aTirst Step of formng

a pressur e- seng0104] elnaatiakitiony én agetrdst t@sirr crmbodingupioFigs, 1 to 3, a State
second step of fixing a pinching piece form ng sheet on a rel ease

sheet; 20a t hi iniwhigdpthefoutarparignal Seardhdareanads smalls oredonspletelheet
and the pinchi ?gmglfeedi eatido rDrlrlilyn gthg hi?lgtcr; p%?t(ijons 18c and 18d are served as
pinching pieces is within the scope of the present invention,
10 [0105] Furthermore, there is no need to form the fixed portions 22 at
two places at the right and left. As shown in Fig. 13, the release sheet
16 and the pinching piece forming sheet 18 may be fixed at one place in
substantially the central portion, and the weakened parts 20 may be
formed on the one fixed portion 22. In this case, there is only a pair of
15 the fixed seal bar 124 and the movable seal bar 126 in the press type
heat-sealing device 122.
[0106] Further, as shown in Fig. 14, the pinching piece forming sheet
18 may be fixed at a position off-set from the central portion of the
release sheet 16.
20 [0107] Moreover, the weakened part 20 is not limited to a straight line,
and may be formed into a wave shape or a saw-tooth shape as shown in
Fig. 14. In this case, the shape of the fixed portions 22 may be formed
into a wave shape or a saw-tooth shape so as to correspond to the shape
of the weakened part 20.
25 [0108] Further, the pinching piece forming sheet 18 may be formed into

a shape other than the rectangular shape, for example, various shapes as
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a fourth step of rel easably adhering the rel ease sheet on which the
pi nching pi ece formng sheet is fixed, which is obtained in the third
step, to the pressure-sensitive adhesive agent |ayer on the support
whi ch 25is obtained in the first step. 2. The nethod according to
claim1l1, wherein the two fixed portions between the rel ease sheet
and the pinching piece formng sheet which are obtained in the second

sk phrt. shovke ool SR i s %égm; e
?Ete rel §§§2r s'ﬂﬁﬁe@t Eﬂr%m?ﬂg%‘wtnﬁlﬁw B SEESBEr H SURE ST ARl 10

4. The met hod aBtOrang: FISSalaBERTH) RS ol s 1R AHERER, R e
fixing in the 8&%@ ?éﬁ&éh%vﬁ%%%ﬂ 1qut by a heat-sealing nethod. 10

5. A nethod for nmanu acturl ng an esive patch including a support,

a pressuge-sen IOSWQt agisi ¥e 264 ﬁﬁdﬁ%to@ﬂmﬂlﬁe%@n a@ﬁ@sﬁb‘rzpﬁfcﬁ of

t he support, a re ease sheet which is releasably attached to

pressur e-sensi triavefadiiag] veethgénind a) )kopm,amndfath\eepi@@aﬁd ipasitionhiagh is
formed in the rel ease sheet, the weakened part is for easily dividing
the 15 rel easeagplamble ntoo vwmqsarﬂdh¢51ve1e patthesi wecqrdingh tion mbdiffeda

pi nching piece forning sheet is fixed on the rel ease sheet such that

t he pi nchi ng pe@beditwanis aydessebed sbons: s Infhe oasavehese theepinchingpiece
ot 1 east one. ??qe%éﬂégﬁeq%%' Jah ok GTOSBOVER Hrfue SHbERes Dl 1P e
pi nchi "fo d eceF1gsr %@9 to 15(c), the adhesive patch manufacturing apparatus shown
in Fig. 8 is not applicable directly, However, for example, by adopting
the configuration in which the pinching piece forming sheet is arranged
it an appropriate timing on the second continnous web immediately
before entering into the heat-sealing device in the fixing unit, it is
15 possible to manyfacture the adhesive patches of Figs, 15(a) to 15(c).
Reference Signs List
[0110] 10 ... Adhesive patch, 12 ... Support, 12A ... First continuous
web which will be a support, 14 ,,, Pressure-sensitive adhesive agent
layer, 16 ... Release sheet, 16A ... Second continuous web which will
20 be a release sheet, 18 ... Pinching piece forming sheet, 18a, 18b, 18c,
18d ... Pinching pieces, 18A ... Third continuous web which will be a
pinching piece forming sheet, 20 ... Weakened part, 22 ... Fixed
portion, 24 ... Laminated body, 100 ... Adhesive patch manufacturing
apparatus, 110 ... Spreading and adhering unit, 120 ... Fixing unit, 122
25 ... Heat-sealing device, 124 ... Fixed seal bar, 126 ... Movable seal bar,

