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application to pro Z%?, t he | abels elng openabl e so as taod

It is known to manufacture so-called "extended texzt"”
multilaminar self-adhesive labels for agplicatidn to
products, the labels being openable so as to reveal
previously hidden printed areas. :

The present invention aims to provide an improved
extended text self-adhesive label.

Accordingly, tﬁe present invention provides a
' self adhesive label comprising a self-adhesive base portlon
whxch is adhered by its self-adhesive surface to a .backing
of release material, a folded 1leaflet portion which is
disposed over the base portion and a self-adhesive
overlaminate portion which is adhered by its self-adhesive
surface to a part of the top surface of the folded leaflet
portion and to exposed parts of the top surface of the base
portion on opposed sides of the folded leaflet portion so as
" to retain the leaflet portion in a folded configuration; the
overlaminate portion exposing an end part of -the folded
leaflet portion whereby the end part can be pulled by user
thereby to open the label.

The present invention also 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 laminar material comprising a web of
self-adhesive base material carried on a backing web of
release material; ' '

(b) applying a succession of folded leaflets- to the top
surface of the web of base material;

(¢) applying a self-adhesive overiaminating web aver
the . folded leaflets and exposed parts of the top surface of



di sposed over the base portion and a self- adhesi ve over| am nate
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surface of t on opposed sides of the fol dedd-eatd “n”mn

surface of t mt! E et portion and to exposed partsjio
a

so as to retain the I'e portion in a jolded configuration,
characterised by the overlam nate portion exposing an end part of the
folded | eafl et portion whereby the end part can be pulled by a user thereby

to open thechabgbp of baseTﬁgt@&qggntamayention al so provides a nethod of
produci ng a successlon f. sel f-adh S|E§ Iabel carried on backi n
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in each seL.—adhes:.ve label a portion of a respective folded
leaflet is sandwiched between a portidn of the
overlaminating web and a portion of the base material web,

with a part of the folded leaflet portion being exposed.

Embodiments of the present invention will now be
described by way of example':only with reference to the
accompanying drawings, in which:- '

FIG. 1 is a plan view of a succession of self-adhesive
labels <carried on a backing of release material in
accordance with an embodiment of the present invention;

FIG. 2 is a section on line A-A of the self-adhesive
label shown in Fig. 1;

FIG. 3 is a section on line B- B of the self-adhesive
label shown in Fig. 1;

FIGS. 4(a),(b) and (¢) show in sequence the web
assembly during the manufacture of the self-adhesive labels
shown in Fig. 1 in accordance with a first embodiment of
the method of the present invention;

FIG. 5 1is a schematic side view of an apparatus for
'producing self-adhesive labels in accordance with the method.
of Figure 4;

FIG. 6 is a schematic side view of an apparatus for
producing the self-adhesive labels of Figure 1 in accordance
with a second embodiment of the method of the present
invention; and '

FIG. 7 is a schematic representation of the control
system.of the apparatus of Figure 6.

Referring to Figures 1 to 3, there is shown a
self-adhesive label 2 1in accordance with an embodiment of
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view of an appaAt UR ffylded leaflet portion 8 is disposed over the base
o portion 4 and extends transversely across the self-adnesive
label 2. The folded leaflet portion 8 preferably comprises

a paper sheet which has beern folded with a plurality of

folds so as to have a number of layers. A variety of
different folded <configurations <c¢an Dbe employed in
accordance with the present invention. For example, the

leaf'le-t portion 8 may have a plurality of £old lines so as
to comprise 32 pages. A self-adhesive overlaminate portion
10 has a rea;f: surface coated with a pressure-sensitive
adhesive and the rear surface 'is adhered over a part of the
upper surface of the leaflet portién 8 and to parts of the
'ugper surface of the base portion 6§ on opposed sides of the
leaflet portion 8 so as to adhere the folded leaflet portion
8 in a closed configuration' to "the base portion s. The
overlaminate portion 10 preferably comprises a self-adhesive
transparent plastics material, such as polypropylene,
although it may be comprised of paper. The preferred
plastics material of the overlaminate portion 10 preferably
has a smaller thickness than the preferred plastics material
of the base portion 6. The overlaminate portion 10 covers a
major portion, but not all, of the upper surface of the
self-adhesive label 2 s¢o that at one edge of the
self-adhesive label 2 an end part 12 of the folded leaflet
portion 8 and adjacent parts 14 of the base portion § are
exposed. The end part 12 can be pulled by a user so as to
separate the folded leaflet portion 8 and the overlaminate
portion 10 adhered thereover from the base portion 6. The



produci ng the sel f-adhesive |labels of Figure 1 in-accordance wth a second
enbodi nent of theé nethod of the present invention; and FIG 7 is a
schematic representation of the control systemof the apparatus of Figure
6. Referring to Figures 1 to 3, there is shown a self-adhesive | abel
2 in accordance with an enbodi nent of _ - o

- 3- the present invention. It will be seen fromFigure 1 that a
successi on of such self-adhesive labels 2 is carried on a backing 4 of
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be conprlse ed | eai et "portion 8 S dr sposed e
curao’e varnish which assists in partially deadening the

adhesive interface between the pressurs-sensitive adhesive
on the overlaminate portion 10 and the upper surface of the
base portion 6 so as to assist removal of the overlaminate
portion 10 from the base portion 6.

