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The present invention aims to provide an improved method of
and apparatus for producing labels.

~Accordingly, the present invention provides a method of
producing a succession of self-adhesive labels carried on a
backing of release material, the method comprising the steps of:
(a) providing a first web of release material carrying a
succession of folded leaflets; (b) conveying the first web along
a pathway by a web conveyor; (c¢) printing a second web with a
succession of images along its length by at least one print
station, the or each print station being driven independently of
the web conveyor and lgeing directly or indirectly registered with
reference to the first web or the folded leaflets; (d) laminating
the printed second web over the succession of folded leaflets;
and (e) die-cutting through at least the second web as far as the
release material to form a succession of self-adhesive labels.

The present invention further provides an apparatus for
producing a succession of self-adhesive labels carried on a
backing of release material, the apparatus comprising a web
conveyor for conveying a first web carrying a succession of
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Figure 1, there i's shown an apparatus, desrgnated generally as 2, for
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PCT/ GB97/ 0317931gure 2 .'LS a schematic representation of a control system
of the apparatus of Figure 1;

Figure 3 is a schematic side view of an apparatus for
manufacturing labels in accordance with a second embodiment of
the present invention; and

Figure 4 is a schematic side view of an apparatus for
manufacturing labels in accordance with a third embodiment of the
present invention.

Referring to Figure 1, there is shown an apparatus,
designated generally as 2, for producing a reel 4 carrying a
succession of self-adhesive labels 6. The reel 4 comprises an
indeterminate length of a backing web 8 of release material,
typically comprising a silicone-faced backing paper. The backing
web 8 is provided in"a reel 10 of duplex labelstock material 12
comprising a self-adhesive web 14 of paper or plastics which is
coated on its reverse §ide with a pressure-sensitive adhesive and
is carried on the release material web 8. For convenience, in
Figure 1 the two v}ebs 14,8 comprising the labelstock material 12
are shown as an integrated single web. The reel 10 is mounted
in the apparatus 2 as a supply reel.

The self-adhesive web 14 of the labelstock material 12 has
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| abel stock material 12 éhen Basses to an adhesive appléll n siatlon %2 aI't1
whi ch anFRIHEEIRG e E186FUBE1ES SRARy ddPRsMESLSr oF x%]ﬁf) gtgn ot the
wat er - sokgllfe adhdwilveraldb adleoumiins thes Qiedci e ahbels A T dr®red
upper surface of the |abel stock material 12. \Wen the sel f-adhesive web 14
i s pre-pfEedSRth a succession of images along its length, the adhesive
patches are applied in registration with the printed inmages.

Thereafter th terial.s | ( eafl appluyi
station 28 ater e?tg% %éis)%%%ggsﬁé%gg% ;3 oF’?Ie%%é%lﬁe%{s@%’gegr ggag%ﬁ e tto t
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only leaflets_but_al so booklets imd ot her, fol ded paper pieces. 'g1e )
The labelstock material 12 1initially passes to a detecting

m
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station 18 at which a sensor 20, which is preferably a
photodetector, is adapted to detect a succession of pre-printed
marks along the 1length of the labelstock material 12 or
alternatively, when the labelstock material has been die-cut as
described above to form a succession of base labels, to detect
the succession of base labels. The labelstock material 12 then
passes to an adhesive applying station 22 at which an adhesive
applicator 24 extrudes adhesive, for example a water-soluble or
hot melt adhesive, as a series of patches 26 onto the upper
surface of the labelstock material 12. When the self-adhesive
web 14 is pre-printed with a succession of images along its
length, the adhesive patches are applied in registration with the
printed images.