128 ... First accumulation apparatus, 130 ... Second accumulation
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20 sheet, a weakened part for easily dividing the rel ease sheet into
two parts is formed at a position corresponding to the weakened part

of the rel ease sheet, the nethod conpri sing: a first step of
unwi nding a first continuous web which will be 25the support froma
first original roll, to forma pressure-sensitive adhesive agent

| ayer on the first continuous meb a second step of unw nding
a second conti nuous meb ich g rele sgﬁft Iro second
original roll, SRRHENS th| eﬁu a4 ler, plAQ pe-
pinching.piece om:. 0 and

super posi ng théﬁaﬁ$bﬂ§8%ﬁ&$ §1“€ﬁ%§ qh% éﬁiﬁhﬂﬁ%ﬁ%%?ﬂ%ﬂ%E’Vﬂ% to

fix both sheets; thlrd step of formng a weakened part in the
second conti nudls me%ga “the third continuous web which are fixed;

a fourth step of rel easably adhering the second continuous web to
which the third continuous web is fixed, that has been obtained in
the 10 third step, to the pressure-sensitive adhesive agent |ayer on
the first continuous web, that has been obtained in the first step,
so as to forma | am nated body; and a fifth step of cutting out
the | am nated body obtained in the fourth step to a predeterm ned
size, to formthe desired adhesive patch, 15 6. The nmethod accordi ng
to claim5, wherein the two fixed portions between the second

conti nuous web and the third conti nuous web which are obtained in the
second step, are positioned such that the fixed portions are spaced
fromthe weakened part on the right and left of the weakened part.
207. The nmet hod according to claim4, wherein the one fixed portion
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bet ween the second continuous web and the third conti nuous web which
I's obtained in the second step, is positioned on the weakened part.
8. The net hod according to any one of clains 5 to 7, wherein the
fixing in the second step is carried out by a heat-sealing nethod.
259. An apparatus for manufacturing an adhesive patch including a
support, a pressure-sensitive adhesive agent |ayer provided on one
surface of the support, a release sh Ich is releasably attached
to the pressure-sensitive adhesive ag§;$ﬁg§§er and a weakened part

casi 'y i vidind t he soreqed” it BHSRRepliiE, RS Bl Beltirgia o
[ vhi ch 2 pi ngiig S ﬁﬁlﬁﬁﬁlg QB0 SRGI Sl B bhRclchE

sheet such tha prece fanning eet € weakened

part, and portgmg»ceqffth@@ nlg@d?efa're&agé ﬂfe@twdnlegeﬁﬁs% ncﬁhd%é fhe

other than the at |east one fixed portlonthrlctlona pI I ng

pi eces, &nd i npidouBisRatitiog aﬂh@ﬁ@e bpent lagers Aa¢Ta. wealwriaRetiwhadH id or

easily d|V|d|ng the rel ease sheet into tw 10parts is forned at a
posi tion conesfmnutidig the réelbasevahekt; tiedwpaltaned fpattteing Faraseily Meddingt he
apparatus conpri sing: a spreading and adhering unit which
spreads and adtherietease phess sulogveoepasts, theeadintsivei patchaigewhicbra pinchings
conti nuous V\ebp&é %Qm:n%g sheet is fized on the release sheet such that the pinching
piece forming sheet covers the weakened part, and portions of the
10 pinching piece forming sheet which are other than the at least one fixed
portion function as pinching pieces, and in the pinching piece forming
sheet, a weakened part for easily dividing the release sheet into two
parts is formed at a position corresponding to the weakened part of the
release sheet,
15 the method comprising;
a first step of forming a pressure-sensitive adhesive agent layer
OI1 a support;
a second step of fixing a pinching piece forming sheet on a
release sheet;
20 a third step of forming a weakened part in the release sheet and
the pinching piece forming sheet; and
a fourth step of releasably adhering the release sheet on which
the pinching piece forming sheet is fixed, which is obtained in the third
step, to the pressure-sensitive adhesive agent layer on the support which
25 is obtained in the first step.

