1 SELF; ADHESI VE WALLCOVERI NGS This invention relates to maﬁ%@oV%Vlng Q?.
product t hat conprises a decorative sheet material which carrigsgwa | aye )bf
pressure sensitive adhesive and which is supplied in the formof a roll.
Conventional wall coverings either require wet adhesive to be applied to the
back of the sheet material for applicgtion to a wall or in the case of
ready pasted products, require application of water. These products are

i nconveni ent to use, since the handling of the paste and brushes or water
troughs requires that furniture and preferably also carpets be renoved
fromthe vicinity of the walls to mhlch t he mallcoverlngs are being
applied. In -addition, wet SREFrARNESIVE WALLEE A& and present handling
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handling difficulties. Stretching of the product can occur

and can lead to difficulties in matching the pattern repeat
on the walls. Walls with lining paper must be sized with
glue or the lining paper must be removed before.application. - - -
of further wallcovering and these tasks are inconvenient
and time consuming. Once these types of products are
applied to the wall and the adhesive has dried it is,
however, rare for the dimensional stability, or rather
inherent lack thereof, of paper-based substrates to cause
problems on changing humidity.

In order to overcome the above-mentioned problems, it
has been proposed to provide wallcovering material with a
pressure sensitive adhesive or a heat activatable adhesive
already in place so that a roll can be unrolled and
immediately applied to a wall surface without wetting being
necessary. However, generally wallcoverings comprise
cellulosic substrates primarily for reasons of economy and
there are difficulties with the dimensional stability of
these types of products when in place on a wall due to
changing moisture content of the atmosphere, especially
when exposed to humid environments such as bathroonms.



sheet material conprises an adhesive |ayer, a substrate |ayer and a
decorative-surface |ayer, the surface | ayer being provided on a | ayer of
polynmeric material such as for exanple, PVC, ie, a vinyl wallcovering.

This type of wallcovering is described for exanple, in GB 1264795 and CB
1315114. The particular difficulty arises with polymeric coated substrates,
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addition to using an a e I N orn1o oam so t hat
expansi on afEPaRTt e Whilsh may3be considerable. This can then give

rise to bubbling of the product on the wall or the edges of
adjoining strips can become raised. Also, when the
external air temperature rises and relative humidity falls,
moisture escapes from the product and can cause the product .. .. -.
to shrink due to the fibre shrinkage and so leave gaps
between strips, though this is less of a problem than that

of expansion.

Various methods have been suggested to overcome the

. problems of dimensional stability of this type of
wallcovering product. One way to ovércome the problem of
dimensional stability could be to use a substrate which
does not include hydrophilic material so that differing
humidities will not affect the material. Suitable non-
hydrophilic substrates include for example glass fibre and
poiyester fibres. However, such substrates are very
expensive and therefore not preferred. ‘

In DE-A-3741194, in order to avoid formation of
creases in the wallcovering, it is suggested to use a
substrate which expands relatively 1little in damp
conditions, in addition to using an adhesive in the form of
small islands of foam so that expansion and contraction



whi ch give di nension changes in the substrate caused by noi sture changes in

the room wll be diverted in a direction away fromthe wall surface due to
m cro expansi on bet ween adhesi ve points. In GB 2117271, "dry-on dry-off"
wal | coverings, i.e. those which do not require a wetting stage for their

application and which use a pressure- sensitive or heat activated adhesive
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_GB 1241177 also- recognises ‘that changing moisture
content can affect the dimensional stability of paper-based
substrates and that pre-pasted coatings which are activated
by moistening cause particular dimensional instability
problems. The solution is to use adhesives activatable by

" heat and/or pressure rather than by application of water.
Wetting the paper prior to application is suggested to
ehsure against buckling when the paper is to be hung at
high humidities. However, this counteracts the benefit of
having a pressure-sensitive adhesive already in place, if
a wetting step is still necessary for application. In
addition, such a wetting step produces the problenms
discussed above in that wet wallcoverings become soft and
present handling difficulties and stretching may occur.

In addition 'to the dimensional problems of self
adhesive coated wallcoverings, caused by varying humidity,
generally, the adhesive is applied in an aqueous or other
solvent-based composition and excess water is subsequently



4 renoved in a drying step. Typically when the adhesive is agueous based,
it wll contain from40 to 70% water or organic solvent at the point of
application to the web and the drying tenperatures vary consi derably but
are generally in the range of 50 to 150[err]C or nore. As a result the
substrate shrinks and is usually dried4to bel ow the noisture content It
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We have now found that problems resulting from the
lack of dimensional stability in use in the normal range of
environments can be overcome. if the. wallcovering. is -
supplied ready for application to the wall at particular
dimensions such that the expansion possible under usual
conditions of use, beyond the original dimensions, is so
small as not to cause bubbling or raising of edges, this
being achieved preferably by ensuring that the moisture
content of the material in the roll is greater than the
eqﬁilibrium moisture content under normal conditions.

A new package according the present invention
comprises a sealed container containing a roll of
wallcovering material for application in adjacently
positioned strips to a wall comprising in sequence a
pressure sensitive adhesive layer, a hydrophilic substrate
layer, a decorative surface layer and a release surface,
the adhesive layer of one winding being received on the
release surface of the adjacent winding, in which the
material is such that it will undergo an increase in area
from a dry area d to a wet area w of at least 0.01% of 4



5 when subjected to a wet expansion test (as hereinafter defined), and is
characterised in that the material in the package has an area which is such
that where [err] is d+w 2 [err] is wd 2y is inthe range -O5t0 0.8 z is
in the range -0.8 to 0.95 The present invention is of nost value where the
increase in area in the wet expansion test is at least 0.2%of the dry area
(d), ,preferably at least 0. 5% and say be nore than 1% In general the
increase in area is less than 5% and is nore usually |less than 2% The
hydr ophi | ivhesubsthiactedayer aovwptki s¥BareiRN hfeFbphts i Beraivaftdr, generally
fibrous. qgdsmnriagl,| ¥nd e BrdEapberiseddtrethat tite GRltenliaseihagrd, for

exanpl e cell yl ose, .cellulose acetate Qr Vi e, preferably being
cel | ul ose . PACHAFE gran%u?l %rfe%f/%rlg hi P %@x%%ttéfaﬂzzl in the hydrophilic

substrate layer will genera [-yYbd &t X|gastt % preferably at |east 20% and
nost pref gpaliey atisl gagt 40% Ceneral ly, the hydrophilic material in the
hydrophilic substratealayer will be no greater than 80% preferably no
greater than 70% and g;?st preferably no greater than 60% by wei ght of the
substrate. The ﬁydfo%yﬂ ic. substrate layer will generally also include
sonme synthetic and/or mneral material, generally fibres, which are largely
unaf fected by wat éF {Miiheh raegebe0i B ¥xelirm of water vapour) in that they
absorb subst ant izalikyifocheatr@hgeSu6hs "ty ds gyghobi c* material s may be incl uded
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than 50% by wel gL ANd PRYeRESHLAR 122l e 3D 202 Ry el oht of the
yer 5%, and is more usually less than 2%.