Thereafter the 1labelstock material 12 is conveyed to a
leaflet applying station 28 at which a succession of folded
leaflets 30 are applied to the succession of patches 26 of
adhesive by a folded 1leaflet applicator 32. In this
specification, the term "leaflet" is intended to cover not only
leaflets but also booklets and other folded paper pieces. The
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adhesi verha?ﬂﬁ]r%"aﬁ ‘?8 ﬁrﬁnEPB&lFﬁe"Polr&&i'ﬁté?ﬂq’e?na‘ﬁb'f'?c%}ﬁ%rP§’2'Cbes 26 o
| abel st ockdled £ré adndathygi bgbébetbokdrdtbedtlletie .30 adhered thereto by the
pat ches 26 of adhesive then passes to a lamnating station 34 at which a

printed web 36 of paper or plastics is |lam nated over the assenbly of the
fol ded | eaf | etEha8ceamsohe2 0 adped r={ tossk Jlmtamijaindﬂoﬂ'he.mrmiGMJﬂm'b$)&&éﬂ
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opposed lanmnating ro overlam natl een SUpp?I ed
in the appae afebdedateahlanprinted el samftnéhemwmw@ﬂv 12 m\mhﬁ;f:

upstreamofe ti‘&uéé‘ﬂ%@abhﬁﬁhétsatz'soﬁn%ttﬁ Il ede@n1 8L EDEESORY Q:ro:.tif&hié'é*?s
t hereof by a successi on, of Gg)rl nt stations 44,46, 48,50 Each of, the

print stEh FRERCUEIREPR Lhehgek &@eﬁﬁ%}%mw%&% H’-’é&%‘%ﬁ%r’éﬁﬁ%% h
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14 or basguééggéigﬁQ5f”Bre—printed marks and the operation of the adhesive
applicator 24 and/or the folded leaflet applicator 32.

The labelstock material carrying the folded leaflets 30
adhered thereto by the patches 26 of adhesive then passes to a
laminating station 34 at which a printed web 36 of paper or
plastics is laminated over the assembly of the folded leaflets
30 on the labelstock material 12. The combined webs 36,12, and
the folded leaflets 30 therebetween are passed through a pair of
opposed laminating rollers 38. The overlaminating web 36 has
been supplied in the apparatus 2 as an unprinted reel 40 thereof
which is unwound and, upstream of the laminating station 34,
printed on either one or both sides thereof by a succession of
print stations 44,46¢,48,50. Each of the print stations
44,46,48,50 1is indepéndently driven and is registered with
reference either to the labelstock material 12 or to the applied
folded leaflets 30 whereby each image printed by the printing
stations 44,46,48,50 on the laminating web 36 is in registry with
a respective folded leaflet 30 which in turn is in registry with
the underlying printed self-adhesive web 14 or base label die-cut
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web coul drBEigseE@dnWitR espepecto tchethabdhmiseit img evélal 360 swthi thathehe
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whi ch oy nHBes, Pl By heoDridl Mo 00, 16758 kAl 28 e be
the web dFFEé?tPé’ﬁgesﬂéhFBd IRFR&AY eFO51ERRIt label shretler msiteniEvi oy the a
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The web tension.,copntral, 53 operates to pfevent inadvertent
Cdt o onat2PEREEPE R B RERRY: HoroUtiiR LI PNt RERSIORE Adh A5y 45 14l e
ldf the printdepgndeatdys dwir eranda%diovzzﬁutfshe;bam(fj eiget ebﬂhneﬁl skt Dfet B® the
am natin ' | S| [t rive 51. T t ensi,on
control Sgaﬁgggﬁﬁ%g{]é“;cﬁ%atvyew%%ﬁ?%n%ﬁé?g &gﬁt&ﬂ’\% %#’o%ﬁ’i% ﬁQnEEq}ﬁthEe‘
printing pegésszatiomhi whthnviodspect! atd véheovaamihaafinghewpbi n36 st ait oriss
and the ' I nat,i n. Ty.pi Gal | t ensi_on cantrol . 53 .may
conpri sengggragﬁé%\%i % i%c%%?/%g%% afitfclﬁe té}oest g'ﬁaevrrfée{'nxtaeé(;f at%eec(\}k% cﬁfi vgzhael
so as to pRE¥ESBRLORoERAT FheoPaidtt usfitshef fhaRTint Wwtabidng AAp4st 4@ 150

the printtsdhenRsvéd Qi t Mbhe kN thd NS d A1 Wb SN T Bk nEBY, iGATPHRe
a series Jo_f w aps_downstrea f the prinpting. stations which are_arranged to
constrain 3ﬂ§nP8Fﬁﬁ%¥%hvﬁﬂg# @p moved with respect to the labelstock

material to which the laminating web is intended to be laminated
following the printing steps, which could in turn lead to mis-
registration problems.