2. The method according to claim 1, wherein the two fixed
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15unwound froma first original roll, to be the support, to forma -
pressure-sensitive adhesive agent |ayer; a fixing unit which
super poses a second conti nuous web which is unwound froma second
original roll, to be the release sheet, and a third conti nuous web
which is unwound froma third original roll, to be 20the pinching

pi ece form ng sheet, to fix both sheets; a weakened part

formng unit which fqrns a weakened ,parjt ip the second ntj nuous, web
and the third OB EREeserpicat Hiet fd the plrghins piece Torming shegt

| am nat ed body _fqrm i ' [ bl h h seecon
conti nuous web "t f%ﬁi%}ﬁédp‘ﬂﬂﬁ%&egﬁﬁeﬂﬁﬁbﬁé P\%’é@%ﬁ??é&@a@a}ﬁﬁ ef"ﬂas
passed t hrough ) '

pr essur e- sensi p@@@nﬁﬁﬁ@%@%@gﬁ?%@%ﬁ% Oﬁﬁlrléiﬁl(}%%?ﬂi ;ﬁ%&g t%b,
whi ch has passefbakbiedit,t he spreading and adhering unit, so as to
forma | am nated body;" and a cutting unit which cuts out the

| am nat e§l body 3pbt almmshoﬂrmcéﬂdm% fwaglatin Nohelein Mhaand!fikéd Rbﬂio’il
predeterm ned size, so as to formthe adhesive patch. 10. The

appar at us accobediwegntthe céleasesheetvindribe piriching pieceforiming shes:t edhith gur ed
such that the two fixed portions between the second continuous web
and the third obhinaduodhe sesondistephisgpositionedionslic weakered part,

4. The method according to any one of claims 1 to 3, wherein the

D!

fixing in the second step is carried out by a heat-sealing method.

10 5. A method for manufactaring an adhesive patch including a
support, a pressure-sensitive adhesive agent layer provided on one
surface of the support, a release sheet which is releasably attached to the
pressure-sensitive adhesive agent layer, and a weakened part which is
formed in the release sheet, the weakened part is for easily dividing the

15 release sheet into two paits, the adhesive patch in which a pinching
piece forming sheet is fixed on the release sheet such that the pinching
piece forming sheet covers the weakened part, and portions of the
pinching piece forming sheet which ate other than the at least one fixed
portion function as pinching pieces, and in the pinching piece forming

20 sheet, a weakened part for easily dividing the release sheet into two
parts is formed at a position corresponding to the weakened part of the
release sheet,

the method comprising:
a first step of unwinding a first continuous web which will be

25 the support from a first original roll, to form a pressure-sensitive

adhesive agent layer on the first continnous web;

45



10 fixing unit, are positioned so as to be spaced fromthe weakened
part on the right and left of the weakened part forned by the
weakened part formng unit. 11. The apparatus according to claim?9,
wherein the fixing unit is configured such that the ane fixed portion
bet ween the second 15 continuous web and the third continuous web
which is obtained by the fixing unit, is positioned on the weakened

t f d by th k d f ) it 2. Th t .
D ot ng 1oy onch 501 S tamigndined sHEpad Fodifmote syl wHRTwill
i | ud h - | ] i 013, T t i tQ. i
e ey ern ' nber 8 telhsf SsEE Bof b st ARBARAY BB ASRENAL of fiue] 2 ™
erein the ne devi Y . .
b b ot oo Buhititdivéh WHEATHIE BE WY plichRiE (BN Rt SHedt o
conti nuous web ggre o&i%%ﬂﬁ%ll‘,’%hﬁbe %gg 22 Rl LEsEARAR wellQmPthe