The hydrophilic substrate 1layer comprises sone

hydrophilic material, generally fibrous. Generally the
hydrophilic material is cellulose based, for example
cellulose, cellulose acetate or viscose, preferably being
cellulose. The amount of hydrophilic material in the
hydrophilic substrate layer will generally be at least 10%,
preferably at least 20% and most preferably at least 40%.
Generally, the hydrophilic material in the hydrophilic
substrate layer will be no greater than 80%, preferably no
greater than 70% and most preferably no greater than 60% by
weight of the substrate.

"The hydrophilic.substrate layer will generally also
include some synthetic and/or mineral material, generally
fibres, which are largely unaffected by water (which may be -
in the form of water vapour) in that they absordb
substantially no water. Such "hydrophobic" materials may
be included in the composition of the hydrophilic substrate
layer generally in amounts of at least 3% by weight,
preferably at least 10% and nmost preferably at least 15% by
weight. Generally the hydrophobic material will be
included in an amount no greater than 60% by weight,
preferably no greater than 50% by weight and most
preferably no greater than 30% by weight of the layer.



6 The hydrophobic material nmay be any material which is substantially
unaffected by water, preferred materials are for exanple, glass or other
mneral fibres or synthetic fibres such as pol yester polyners and
copolynmers of a- olefin, such as ethylene and propyl ene. Synthetic fibres
are preferred as they are | ess hazardous. Although the use of various
different "hydrophobic" materials wll .give different properties to the
substrate | ayer such as strength, acidity and opacity, these properties are
relatively uni npahlanyarspRuriRd macbhi &l MRS beNahy Stakidih Ve, ;gnd to be
superi or tost&%t%;]ggeﬁ)%es aoff 2 180% cel |l ul ose gubst ate that 1s the val ue
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layer. Wet 8%pindfolP4¥sts are carried out by soaking preconditional a 500
X 500 mm sanpl e The t®tadr coutent aif hpdsdpti Hayhydabphob bemetai-ils B

mi ntai ned ghidd [8" plefbaiul,C Aot AAMLerT] BIoRl dhjdieohuridity. The
sanpl e bein ajd out _flat wth its adhesive coating In contact With a
substrat e Sgp*aat@éate layer may be up to 100% but is generally no
greater than 98%, preferably no greater than 95% and most
preferably no greater than 90% by weight. When the
substrate comprises less than 100% by weight
hydrophilic/hydrophobic material, the remainder comprises
a filler and/or pigment and/or binder. Suitable fillers
and pigments are those which are conventionally used in
cellulosic substrates for example clays and chalks.

Generally the binder will be a synthetic binder such
as a polyvinyl acetate and/or polyvinyl acfylate binder or
SBR latex. A suitable binder is generally included in
amounts of at 1least 5%, preferably at least 15%, most
preferably at 1least 20% by weight of the hydrophilic
substrate layer, generally being no greater than 40% and
preferably being no greater than 35% by weight.

The dimensional stability of the hydrophilic substrate
layer is measured by the wet expansion of the layer. Wet
expansion tests are carried out by soaking preconditional
a 500 x 500 mm sample for a period of at least 2 hours at
a’ temperature maintained at 23 % 2°C and at 50% *+ 5%
relative humidity. The sample being laid out flat with its
adhesive coating in contact with a substrate surface



7 conpri.sing. The sanple (carried on the substrate is then inmmersed in
water at 21[err]C for one mnute, draining of the excess water and
measuring the change in dinensions after 15 mnutes on a flat surface in
the sanme 23 [err] 2[err]C and 50% [err] 5%relative hunmdity environment.
The expansion in area is then expressed as a percentage of the.original
area of the sanple. The area x of the material in the package is generally
controlled by controlling the noisture content of the The noisture com of
the content of the product is higher than the equilibrium noisture content
under the usual ambient conditions which[err], would be subsisting during
package, st Qoa elaﬂﬁlgapmiué:aam@neof(cah@lwldxc(t\h@r sd8stidcdrideichka obtain x
w thin the de5|red ranqw e gaggnﬁe the noi sture . cont fb% ed on the
total anmount™BPrRGAr HHRTAGE Taitb °F 1%, fir| f£2 ‘Vé@kgr §8ner ally at
| east/ 15% bexwesghvatemrandmsfasuziihy the | eastge’ dnbdinenginns ;arfaker ably at
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m d poi nt bebmﬁbanthmpmswdlsmaypareanta@ tdfe timet eri@inalllaereaablie Z is in
range -0.8 Qe Qaf lepreferably in the range -0.5 to 0.90, nore preferably
in the range 0 to , host _preferably in the range 0.25 to O. 7? The upper
end of the rangeTWtarﬁ"T? %h?ghtrlené‘a’éfaﬁg ) i he PFage S (IRSERIE sonmewhat
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related to é’(?ges I'ng”s om suc
ori ginal ar®f the vedleeyeming, 1n order to obtain x within the

desired range. For instance the moisture content, based on
the total amount of hydrophilic fibres in the hydrophilic

C

layer is generally at least (5% by weight, more preferably
at least!7% by weight, preferably at least (8% by weight.
The value of y, which determines the lower end of the
range for the area x, is preferably in the range -0.5 to
0.5, more preferably in the range -0.25 to 0.25. It is
thus in the vicinity of the mid point between the wet and
dry areas of the material. The value Z is in range -0.8 to
.0.95, preferably in the range -0.5 to 0.90, more preferably
in‘the range 0 to 0.8, most preferably in the range 0.25 to
0.75. The upper end of the range within which the area x
should fall is therefore somewhat above the mid point
between wet and dry areas. It is preferred therefore for
the area x to be just above the mid point between the dry
and wet areas. With these parameters, it has been found
that any increase in area under relatively humid conditions
beyond the original area of the product on application to
the wall initially (which will not be greatly different
from the value %, causes relatively few bubbling problems
"and problems related to edges of abutting strips becoming
raised. Likewise from such an original area, the reduction



8 in area under normal anbient conditions does not cause problens. The
nmoi.sture content of products of this type conprising hydrophilic materials
depends generally upon the content of hydrophilic material in the product.
Under normal conditions of tenperature and humdity (and that is around
23[err] C and 50% relative humdity) the noisture content of a hydrophilic
fi bre-containing product wll generally be around 15% based on the wei ght
of hydrophilic fibre. Accordingly in the present invention the noisture
content of the wallcovering materialgin the package is preferably at | east
15% by wei ght, nore preferably at |east 18% by weight. Generally the

noi St ure coint extea sindess nohwml [ @rbiepthycondigirnshained onthgawephilic fibre,
nore pref er@lz,lbyeﬁ,gss than 2-% by weight. The invention is particularly
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casy dry-on, &y £aHditioh? a&akgmﬁéﬁeeesaﬁmum&p (BREUR3Ys stabi i ty.