Accordingly, the web drive, represented by roller 51 but
also preferably driving the reel 40, incorporates a web tension
control 53 illustrated schematically in Figure 1. The web
tension control S3 operates to prevent inadvertent additional
forward or backward movement of the laminating web as a result
of the printing process over and above the predetermined speed
of the laminating web which is imparted by the web drive 51. The
web tension control 53 acts to isolate the laminate web drive
from influence by the printing processes, which involve relative
movement of the print_§tations and the moving laminating web 36.
Typically, the web tension control 53 may comprise a brake which
is provided at the upstream end of the web drive 51 so as to
prevent forward movement of the laminating web being imparted by
the printing operation. Alternatively the web tension control
may comprise a series of wraps downstream of the printing
stations which are arranged to constrain any forward movement of
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of the la tock material 12, a signal is emtte romthe sensor
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stations
Figure 2 shows a control system, designated generally as 63,
for registry of the printed images printed on the laminating web
36 by the printing stations 44,46,48,50 with the applied adhesive
patches 26 and folded leaflets 30 and with the subsequent die-
cutting operation performed at the die-cutting station 52.

As shown in Figure 2, the sensor 20 is coupled in the
control system 63 to the adhesive applicator 24 and to the
leaflet applicator 32. Thus when the sensor 20 detects a pre-
printed mark on the 1labelstock material 12, or detects a
previously die-cut base label of the labelstock material 12, a
signal is emitted from the sensor 20 which is employed by the
control system 63 to ensure that the patches of adhesive 26 are
applied in registry mwith the labelstock material 12 by the
adhesive applicator 24 and also the folded leaflets 30 are
applied in registry with the patches 26 of adhesive by the
leaflet applicator 32 (which may incorporate a servo control
system as aforesaid). The signal from the sensor 20 is also
employed to control a respective servo control system 64,66,68,70
for the respective series of independently driven print stations
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-7- 44, ABYQ8EE40 Thus the printing of the i mages on the | aRFRABIYMRL 36
is controlled with respect to the underlyfng | abel stock material web 12 so
as to ensure that in the resultant self- adhesi ve | abels 6, the inmages’

printed on,t I ti egLs wi.th_any _underlyin N
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contro e P i s a SELV
control 72 for %%%El%g cvﬁft'lil?nga% Pf}&b?ﬂ?ﬁk@ r#ngtéfil&nt gng%ugl ySﬁ “the
after a dé%ﬁkﬁ%m@@ﬂé%rd ei ther the printing cylinder or the

die-cutting roller whereby the printing cylinder or the die-cutting roller

is registered with respect to_the underlying | abel stock naterial . I n
an al ternati ve BHbGRNRAR 20f 20RO BBAEFOR SiERRM P ICRAEER LR i SEFYQR@nLTOl

theI _sentsor7220f<y\bl ﬁheerﬂﬂes-c?l%tfﬁ |rMIL§B s efwl tey;a@ ttﬂuéo?ééghﬂa@& leaifet
appl 1 cat or n rati on Signa re erlng
the print a@i’%ﬁ%’o‘f\%s 3o 4s g %‘ﬁ%‘? +£ éé?v&u(‘}or?tr? ofI63LEY, 3'0

It‘ho;csle pri rlirlﬁnﬁd thaglés 46n48h501am)inaecieﬂgvmrai slmlsﬂeékveﬁbfsr @8 tntm arll(d
eaf | et appl.i,cat nt e t he | st oc
web 12 by tgl SE%EBFCE the ﬁ%ﬁq‘le&;?‘?ga?ﬂe% )fle%ﬁt ?\9(5 errg ?ﬁr‘fﬁ’
tshe contr@Iors:,m]em4|,lamsﬁt8r,al(3e¢omntﬁemen2;ngh@taianens 249, 61 48, 80sagdathe
which is tro th er giJon et |1 54, d
t hen the ?{%atlon Fq%ﬁe plr7| nt efs@t@”;tlgtrr\is 448%8 E@t&}%ﬁg %g&gorﬁ)ro Iaed V\n@‘?
respect tdNEEATfRNCRNS]Y QK RIHRY IR dslay (hq iastyancs |Q§ﬁ w3t andhee Bt lggm| the