25t he heat-sealing déevice, and e heat-sealing device and

the l'am fiated besindfconttihmneuswed to fivbogbsheerdyiri ng fixi ng of the second
continuous web and the third conti nuous web by the heat-sealing

devi ce, the second cothirdrstepst foetnirgna wehlertedi past inche sevondconghueds ch
are continuously fed fromthe second original roll and the third
original roll #ebdandihothird contmsousrwebvddeibgretfiseedi r st accunul ation
device, and 5 the seand cant i nuaus b and, the third continuous web
whi ch are accumul at édtouyth: siep 5’%(15‘%‘1%53 Bcadhsring tha sgeandeoniinaous web

continuously fed.toie tﬁtlg(\{wéfs)ltflt[illeu%rl?s et fixed, that has been obtained in the
10 third step, to the pressure-sensitive adhesive agent layer on the first
continuous web, that has been obtained in the first step, so as to form a
laminated body; and
a fifth step of cutting out the laminated body obtained in the
fourth step to a predetermined size, to form the desired adhesive patch,
15 6, The method according to claim 5, wherein the two fixed
portiohs between the second continuous web and the third continuous
web which are obtained in the second step, are positioned such that the
fixed portions are spaced from the weakened part on the right and left of
the weakened part.

20 7. The method according to claim 4, wherein the one fixed poition
between the second continuous web and the third continuous web which
is obtained in the second step, is positioned on the weakened patt,

8. The method according to any one of claims 5 to 7, wherein the
fixing in the second step is carried out by a heat-sealing method.
25 9. An apparatus for manufacturing an adhesive patch including a

support, a pressure-sensitive adhesive agent layer provided on one
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surface of the support, a release sheet which is releasably attached to the
pressure-sensitive adhesive agent layer, and a weakened part which is
formed in the release sheet, the weakened part being for easily dividing
the release sheet into two parts, the adhesive patch in which a pinching
piece forming sheet is fixed on the release sheet such that the pinching
piece forming sheet covers the weakened part, and portions of the
pinching piece forming sheet which are other than the at least one fixed
portion function as pinching pieces, and in the pinching piece forming
sheet, a weakened part for easily dividing the release sheet into two
parts is formed at a position corresponding to the weakened part of the
release sheet,

the apparatus comprising:

a spreading and adhering unit which spreads and adheres a
pressure-sensitive adhesive agent on a first continuous web which is
unwound from a first original roll, to be the support, to form a
pressure-sensitive adhesive agent layer;

a {ixing unit which superposes a second continuous web which
is unwound from a second original roll, to be the release sheet, and a
third continuous web which is unwound fiom a third original roll, to be
the pinching piece forming sheet, to fix both sheets;

a weakened part forming unit which forms a weakened part in
the second continuous web and the third continuous web fixed by the
fixing unit;

a laminated body forming unit which releasably attaches the
second continuous web to which the third continuous web is fixed,

which has passed through the weakened part forming unit, on the
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pressure-sensitive adhesive agent layer on the first continuous web,
which has passed through the spreading and adhering unit, so as to form
a laminated body; and

a cutting unit which cuts out the laminated body obtained by the
laminated body forming unit, to a predetermined size, so as to form the
adhesive patch. |
10,  The apparatus according to claim 9, wherein the fixing unit is
configured such that the two fixed portions between the second
continuous web and the third continuous web which are obtained by the
fixing unit, are positioned so as to be spaced from the weakened part on
the right and left of the weakened part formed by the weakened part
forming unit,

11.  The apparatus according to claim 9, wherein the fixing unit is
configured such that the one fixed portion between the second
continnous web and the third continuous web which is obtained by the
fixing unit, is positioned on the weakened part formed by the weakened
part forming unit,

12, The method according to any one of claims 9 to 11, wherein the
fixing unit includes a heat-sealing device.

13.  The apparatus according to claim 12, wherein

the heat-sealing device is a press type,

a first accumulation device and a second accumulation device
which are capable of accumulating the second continuous web and the
third continuous web are respectively provided on the upstream side of
the heat-sealing device, and between the heat-sealing device and the

laminated body forming unit, thereby, during fixing of the second
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continuous web and the third continuous web by the heat-sealing
device, the second continuous web and the third continuous web which
are continuously fed from the second original roll and the third original
roll are temporarily accumulated by the first accumulation device, and
the second continuous web and the third continuous web which are

accumulated by the second accumulation device are continnously fed to

the downstream side,
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