Exanpl es of synthetic res In the coating

i ncl ude pol3RAYMH 2T 3¢ 38% %&asé?ﬁﬂ%ﬁgltbbqs\érwggﬁ% CoBEFRkol ef i ns and

ot her si m |afr apuidnephilic Fobreedtongathing preodigmui bl gagetsd lrdre exanpl e,
expanded pcgﬁb%tnur@'ge padt d@,eon;méi Ofe iyhtt her sHydpmiofct hepeecorative | ayer
have been pfoyi {7 pd 2O ORAL 0N TRBRRedOT exanpl e by

printing, 50% i“ﬁ% an/or doat or printed etc
on, a vinylef ﬁb&n’eﬁlwvﬁﬁ%%ﬁ’é‘(}%éﬁlﬁg té‘ﬁ mwecemriesfega?% decorati ve
Iayer on tha 1«astl g8e byofweitthe, hyds ophétdrabigubst Ladst idayieys .

Al ternati vely lee %ﬁ?f?]?}l'})’@hé%@rst@g és%tgﬁew de %sdltﬁ&?%i! @nto the

surface on on E [1¢c substrate er t hé conventi onal
means, by FﬂqﬁqunBas%ﬁﬂﬁHE y ophillic fibre, more preferably less
than 2%% by weight.

The invention is particularly directed to a product in
which the decorative layer comprises a polymeric material,
generally a PVC layer, thereby producing a product with all
the beneficial properties of a conventional vinyi
wallcovering i.e. which is washable, has good durability
and enables easy embossing, in addition to easy dry-on
application to wall surfaces and good dimensional
stability. Examples of synthetic resin materials which may
be used in the coating include polyvinyl chloride,
éolyethylene, polypropylene, polyolefins and other similar
polymers. Foamed synthetic polymers may be for example,
expanded polystyrene.

The decoration on the surface of the decorative layer
have been provided by any of the conventionally known means
for example by printing, embossing and/or coating. It may
be provided by, or printed etc on, a vinyl, foamed or
unfoamed coating on which comprises the decorative layer on
the surface of the Thydrophilic substrate layer.
Alternatively the decorative layer may be provided directly
onto the surface on one side of the hydrophilic substrate
layer by the conventional means, by printing, embossing
and/or coating.



and/ or coati ng. 9 The pressure sensitive adhesive |ayer conprises an
adhesi ve which is a permanently tacky pressure sensitive adhesive which

will enable the wallcovering material to be stuck on to.a wall surface and
yet which will also enable its renoval for re-decoration after the useful
life of the wallcovering material. , For best results the adhesive should

have good cohesive strength (as shown by resistance to shear) and
preferably it also has particul ar tack, and peel adhesive properties.
These properties can all be determ ned by FINAT tests (tests of the

Federation Int ermél QQQEsdﬁeTB@ﬁe@@Wd Yresive 1R Qfo'inpr@!:es aghre
Supports). bel gw, are_det er

t de dified
PIRAT ¢ obi s 2BERTE8 Pl LBl TOoR P TREREANg LT BFEERIES SodRiug)
measur enent sdheeivekerials Mnglaem@lslte pheceallcovel ingnmabesiall @onbx 20mm  The

test pieces s%aewbﬁet@ S uhsityr %hefsée%{@ryéww'éhl NEX] Ployesbsiefilm
havi ng a coatl n pressyre sensit \égﬁgd‘ggSI ve undﬂftest at a coating

rate to gi vétg %gﬁ‘?P‘O%}f JifE BP38GPT RN P ? YisEod t85p&FtFB% 1y bonded

to a standawdligbeesimy ataberdadface, the bond ar ea under test has
di mensi ons 20”m OFPIfEIé%)’ rakhifg tt*ﬁ% tQaﬁeQ{@é‘ ‘Mhtollhé V! good

A 1.5kg weig |sa to one end e sa hangi ng fromthe bott om
of the vert F@&Fsb}’%ﬁtﬁ?'&ﬁfé‘ a%nﬂ‘?"ﬂb Ry r@%’eﬁ?@ﬁ‘cﬁor‘:% §8eBBhda®d br eak
under shear prafeesiplyleit dlen theat paatdcadari edcPuinditped [aﬁhe};n’&i err] C and

S0% [er1] SRt GROET o bobae o0RERLYE, SLEENGLD B ikepdiea) gy Wi 11 be ot

| east 45 m prefera m nutes and nost pre erably

greater t haﬁ'lﬁA'ﬁoGﬁﬁﬁﬁen(ti%%ttsedO? othenhdgderagiopafaterpahitenfldaite with

this test. Thérﬁ@@ialj(a’;){ﬁ]ﬁh SisQp) BapRigt hets dmassir edppsteg) .180[ g | peel]I
tests on a test piece hay s_100nm, x trate an
adhesi ve codf?3y eme& esg?él;]%t‘gécggg;g/% of " %hgmgs gm Pg %HE)i sqgrrpl eis
applied to EIHKQNF#% as described:

Cohesive strength (resistance to shear) measurements
are taken using a test piece with dimensions 110mm X 20mnm.
The test pieces comprise a substrate of 36uym "MELINEX"
polyester film having a coating of the pressure sensitive
adhesive under test at a coating rate to give a dry weight
of 35g/m2. A test piece is partially bonded to a standard
{(glass plate) surface, the bond area under test"” has
dimensions 20mm X 20mm by rolling the test area with a
roller . A 1.5kg weight is applied to

" one end of the sample hanging from the bottom of the
vertical glass plate and the time taken for the bond to
break under shear is recorded. The tests are carried out
at 23 + 2°C and 50% t 5% RH.

Generally the cohesive strength of the adhesive will
be at least 45 minutes, preferably at least 55 minutes and
most preferably greater than 1 hour when tested for shear
resistance in accordance with this test.