which is eplgy tdazmrtiézoloxt hd edld-@hutdnild GBS HEYe P ErE g At {aeM

t he sensor 20, of Tromthe die-cuttin £ station 52. In this_way, the po S|t|on
of the di XSy F0I9he BL -CHF B oy 4% r&ﬁ&%‘iﬁ’-’%%é”b‘ﬂ? n’E"F%@eSF §Pe
| am nat i ng:heehudde ¥y Dhig | Sabeystoer mataelan registry with the die-cuts

made to formthe resultant self-

In an alternative embodiment of the control system
illustrated in Figure 2, the sensor 20 which emits a signal which
is employed to control the leaflet applicator 32 may not directly
employ a registration signal for registering the print stations
44,46,48,50. Rather, the servo controls 64,66,68,70 for those
print stations 44,46,48,50 may receive a signal derived from the
leaflet applicator 32 which in turn has been registered to the
labelstock web 12 by the sensor 20.

In a yet further alternative embodiment of the control
system illustrated in Figure 2, the sensor 20 emits a signal
which is employed to control the operation of the die-cutting
roller 54 and then the operation of the print stations
44,46,48,50 may be controlled with respect to a signal derived
from the die-cutting station 52. The signal which is employed
to control the leaflet applicator 32 may come either £from the
sensor 20 or from the die-cutting station 52. In this way, the
position of the die-cutting roller 54 can be employed to control
the printing of the laminating web 36 which is required to be in
registry with the die-cuts made to form the resultant self-
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heated | am nating rollers 38. Wien a sel f-adhesive or heat seal able

| am nating web 36 is enployed, the nethod and apparatus of the invention
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|an1nat|n@hﬁﬂ§¥§$vﬁ¢hﬁu%dbe$nge web. When such a web is employed, the
reel 40 may comprise a web of such self-adhesive material carried
on a backing of release material, and the backing of release
material is removed from the self-adhesive web after the printing
operation and prior to lamination at the laminating station 34.

As an alternative to a self-adhesive laminating web 36, the
laminating web 36 may be heat sealable to the underlying folded
leaflets 30 and/or self-adhesive material 14. The heat sealed
area may be patterned so that for example the folded leaflet 30
is heat sealed around its periphery but not heat sealed directed
to the upper surface of the folded leaflet 30. The heat sealing
may be achieved by using heated laminating rollers 38.

When a self-adhesive or heat sealable laminating web 36 is
employed, the method and apparatus of the invention may not
require the use of adhesive applied by the adhesive applicator
24. Accordingly, in certain embodiments of the invention, the
folded 1leaflets 30 may simply be sandwiched between the
labelstock material 12 and the laminating web 30 without being
directly adhered to the upper surface of the labelstock material
12, with the folded 1leaflet 30 being held in a closed
configuration by the adhesion of the laminating web 36 to the
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Figure 3 illustrates a second embodiment of an apparatus
designated generally as 102 for producing labels in accordance
with the present invention which is a modification of the
embodiment of Figure 1. 1In Figure 3, the laminating web 136 is,
in the same manner as the embodiment of Figure 1, printed by a
plurality of independently driven print stations 144,146,148,150.
The so-printed laminating web 136 is laminated to a web 108 of
release material to which have already been applied a succession
of folded leaflets 130 each being carried on a respective self-
adhesive support piece 114, In this embodiment also, the
laminating web 136 is self-adhesive and a release backing web 137
is removed therefrom upstream of the laminating station 134
comprising the laminating rollers 138, the release web 137 being
wound into a reel 139. The laminating web 136 and the release
backing web 137 are formed as a reel 140 which is fed
successively through the print stations 144,146,148,150 by the
web drive device, represented schematically by the roller 151 and
with the web drive device 151 having a web tension control 153
as schematically illustrated in Figure 3. The print stations



successively through the print stations 144,146, 148,150 by the web drive
devi ce, reynesimased schematically by the roller 151 and w tpetidsywarsdri ve

devi ce 151 having a web tension control 3 as schematically illustrat ed in
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The composite laminated assembly then passes to a die-
cutting station 152 comprising an upper die-cutting roller 154
and a backing roller 156 at which a succession of self-adhesive
labels 106 are cut out and the waste web remnant 158 comprising
the waste web skeleton 160 of the laminating web 136 together
with waste portions of the folded leaflets 130 and support pieces
114 adhered thereto are wound into a waste reel 162. The release

backing material 108 carrying the self-adhesive labels is wound
into a reel 104.

A further embodiment of the apparatus of the present
invention is illustrated in Figure 4. The apparatus, generally
designated as 202, of Figure 4 is a further modification of the
apparatus of Figure 1. In this apparatus, the laminating web 236
is printed by a plurﬁ;ity of print stations 244,246,248,250 in
a manner similar to that described with reference to Figure 1 and
the laminating web 236 is laminated over a succession of folded
leaflets 230 which are carried on either an unprinted labelstock
material 212 or in a further modification, over a printed
labelstock material which has been printed in line by at least
one printing station 213 illustrated in phantom in Figure 4. The



is printed % @I urality of print stations 244,246, 248, 25Q in n_{rg;
simlar tWaM844¥%escribed with reference to Figure 1 and tﬁﬂ’%ﬂ?&% ng web
236 is lam nated over a succession of folgded leaflets 230 which are carried
on either an unprinted | abel stock material 212 or in a further

nmodi fi cat r el st t | t n
line by a %Q%J%rgg?@or?g g‘%%lf%“i staétéoﬁ(gg?%a %Ei} r(':‘\zg'ft%egl3 Eaflant mQ%%EF?gﬁlhe
4. The the m:ggaggngostatlon 234, constituted by the lamlnapmgcggilegyg
P L1 - assgbLy af geuedhdbing atdualdipgdraldals 230 48 opy PasSeapLEOHLENe
| am nati ng atlon 234, constituted _by the I am natlng X

di e- cuttlﬂ‘gt‘éﬂ-agl Feldex hsanduted Mprarbagking drellext 256y radt | whichsa

and a | owep-backipg roF! E‘s’elzﬁfadl?ésmcﬁa%esl‘éccﬁéﬁ' ans otugel du@dhssiyerhe
| abels 206 is cut out fromthe |lamnar. materi al 236, hefoldedleaflets

230 and t hBMIBRK- BRHREFIL fater i Bhe2fRlseq h%e?ﬁ%éﬁtc?@@ nandr itdre 2self

The succeaahealefa &aateaﬁa@31m I éEeH.Sh@OQa(b@l@tQﬂ:}@nth%rQ%q_k'@92208 Qhe
rel ease materi al

a reel_ 204 wast e nt 258
produced SHCERESLGR: P m%gse%épaghasma ?JalPﬂbSt%% %&f% R PRRIS 308
the | am naEi &@Bﬁﬁlﬁétéﬁﬁaandmmdloiﬁtcna ecfeeuhezcﬁol dedtHecabd et & 3;3&
and of the self- agtr%%s ve wound into,a.r

bl st onFeRERaE, 4065 proclRig i3 php cREE MU BESEOLEA REFUAZRE: the yastl®
optional webl esis¢lehenpr26@i mf sthei ohagiBatingctthytenishe 2341 matd ngaste

station 2 t 1 S ' 34, CessSi I
| eaf |l ets ééﬁté'?@tsf e b%ﬁt@he c%g%adi? ??tétg %&ﬁl%ﬁ‘? ot fgﬂ:‘l n%%ig %lageﬁél"r?t
ftor med bymaherfiad R BFre ofPund LPUP whexedl 262.successi on of fol ded

| eafl ets 230 are sandw ched between the upper lam nating nmaterial 236 and

the lower self-adhesive material 214. In the il lustrated enbodi nent,
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230 are sandwiched between the upper laminating material 236 and

the lower self-adhesive material 214. In the 1illustrated
embodiment, the laminating material 236 is self-adhesive and a
backing web 237 of release material has been removed from the
laminating material 236 and wound up into a reel 239 thereof
downstream of the series of print stations 244,246,248,250. The
laminating material 236 together with the release web 237 have
been wound out from a reel 240 thereof, through the print
stations 244,246,248,250 and fed by a web conveyor represented
generally at 251 which, as in the other two embodiments, is
provided with a web tension control illustrated schematically at
253.