The peel (adhesion) strength is measured using 180°
peel tests on a test piece having dimensions 100mm x 25mm.
The substrate and adhesive coat are as described above for

the cohesion tests. A sample is applied to a stainless
steel surface and rolled in one direction only, five times
with a 2kg rubber roller. Tests are carried out on samples



steel surface and rolled in one direction only, five tines wth a 2kg
rubber roller. Tests are carried out on sanples 10 with a dwell tine on
the plate (before peeling) of 3 mnutes and 60 m nutes and the peel speed
is 300 mimn. Peel strength is recorded in NN25 nm Again, these tests are
carried out at 23 [err] 2[err]C and atoa relative humdity of 50 [err] 5%
The adhesion (peel) strength is preferably in the range 2 to 15 N 25 nm
nost pref er 4ty Beid¥§labdiides emdtien@latpy (RefRyendegrdager ofhan 12

N 25mm  Af t aindtd®wwnddwel mihutest &ed athe el ispeprefier abbymainireast 10

N 25 ospgf fSLALK 1 SIOMDYRh L8, Tadd 2o BL el eiabl v, the

adhesi ve nus asy application to ‘al’so’ easy renoval and
adj ust nent éFetWrG@él PEBnat o3 % REC RBR| EBv%rli”?ﬂgitlp’lel bumigity jafs  fi nal
positioningso +I8%.addition, the adhesion nust strengthen with tine,

appr oachi ng at mierruargge%rm {B)ee(:i Iagf{ g;t}'ﬂ tQ abOLg &.a]bqaﬂce%r \s;t&e It has

been found ustng ~ thepar pref rre as the
adhesi on st rangg hert W5t N/2Bnam, s@O%eBerak&yh@gmg dkees op,ando approach

adgaxi mm eﬂ_ek%ltﬂym%ehﬁlg\’\'ﬂsngiﬁ@&iéﬁaﬁﬂafm 1@nd:/d@ml OpPABRLr Of rltéhtﬂr marl rrﬁm ]
adnhesli on, 0-.Ca (0] n- I e relati ve |
E‘é Jeﬁs"l’“tel sg ‘g‘ﬁté%?’vo& & re%"’f“%gi |ast &585% g Yt rcan ;I I ogv

W th pressu
t he wal | coveesthpnesebabby el byshauldnbeecateléeastari@a Ni@gem. changi ng condi'ti ons

of humdity durImfwebwrIgdeaefdr@rs@apinugatapiw Qaa%g"‘@kblm&rhe adhesi on
and cohesio adhe5|on alone is

g {: Th e of ‘an adhesi g
not suffici ERt 1?% ‘6‘7 5% STy HHOV8 eangr 88 \ad tbl.ﬁ ddieng
adhesi ves hpasitgidnhe o:forrmmu wal bfovedliegi orprdod cdivesi s delioralbed above

does give apcg@m{yn%a' r%wléaaﬁlbﬁs' %htenadhe.e,laﬁnﬂlsgeyseéeﬁmewl | covering

to nove due anging atnospheric conditions I.e. expansion at high
hunidity an‘(ﬂ“’é’brﬁlim&et ?BWO%?hlr}?O\ﬁ Agxtappyfor example, gREERRSR  strength
of the bondaenabl es thwuradhesi e thast ebeen found that using the

particularly preferred adhesives, -as the adhesion
strengthens with time, so does the!cochesion develop, to
approcach a maximum. The time between application and
development of the maximum adhesion, theé so-called open=---
time, inevitably tends to be relatively high with pressure
sensitive adhesives and it is this property which can allow
the wallcovering to bubble by an increase in area under
changing conditions of humidity during the period after
.application to a wall when the adhesion and cohesion are
low. '

The use of an adhesive having high adhesion alone is
not sufficient to give significantly improved properties
but using adhesives having the combination of adhesion and
cohesion described above does give a beneficial result in
resisting the tendency of the wallcovering to move due to
changing atmospheric conditions i.e. expansion at high
humidity and contraction at 1low humidity. The high
cohesive strength of the bond enables the adhesive to tend
towards a solid bond between the wallcovering and the wall,
enhancing dimensional stability. '



towards a solid bond between the wallcovering and the wall, enhancing

di nensi onal stability. Tack is neasured using a loop tack test with test

pi eces of 200mm x 20mm The test conditions are as for the cohesion and

peel tests. The band area under test is 25mm x 25mm on a gl ass plate and

the speed is 300mmmn. Preferably the adhesive properties wll also

provi de products in which when two adbesi ve coated surfaces of the product

touch one another they may be separated substantially w thout damage

to the product. gk als eneafizad assifgy delpPdirdd Fesfin ¥ith heeste and/ or

nat ural prT E@!Hé&é deheo Otk W 2lomml, UBIRY teBei fehSATRALNELS agiicbh tiacki fying
e

resin. npst i ghl referr type. of adhesive w./ll bg an acrylic
based adhesIBeEt¥h aé’? ge%%ligeas%‘rsw a?gg b%és)ne% a§83e‘6ﬁ§e§3%ﬂs§1 &7 si ve.

General |y, #haSmmihmsiayvglass| phrteransethe greed i ddom/atna dry wei ght of
from5 to 60 gr appEera®ly"tRE M dandd Bl brbb¥rebaya,ihd @18 apeviel ow 50 m

and nost preferably .at a.weight of 20.to A0 graps.per err]_,..dry weight.
However, t h@ra‘él‘ﬁ%tsgd'ﬁ’ Vslégf‘g%%%mya?lhees’t‘fﬁ gﬁﬁggg - N %’ﬁefs}ée of the
substrat e apdodiet pareuaiul aefer r pnatiey vetheyed wayl t he assparatdd adhesi ve

required issQSQ%@ll?DQﬂtﬁ@@@edgn%reort% the gelidden, the adhesion is also
af fected by the co,nt% area qf the wall coverén(gagi%h t he | surface when
in place on the S52PLeT ShEEt "¥edF sPEPIRRLATTeDr SERERDPTYE by
enbossi ng andd fort arrge-wrept h prbdeabessi-Hye maatueddc e rubbersnt bélnar ea
consi der abl ¥, fRAQN 2kl ¥nt NEa GO AGY argaighoul duhe aBeye ﬁ%?ﬁﬁ; the

wal | coverings area, preferably at | edast 60% and nost prefera at | east

70% When t RECERFRELCt t¥PRa Afs ?g\?\?s’gﬁef"éﬁy,b"a Afg Yc}d&timf?/ i ght of

adhesi ve i sadkegiveedsudiheas elacgsel yaaygl ataybisedngquedes | ahuidiah wil |

enabl e the wallcquering roll to be unwound without transfer of adhesive to
ur

the decorative-surface | ayer or damage to any part of the product. Any
conventional rel@RsEalayerthfagdBes ke ¥iddche Fregensat? feoPredyd ease
substrate oOataa dry weight of from 5 to 60 grammes per nﬁ, preferably

above 10 g/mz and below 50 m and nost preferably at a
weight of 20 to 40 grams per m% dry weight. However, the
adhesion is affected by the thickness and stiffness of the
substrate and the particular_adhesive .used and the-amount-
of adhesive required is dependent upon these factors. In
addition, the adhesion is also affected by the contact area
of the wallcovering with the wall surface when in place on
the wall. The contact area is affected, for example, by
‘embossing and a large depth of embossing may reduce the
contact area considerably. Generally the contact area
shohld be above 50% of the wallcoverings area, preferably
at least 60% and most preferably at least 70%. When the
contact area is low, generally, a higher coating weight of
adhesive is required.

The release layer may be any material which will
enable the wallcovering roll to be unwound without transfer
of adhesive to the decorative-surface layer or damage to
any part of the product. Any conventional release layer
may be used such as a coating of a release substrate or a
separate physical layer known as release liner which will
be removed prior to application to a wall. The use of a



separ at e '‘physi cal | ayer known as release |liner which will be renoved prior

to application to a wall. The use of a 12 release liner is not preferred
because additional cost is incurred in manufacturing the product, handling
and application becone nore difficult and after application of the

wal | covering, the Iliner nust be digposed of. A preferred rel ease coat

Is a coating of silicone based polyner preferably a cross-linked silicone

pol ymer, onrbheadecpimér ie- auefpﬁ@féx&w be@eheased@mmhui esstads al so be

effected by.,use_of .a U|tab / 0S h tive
surface Iayépcﬁffﬁ‘aut h&30e aéf‘ic?ﬂ{ m ?’ gﬁ?:e %Qntd[iﬁ;n ong{ ased

pol ymer coatﬂppgica’hbmpé@l@ag#rft?;oﬁﬁaﬁélffaF“#hya% afiver naprddicat iomih provi des
a barrier a%bn&&amo%%ﬁgpekﬁeatmw ntht Ye oalispv‘s,edthef rollaand is

| t het t Sui t apl fjl
Phcl Ude { noBBBAEER LEBASHER yEret | B8 orCRRGH cof pSibErdiA chzed |
pol ypr opyl epelgmelrmﬂq@rhylgmqyobypi@p&e@mhmbymmeon aih;e or PVC.

Ceneral ly, de&geatg_gélss_‘rf\glcgl layér. shrink-w apped. Conventional shrink
wr appi ng may entirel g/ cover the rolls or wll, unl esg eci al precautions

are taken, |eaveREheassdTOBSERIPRGIAY i MFER T i HF 5T oPr BYi WP a seal i ng
di sc of thespatkagengexrm:mr/leaboss Himish somt tid edemiretine siofdak be applied

on the endle&F&'h%iERﬁﬁgég%rfméd v SRR, 1A rﬂ{étaﬂéﬁkage51f@§:gleor eferably,

such discs w sive. The present I nvent | on provi des also a
new processbﬁéﬁdpfr’%lﬂ&qrngmétb’&%kage containing a roll of wallcovering
materi al in whi chhéheaekagmqappatexidlo mayelbeof aty dnopdrialc whiast r at e

maerial, oa0fasl it BuReer sheiaLt! aee L Ve and P9t e, derl de

| ayer of pr@ssure sens ive adfesi ve and: ct web Mound into
rol | s of suewvtseifvethendPhy ahd his h‘éelkﬁle@shfea s%ﬂﬁsqhtetvé aahsesqr\ﬁ@ recei ved

onto a rel epseesvafacesgitidie gslilgaemtcwiridngg ind1tde PHeslIGlaged |, and the
roll is then grqcpgfyc()jleﬂ %gralgagample, polyethylene, polypropylene
and polyethylene~polypropylene copolymer materials or PVC.

Generally, the 1rolls will be shrink-wrapped.
Conventional shrink wrapping may entirely cover the rolls
or will, unless special precautions are taken, leave the
ends open requiring sealing by provision of a sealing disc
of the packaging material or other suitable material should
be applied on the ends of the packaged roll to seal the
,roll package. Most preferably, such discs will be self-
adhesive.

The present invention provides also a new process for
producing a package containing a roll of wallcovering
material in which there are applied to a web of hydrophilic
substrate material, on one side a decorated surface layer
and on the other side a layer of pressure sensitive
adhesive and the product web is wound into rolls of
successive winding with the pressure sensitive adhesive
received onto a release surface of the adjacent winding in
the product roll, and the roll is then enclosed in a sealed
container, in which the wall covering material is such that
it will undergo an increase in area from a dry area d to
wet area w of at least 0.01% of d when subjected to the wet



cont ai ner,

an increase in area froma dry area d to wet area w of at

when subjected to the wet expansi on test as herei nbefore defined)

in which the wall covering material is such that it will undergo

| east 0.01% of d

characterised in that the area x of the wall covering material when the
roll is enclosed in the seal ed contai hér is in the range [err] - Y [err]

y isin

[err] [err] err; +Z%err4 wher,e I S d%srr 0%19 s, Wd 2

the range - 6*®2angipngt rPecrﬁé“PSRQEe Blies)o By rarbeEhsted ot noj sture
and in the thatcths arehex mfi shanealdoebest ing rateried wedmtdei tois wound and
packaged | s ;ACLRETOIG] in tndNEed ftl!dontQlinbbC1dIohPrllngbhgn  of the

noi sture content ca

e used to adjust the process con

Sso as to

alter the noisture content of Thé % & #he Hrbduct. For instance the

process may whegkudeis dieyi ng step upstream fromthe wi nding step and the
conditions in the dryirg step are adjusted as a result of the noisture

content determ nagi

I ch is conducted downstream fromthe drying stage.

The noisture contant I'p the process the adhesive coating is generally
applied in the form of, a_water-based or nsn aqueous sol vent - based sol ution

or an enul sion, of %10 f8F FARYe o0+
curable form Pr elexeablnythheranﬁms-lwe ker o} 95 wat er
non- agueousj, almoksﬂenuignge‘ma\,d ¥} desi Lakl exandeayoicds

afli ation (W or electron beam
based as avoi dance of
t hespradvi si on of

conpl i cated so| vegL regowe,(,ye apRar at us ,and Q_pcedu,gesszhaa(Uée @ wat er

based sysfets al’so.ls th&wl sturg anqL;\I,LOMIS’ ntoed moi sture
content of“fHei¥f nzﬂ&p wrthgzt t he |ncor gatidn Tnto O‘Sé‘tpra:ess of
an extra &tagwehﬂm‘ﬁfﬁ’ S dh TR 6 @rspt T‘ré"mwéfvérf"éﬂ ddhesi ves
are acryli %ﬁgguer 4pol: YISy gg@eml |y prepar ed %na aqueous
enul si on. e sel ection of, -hn appfoprl ate adhe5|ve to o ta| n the desired
presence of moisture and the process the moisture
content of the web before it is wound and packaged is
determined. The result of the determination of the

moisture content can be used to adjust the process
conditions so as to alter the moisture content of the web
in the product. For instance the process may include a
drying step upstream from the winding step and the
conditions in the drying step are adjusted as a result of
the moisture content determination which is conducted
downstream from the drying stage. | h2 Hacisture contont§f
Wt vib (s peodaed (K yuighine
In the process the“ adhesive coating is generally
applied in the form of a water-based or non-aqueous
solvent-based solution or an emulsion, or as a hot melt or
in a radiation (UV (or electron beam) curable form.
Preferably the adhesive \is water based as avocidance of non-
aqueous salts is environmentally desirable and avoids the
provision of complicated solvent recovery apparatus and
procedures. The use of water based systems also supplies
the moisture and allows control of the moisture content of
the final product without the incorporation into the
process of an extra stage of humidification and/or drying.
The preferred adhesives are acrylic ester polymers,
generally prepared and applied as an aqueous emulsion. The
selection of an appropriate adhesive to obtain the desired
properties in the final product as disclosed above is a
matter of choice by a berson skilled in the art selecting