The embodiment of Figure 4 comprises an on-line apparatus
in which no pre-treatment in the form of die-cutting or printing
has been carried out on the labelstock material 212. The folded
leaflet applicator 232 is pre-set so that the folded leaflets 230
are applied in the correctly spaced succession along the length
of the labelstock material 212. Since the labelstock material
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244,246,248,250 and also the die-cutting station 252 are slaved
to the label applicator 232. In the alternative arrangement
where on-line printing of the labelstock material is performed
by the optional print unit 213, in a similar manner the print
unit 213 could act as a master or slave control along with the
print stations 2442,46,248,250, the die-cutting station 252 and
the label applicator 232. Finally, in this embodiment it is
possible for the first independently driven print station 244 to
constitute the master unit and for all of the other remaining
print stations 246,248,250 as well as the applicator 232 and the
die-cutting station 252 to be slaved to the first print station
244,
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signal frbwst nengmst olf:y at4. leasﬁhasn?h mogd?a?ohg Q:IE% rra,,_Bl ;elg%eﬁrmt
conprisin e ets to the sel f-adhesive

na?grial %%%@ﬁﬂérggngghggggé ogn?EPSPaSHggH FRSi €eR rCOMECYPhI Fodt PBATSf
the fol dediteatlyteroindheesely-rzetbsteredntiarh ale fanrdrides tat theasiregeweb
prlnt stq5fogﬁésf5g Eﬁpq %%f@éél reference to the applied fol ded | eaflets.

according to any ‘one of clainms 2 to 4 wherein the
d|e cutting stég)i dapdmRdrime the rryintedt senonilt webhoveel fthadmstvession

material .of folded leaflets; and
(e) die-cutting through at least the second web as far as

the release material to form a succession of self-adhesive
labels.

2. A method according to claim 1 wherein the first web
additionally carries a web, or die-cut base labels, of a self-
adhesive material, the folded leaflets being disposed on the
self-adhesive material.

3. A method according to claim 2 wherein a sensor is arranged
to detect a succession of locations along the self-adhesive
material and the at least one print station is registered with
reference to the self-adhesive material or the folded leaflets
by a signal from the sensor.

4. A method according to claim 2 or claim 3 further comprising
the step of applying the folded leaflets to the self-adhesive
material and wherein the sensor is arranged to register the
application of the folded leaflets on the self-adhesive material
and the at least one print station is registered with reference
to the applied folded leaflets. |

___ A method accordlng to any one of claims 2 to 4 wherein the

l lllllll VLT ey




- 14 - 6. A méfhip8heat Hos BeerRdptaced ai m 2 further conprising the step of
appl yi ng weod/za4sted | sel f-adhesi ve mat eri al POTGRATOBEBN t he
application of the fol I printjng and die-cutting are registered
t oget her. 7. A nmet hod according to- 4%tm 6 wherein the first web is
unprinted. 8. _A nmethod according to claim 6 wherein the first web is
printed ordierutindi gtePy i performgpl iignt reaistrahdonowidd: | the| eed.f-
9 A el s pEohgEBgi L0 any foregoing claimwherein the printing step

(é) is carried out by a plurality of digital print stations. 10. A
met hod according to any foregoing claimfurther conprising controlling the

tension ofgthe gagofEodedcdbrd g tt® EPXdith i NHORAAN 2N £6e t3erS UbkAldidld ¥
to prevent |ongitudinal nmovenent™ o secqn b relative to_the first

| f th d :
web.  11.the ARt8Bp&LaaRP 1S bR d&%d@@@“ﬁq% % ther sgdfcgdhesive

| abel s cardiaesh Dl a abdc kier &in r eheasppgBieit fdn be HPaFsl @83 CUHNEIMEYY, a
web conveyor, for convey rst web of release material carrying a

,ng a fi
successi orPOFFHRE B egfgéFEFképgl3§§tr8ﬁéﬁ&%r &OFEHE G or printing a
succession of imges on a second web, a lamnating station for |am nating
the first and sgcon s together, with t.he fol ded lLeaflets being di sposed
t her ebet weeh, d dﬁs%éﬁﬁﬂ%ﬁféké&?%nt?oﬁl i%gwgﬁFSﬂﬂhﬁﬁgliﬁﬁﬁn h&¥€8ecvhd
web as farumpriheedel ease material to forma succession of self-adhesive
| abel s, and a control systemfor directly or indirectly registering the or

each print station with reference to the first web or the folded |eaflets.
12. An abpar abuBeibosr BerPAdiRg abm Elaimerei wheneiat theasseepedpmeht is

station cOFp{A€€s 8nPLilki AtrddiktANY Sred SidApODidEVIEE Wi ¢he Fol1ded
arranged t0 advance or retard the opération of the printing unit whereby

t he printi%%ag}eéﬁ-inage Is controlled In response to a registration signa
fromthe control system : .