"LOJV\ e A v hr Lt 0 u\‘(t\;"’r:t J—s‘t SL /01\7'



properti.es in the final product as disclosed above is a matter of choice by
a person skilled in the art selecting 14 anongst avail able polyners,
application rates and additives. The noisture content of the wall covering
i's measured by a suitable technique. An analysis of the final .package
product may be carried out by subjecthp a sanple to a Karl Fisher

determ nation, for instance. A partlcularly conveni ent nethod uses an

infra-red sefifdigstf O abdSil-ICe 1A ymePeadr aBgalcatP¥n Mlaghblr € 4 gy St ens.
Thi s aIIowstg term nation of the rml sture content of the final product or

of a web as 3494 YeSnuf actured, for instance as it is noving through a
converting |ine. ThEhaoisguaé scdnt@m:t hé thaswallcmveéngals bmedsetelio known

absol ute i 4 Buitd £g! érrﬁle}aaerrnm%waq s2k SO0 ELALI S5 dialpo an

alternative ica expr 8ssi.on e re
per cent age RATrHEY BP&Ib%f&FSbﬁ‘ilICi“é: PVb?‘éblﬂﬁﬁléﬁta R itﬁea é@mient of

ot her conponeisier caetbenbidtionsd Byrusingtinte. knovvn pareialirigal |y

det erm ned, ts f r exanpl es

'l ustrate (JoMEHIEAE) pkERGE SdlTaf MR, sIffor 2! LR biBEE

V277.100" ( TéhleRURPrABSRHG é’YdrVO\?\ET-gﬁ? O?YWSQI n{ eFais arR:U@Uﬁprl si ng
50% cel | ul osreddrinat i 8R%Mahgens tstirdicontehbeos @Fel PULA) G¥EALELE Ng nai nly

pol yvi nyl acet nd, hayi pansi. o 0, 3% s,coated with
110 g/ rr[ err] %\?% % w%t | s%l qco%%r’?%flgfa%f%éésgn .Prﬁtgance a§ \é@ . DOP

pl asti ci ser Wlﬁﬁv\rthF'PPQbr aSGODbWtJFP‘I akbingn dithe oﬁa‘—qreasplfwomaﬁdeSt abi | i ser
2 pbw. Thientr exRaNs OBalObratdie t@oakmua%bba&eel Sncﬁs%%e-rhe vi nyl

coated substrate . Sili rel ease coat conpri sing
g/merr] dry Rk d‘?srﬁgy?%%’eg%g% <?'?nl?d ﬁP?TF grlgf‘?gfs ganG“GZB from
Rhone- Poul erelt@irnatdmesanaby binglli decliniagng. t heheréxpiasg ipnooésshen top of
the print. regulfe ¥ i Qt edrcef@HELAoBURRE" Aldta1 WAy ar¥ph8Yic fibre
content, or of the content of other components, can be
obtained by using the known, or analytically determined,
weights of those other components.
The following examples illustrate the invention.
Example 1
A substrate layer of "VARITESS V277.100" (Trademark)
having a dry weight of 100 g/m2 and comprising 50%
cellulose fibres, 20% polyester fibres, the remainder
.comprising mainly polyvinylacetate binder and having a wet
expansion of 0.3%, was coated with 110 g/m2 PVC plastisol
comprising PVC resin : 100 parts by wt; DOP plasticiser
: 67 pbw; Filler 50 pbw; Titanium dioxide 35 pbw; and
Stabiliser 2 pbw. The wet expansion of the coated
substrate is 0.2%.
ne vinyl coated substrate was printed and a silicone
release coat comprising 0.5 g/m2 dry Rhodorsil 7334 cross-
linked with catalysts 62A and 62B, from Rhone-Poulenc
Silicones was applied during the printing process on top of
the print. The brinted, coated substrate was dried
travelling at a rate of 50 metres per minute at a
temperature of 100°C.



travelling at a rate of 50 netres per mnute at a tenperature of 100[err]C.
15 The printed, coated web was then enbossed at 100 netres per mnute on a
conventional hot enbosser and an adhesive coating was applied at 80 netres
per mnute with 60 grans per nferr] of an acrylic adhesive conprising
VANTAC 301 acrylic emul sion from Rhone Poul enc Chemi cal s having a solids
content of 50%the dry wei ght coating thus bethg 30 g/nferr]. The adhesive
coated web, after drying S wound .up i I e.ree it st yr
content of [err] % based %ﬁea?’f{ej'frrlefihecargglgdngaégegggbgﬁe%ne?%koesg?ﬁga\?\/i lr%:ang
step. The Snal | er ret digtreg| per isinuteceh edl SPHVERFLPARY i B ombPoie MREdPRt el v
and up to 1 nonth | atssihestitvd pacing alazasppbizdl At sanmegeet gpdrheiputedwdthand

these 10 mx 0.5 rollg IRRRL! 8 dRdos N HerPh 8OPSEheWild BRHPFQLELd RralvTh e
and/or PVC filmin the _normal nan eri. %%l n% afﬁer Vﬁl‘l Ouaé peri.ods of
aging it was found t i PERIEC I FI0B AT EOLIEC CHEP LG RgAENGs 2

wal | covering coul d besaddds|gonkppt icfd50% iy dtly aaighb-capsphy cdhuseheingl 301 nmes
vvit|hO_ut di ffitculdty olgg/dlar.mgﬁ‘det t@dgégs&, c8865 &leb, srmeréz_ taayir@' Qs wdumdl upi | K
enul si on painted surfaces.and to Linjng paper.. addi.tion, e .nroduct
coul d east | M%s@pﬂgd&?fq? b araeb 0 R R iechbe MG Cen B0 1 B 6h

oge

were stuc ther?, Wghout dehpabi@edTRE ahrifdgepsongesitionsieer dde ¥eb t he
fol |l owi ng envi ronne,ntaﬁltéi:ea:iei agtnﬁ&dtbpt rmplh:@g,grz {7 i_gmﬁ_nqahte;s.u‘maces.
[err] hour ot «20{ EMLLETEL Xt TOGREN, SR ELe DR RIaRE sl ALk LE 7
hours at 20[err]C and 65-/5%_ RH 4 hours at 25-3 and 30-40% RH 12

hours anbi ent 15- 20[ MPPELAFIY3RUAH KR g’H‘%—?"%Po {grrr Cght‘ﬁ’s"tde’de]ff’cﬁselﬁnﬂays

under these conditi on® alwhagho®ed the rgdectfabdibbheésyy Br mxpamlgbomodlst he

seams and only insi gniabbeadd aslhPkARrabpéd iR W yolefin film and/or PVC
film in the normal manner.

On testing after various periods of aging it was found
that reels could be unwound easily, that lengths of

_ wallcovering could be easily applied, removed and re-
applied several times without difficulty or damage to
gloss, eggshell, matt emulsion, vinyl silk emulsion painted
surfaces and to lining paper.

In addition, the product could easily be separated
from itself after two adhesive coated surfaces were stuck
<ogether, without damage.

The product was subjected to the following
environmental testing on all the above mentioned wall
surfaces.

¥ hour steam at 20°C (i.e. 100% RH)

% hour ambient 20°C

7 hours at 20°C and 65-~-75% RH

4 hours at 25-30°C, and 30~40% RH

12 hours ambient 15-20°C and 30-40% RH

The product was tested for 14 days under these
conditions and showed no signs of bubbling or expansion at
the seams and only insignificant shrinkage at the seams
during the 16 hours at 30-40% RH at temperatures between 15



during the 16 hours at 30-40% RH at tenperatures between 15 16 and
30[.err] C. The steam condition represents the very high humdities to be
found in bathroonms and kitchens. The self adhesive product was applied to
the wall surfaces using light hand pressure only ensuring all air was

excl uded between the wall covering andithe wal | by easily sweeping such air
bubbl es as in the case of conventional wallcoverings. The produyct al so had
the advant ag®€ S0°Fei nFheasiteamy GopditinR FRPFRITNEF W€ WSEYc & EPi ng, and
was not strefuiadtilesi g BpHdundt ianbathyednss ahdnkditel@snd.herefore easier to

mat ch and producsl,ng AR SayEXsrR! rgg&@ahggoxsggwﬂ%suastﬁet Lahhy as

descri bed in Exa C plasti sol |ayer
and 2 havi n@%fﬁyﬁﬁobﬁiw&k‘ﬂb‘%tr}a&t"e BrEFerret oaby LM 3t RdFght. The
decorative sasf aemzllmar mq@w net beedl wmmbvﬁxeﬂn}y ando tihe yilophilic

Substrate Ia er, I t %B@vl he; e raduct

per f or me- érWy %’e% SQ q% en si jec ?fH aé%]seeosgrgfe testing.
17 CLAI M5 1conVAnpa@k@§é~acldmve§|lﬁ35a seal ed container containing a roll of
Wa: : covering mat Qﬁé%r&mctaapébqﬁd anelarumita@eatéfé #é@.%gtéﬁh'%i'l $brips to a
wal | conpri sing cea r re_sensitive adhesive |a

hydr ophi | i c Cé’l}bgf’aa?’él el%decg;d EAACRE é % ‘i’%asstem\sé%?l gce t he
adhesi ve | aylriof enplmpmliwg i M@llf%c@flldle‘da%ntl!#@froe’lee&@élgnr#ace of the

adj acent W Relitkdl, ahd pHodtedd@ommbssial is such that it will undergo an
increase in area froma dry area d to a wet area w of at least 0:1%of d

when subjected to a wet
Example 2

A wallcovering substantially as described in Example
1 was produced, but omitting the PVC plastisol layer and
having a hydrophilic substrate layer of 160 g/m2 in weight.
The decorative surface layer was printed immediately onto
the hydrophilic substrate layer, and the release coat
applied. .
The resultant product performed simildrly to that in’
Example 1 when subjected to the same testing.



expansi Qn test (as hereinbefore defined), characterised in that the

material in the package has an area which is such that err] [err] [err]
o]

y [ |
[err] [err] + Z[err] where [err] is d+tw 2 Ais w mu uﬁ E Jlange -0.5
to 0.8 z is in the range -0.8 to 0.95 2. A pacﬂ*'ml l“mﬂlt |!l|t claim
1 in which the hydrophilic layer conprises hydrophi‘lit fibrles’ 3. A

package according to claim 2 in viti ch  the hydrophilic fibres are

cel lulosic. 4. Awmackage according to claim2 or claim3 in which the

noi sture COI’lt_éﬁ'[—_h%I h the package,, based on-the total anount of hydrophilic
fibres, is atlteadt PoskBge EPPRLiSiDgepepapl§d LoMt@dELr 70pn R G & er abl y
at | east. 8% byoleioghtal BFcoverAnpatdtayd adcEor Gippd itat iovy ipr &dPdbertlgl ai min
which y is i s e 0 5 fier ' e;fa - 5 _to 0.25.
6. A packaggé%gzclg?’%igng&t%ptgny&gr 8(_:3; | nlg gf?:g%’ Iﬁ%{in f_%h%%‘alugg?% fhe range
0.5 to 0.90, PFeFBEepFenshtivieaphRgtve kayer .c2 mirophidiersstnatet he range
0.25 to 0.75.1aer, A fesdiagdvacTayal agdire BrisepsaELEeg thbaddRdgivehi ch t he
noi st ure cont f .t {erdal, | ge.. | t t he

equi i brium rrfl;%}setrgroef g@%{@lﬁl%r_%’ ?%%1& %qu%g Sn tﬁ/}eq%%%%%erra erial under
the conditioref ZBperd]TSHdWIDIERBI 4D Yoleh dhe mptepial ig puekddataccor di ng
tﬁ any lpl’eCedit?gzliQhahmiéﬁ;d\hiimhnbhea%aﬂrs a3RAt arbera @IYPLrELSA a:oda

t hernopl astic_fi Lch e the sold.. 9 \ SL&%QF- according to any
precedi ng cl a‘l’en% ianrpe ilwc%ft %g 8%%%? a(?'letv%re CH éiyg’rhepné}‘gﬁes a 0a371erwe(f)5f a

pl astics nat eg¥p@nsignetestiag Peareinbefore defined), characterised in

that the material in the package has an area which is such
that

L -yA<sx<su+z A

where u is d+w
2

A is w-d
2

y is in the range -0.5 to 0.8

z is in the range -0.8 to 0.95 _
2. A package according to claim 1 in which the
hydrophilic layer comprises hydrophilic fibres.
3. A package according to claim 2 in which the
hydrophilic fibres are cellulosic. -

4. A package according to claim 2 or claim 3 in which the
moisture content in the package, based on-the total amount
of hydrophilic fibres, is at least 5% by weight, preferably
at least 7%, more preferably at least 8% by weight.

5. A package according to any preceding claim in which y
is in the range 0.5 to 0.5, preferably in the range -0.25
to 0.25.

6. A package according to any preceding claim in which Z
is in the range 0.5 to 0.90, preferably in the range 0 to
0.8, more preferably in the range 0.25 to 0.75.