9. A method according to any foregoing claim wherein the
printing step (¢) is carried out by a plurality of digital print
stations.

10. A method according to any foregoing claim further comprising
controlling the tension of the second web during the printing
operation so as substantially to prevent longitudinal movement
of the second web relative to the first web.

11. An apparatus for producing a succession of self-adhesive
labels carried on a backing of release material, the apparatus
comprising a web conveyor for conveying a first web carrying a
succession of folded leaflets, at least one print station for
printing a succession of images on a second web, a laminating
station for laminating the first and second webs together, with
the folded leaflets being disposed therebetween, a die-cutting
station for cutting a succession of self-adhesive labels out of
a laminated assembly cpmprising the first and second webs and the
folded leaflets therebetween, and a control system for directly
or indirectly registering the or each print station with
reference to the first web or the folded leaflets.

12. An apparatus according to claim 11 wherein the at least one
~ print station comprises a printing unit and a registration device
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- 15 - 13. An aﬂ‘ﬂﬂ“ﬁﬂ‘ EMM\(C\ gtoclaim1l or claim12 further
conpri si VA9 H4d MRt or for applying the sREEEBIHPPIG
folded leaflets to thé first web. 14.. 15 An apparatus according to claim
11 wherein the control systemincludes a sensor for detecting a succession

of locatiQps & opg t | b e control system enploys a signal
fromthe sen.s%#' '?g ca{(};jfir%éééh\g%r eqgi s é% i §ﬁ &‘ee\%aféyo%ﬁ?h(?pgraf%’a%? (S’l‘?g the
print statpwimting (gnit whezpbyr thespatooidgngft anchiabmel4 svrergizrolled in
control s ASe 3L ang : Lt an Le-cyutting statjon wth
reference&t%ﬁiahe success?gﬁag}zrﬁgggﬁ %rjigkgﬁ'o%g]f tmhghef icg)sntscz\a%]lb.sy\s,\é?%‘
apparatus according to claim 13 wherein the control systemregisters

toget her tihe, foldedhRaldls aQE!:'bEQEHéi e gcnféfrﬁc%f}t i&QA%tlaafoiinPnl?ngﬂther

| east one of the at™ | east. gne print ) n “appar a
accor di ng YRS HRE of cEelded 1 kepfiletharphicaront fearst appdyimg ntthe

stati on cideeSion dbai E8LdRAI NkaPlatkORo thel®irstAWd hod of producing a
successi on of self-adhesive |abels carried on a backing of rel ease
materi al substantially as hereinbefore described with reference to the

acconpanyilg. draw agparatud. accbpdapgarad Us1bom N PdWEERG i SEREC SN
sel f - adhesi_yv ' rel ease materi al

etlabels c(arried on a 1,[bac(l%in of, )

subst ant i a3 HE HREEIABRFBrIEHRE e %% M & ENCESSS 1M ofc dRRRIHe®Y

drawi ngs. along the first web and the control system employs a signal from
the sensor to control the registration device of the at least one

'- print station.

An

15. An apparatus according to claim 11 wherein the control
system is arranged to register the die-cutting station with
reference to the succession of locations along the first web.

16. An apparatus according to claim 13 wherein the control
system registers together the folded leaflet applicator, the die-
cutting station and at least one of the at least one print
station.

17. An apparatus according to any one of claims 11 to 16 wherein
the at least one print station comprises a digital print station.

18. A method of producing a succession of self-adhesive labels
carried on a backing of release material substantially as
hereinbefore described with reference to the accompanying
drawings.

19. An apparatus for producing a succession of self-adhesive
labels carried on a backing of release material substantially as
hereinbefore described with reference to the accompanying
drawings.
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