7. A package according to any preceding claim in which
the moisture content of the material in the package is
greater than the equilibrium moisture content of the



e

10. A package according to any preceding clai m i-which The rel ease

surface is carried directly on the decorative |aye “mm“m L“ u oduct is
a sel f-wound product. 11. A process for produci n&;\‘ el ining a
roll of wallcovering material in which there are appliéd to a web of

hydrophilic substrate material, on onel&ide a decorative surface |ayer and
on the other side a | ayer of pressure sensitive adhesive and_the product

web is woundmabenialo| pBAeF sthe e SOPFALIPRRI f's Cwi BRGt mPYr seldkssensiti ve
adhesi ve recrungditgnto a rel ease surface of the adjacent winding in the

product roll, and, the. ol aicaoypm 698'ﬁﬁfdpéébéﬁ‘%%a'c‘i‘iigoﬁlha&ﬂ‘%u in
whi ch the vvaPr covering ‘materi a |% suc hat 1t w’l |l undergo an I ncrease
in area frontheysepkm ePntaineKeCORPERSHF 07 BhemeRdastif idR whifien

subj ect ed t oehbEoyEs thepabilon test ([err]as herei nbefore defined),

characterise [ that t rJ el when t he
roll is encl gSed% W%%gggegl%gggégﬁ?a?é]e?ﬁ?gp%%ﬁgwrag%ggmggﬁe{dﬁ% err] x
[err] [err] the [decoratfeee Yayer] inckide A jL¥gr 9fy 3 sPLastes range
-0.5 to 0.8 gatsridn ! peerapgplyOpcto 0.95 12. A process according to

claim 1l carrjed put i.n th [ e, of [ s ] Lch:th | sture
content of tﬁé‘vxelb %%cfko g %cﬁg?_ﬁgﬂ‘?st%_e?éyrﬁ%%gﬁlfg %Bﬁoégsghg%gordi_ng to
claim 12 in thecheldnse suyfacef is reargdias fingctdn o thee desPEatiee cont ent
is used to agihyst, so tRathenerpeedsctc andiat sens-voums grodakter the noisture

Whi ch | nol uddl- &t YIRS BPabSHORFRITENT f BRCERGS e i ngefef s hation and
i n whi ch t heoflr yahlraverdingi oatezial aihh uehich dherer agg areliedetormd sture
content det eﬁrgian%tfi Ofydrophilic substrate material, on one side a
decorative surface layer and on the other side a layer of
pressure sensitive adhesive and the product web is wound
into rolls of successive windings with the pressure
sensitive adhesive received onto a release surface of the
adjacent winding in the product roll, and the roll is then
enclosed in a sealed containér, in which the Wall covering
material is such that it will undergo an increase in area
from dry area @ to a wet area w of at least 0.01% of d when
subjected to the wet expansion test {(H{as hereinbefore
defined), characterised in that the area of the
.wallcovering material when the roll is enclosed in the
sealed container is in the range
/m«- yA<sx<spu+2zA

where p is d+w
2

A is w-d
2

y is in the range -0.5 to 0.8

z is in the range -0.8 to 0.95
12. A process according to claim 11 carried out in the
presence of moisture€, in which the moisture content of the
web before winding is determined.
13. A process according to claim 12 in which the result of
the determination of the moisture content is used to adjust



15. A process according to any of clains 12 to IZ inwhichthe adhesive is
appl fed as an aqueous-based conposition to tHéy H mt he adhesi ve
coated substrate is subsequently dried. 16. mej uﬁmumm lng to any of
clains 11 to 15 in which the hydrophilic | ayer* cédnpki s'es shydrophilic
fibres, preferably of cellulosic mat¥ial. 17. A process according to
claim16 in which the noisture conter{t og t he basiosS l1;u_,eh¥:(gl)r Qthi;l ic fibres
is at | east™MYPEYHRT GNP TEONSA S8y 3R & AEEDr N FOr3 HN P e ai ns 11 to 17
in which thef ddeowediire ther predudtayer includes a |ayer of a plastics

maL erial, pigef erp.allznlr)gcelegp!ahébmirﬁvﬁo afepéizedus QrJhEEhV\&bthﬁdi’WCH glohi | i (t:)
substrate npteria am pating a pnefor r Y, y
appl i cati orr:;?ryo‘f“_3 gte F&ﬁ?ﬁeﬁ%ar?bg§?. Aty %B?g lé%%tﬁ&egﬁ%ﬁaas QF‘S% d?l 19. A
process accur whaghtttheadyybno qoadisians are18dinstift @F 3 1edudssef | ayer is
appl i ed di raqd mpistutdecheent addteaninatace. to provide a rel ease surface on
the product, ieb a0t ddig WERoId35CLE IRHBE Sl 09 dJIEPENGRRL, I ol ease

sheet) on t roI‘ID._pro.dum ng a-packade containing a rol] of wallcovering
materi al i rthshiadhesiis dsaprrPESH RN Gq&eﬁéﬁ"ﬁsﬁﬁf’%‘?ﬁ‘lq@%%st rate

mat eri al, atheONeubstiate daaar atled sdhbatee | aymtedandsasstiraceot her si de a

| ayer of Pr &L ﬁeﬁ@&fi ;4§ . adhesive and the product web is wound into
roll's of successive wnding with the pressure sensitive adhesive received
onto a rel ekfse BUPTRREESORCENEIRG tReY RF ihaigsi Al (4% 1prBbtiBiR ol 1, and the
roll is thetheenglyasephiyica Jegked compwiseer , hiydrebhthict hdimaes, coveri ng

material i tod eeth bl odiidGg@r@m i ncrease in area froma dry area d
to wet are Ivs#% a%l%']yqloeaste .O(i% of ad alh,en sub})ew ti%g Eo t he )é\glt_e expansi on

test (as her¥l nbéf BFEeRst PRECTHITaEP T3 o0t he mois

content on the basis of hydrophilic fibres is at least 5%

by weight.

18. A process according to any of claims 11 to 17 in which
the decorative surface layer includes a layer of a plastics
material, preferably comprising PVC, applied to the web of
hydrophilic substrate material by laminating a preformed
film or, preferably, by application of a liquid
composition, preferably a plastisol.

19. A process according to any of claims 11 to 18 in which
g release layer is applied directly on the decorative
surface to provide a release surface on the product web and
the web is self-wound (with no independent release sheet)

on the roll.
20. & procss for .
producing a package containing a roll of wallcovering

material in which there are applied to a web of hydrophilic
substrate material, on one side a decorated surface layer
and on the other side a layer of pressure sensitive
adhesive and the product web is wound into rolls of
successive winding with the pressure sensitive adhesive
received onto a release surface of the adjacent winding in
the product roll, and the roll is then enclosed in a sealed
container, in which the wall covering material is such that
it will undergo an increase in area from a dry area d to
wet area w of at least 0.01% of & when subjected to the wet

expansion test (as hereinbefore defineﬂ) ch_az;acterised in
Hhot s prowast iS it d ok in e prseacs df meyshe a0l R

mo 1 St cowndien Ol e b{b"‘ (€ s wenn o 7s dibernns .\,{_Q/‘