It will be seen from Figure 1 that three edges of the
overlaminate portion 10 are coincident with corresponding
edges of the base portion 6, which edges have been cut in a
single cutting step so that tﬁe overlaminate portion 10 has
wing portions 16 on the opposed sides of the leaflet portion
8 which are large in area‘ and tead to prevent the folded
label from being inadvertently opened. The two end edges of
the folded leaflet portion 8 are preferably coincident with
corresponding end edges of the base portion 6, those edges
having been cut in a single cutting step. '

A first embodiment of method of manufacturing the
self-adhesive labels of Figures 1 to 3 is 1illustrated in
Figures 4 and 5. )

Initially, a laminar material 20 compri'sing a web of
self-adhesive base material 22 carrying a backing web of
‘release material 24 is fed out from a reel 26§ thereof.
between a pair of rollers 28. A feediﬁg device 30 applies a
succession of the folded leaflets 32 to the upper surface of .
the base material 22 as shown in Figure 4(a). The folded
leaflets 32 are preferably, as shown in Figure 5, assembled
onto the base material web 22 at the rollers 28 at which, in
addition, a web 34 of self-adhesive overlaminating material
- is laminated over the folded leaflets 32 and the base
material 22 so as to form a composite web 36 in which a
succession of leaflets 32 is sandwiched between the



portion 4 and extends transversely across the sel f-adhesive |abel 2. The
folded |l eafl et portion 8 preferably conprises a paper sheet which has been
folded with a plurality of folds so as to have a nunber of |ayers. A
variety of different folded configurations can be enployed in
accordance with the present invention.. for exanple, the leaflet portion
8 may have a plurality of fold [ines so as to conprise 32 pages. A
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composite - web 36 is cut by cutting through the
overlaminating web 34, the applied leaflets 32 and the base
material web 22 as far as, but not through, the backing web
24 of release material so as to form the self-adhesive
labels 2 on the backing web 24 of release material, as shown
in Figure 4(c). The'cutting is carried out so that the two
opposed ends of the folded leaflet 32 are cut away so that
the cut ends of the folded leaflet portion in the resultant
self-adhesive label 2 are coincideﬁt with edges of the label
2. Alternatively, the edge of the end part 38 of the
leaflet 32 is not cut away, the cut edge of the base
material 22 being substantially coincident with the edge of
the end part 38. The waste produced' during the cutting
step, counsisting of a matrix of the base material 22 ﬁaving
adhered thereto cut away parts of the folded leaflets 32 and
a waste matrix of the overlaminating material 34, is ramoved
and wound into a reel 48. The succession of self-adhesive
labels 2 carried on the backing web 24 of release material
is wound into a reel 50.

A second embodiment of a method of producing labels in
accordance with the invention is illustrated in Figures 6
‘and 7.

Referring to Figure 6, there is shown an apparatus,
designated generally as 102, for producing a reel 104



-4 folded leaflet portion 8 can then be unfolded and read by a user. In
order to assist the renoval of the overlam nate portion 10 fromthe base
portion 6, the entire surface of the base portion 6 may have been
pre-coated with a UV curabl e varnish which assists in partially deadening

t he adhesive interface between the preSSérE-sensitive adhesive on the
overlam nate portion 10 and the upper surface of the base portion 6 so as

to assist renoval of the overlam nate rti.on 10 fr.om t.he e portion 6.
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embodi ment of fethedvafrsErnef@st WitAdpirBesure-sensitive adhesive and is

carried on the release material web 108. The reel 110 is
mounted in the apparatus 102" as a supply r=zel which is fed
out over one or more guide rollers 114 to a label applying
station, designated generally as 116, which includes a pair

" of opposed rollers 118,120 between which the 1labelstock
méterial 109 is passed. At the label applying station 11§,
individual folded printed labels 122 are fed between the
rollers 118,120 by a label feed system designated generally
as 126, whereby the folded 1labels 122 are applied to the
upper surface of the self-adhesive web 112. A self-adhesive
laminate 128, typically of plastics, is £fed out from a
supply reel 130 and between the rollers 118,120 so as to be
laminated by 1its self-adhesive  surface - over the folded
labels 122 which hawve been applied'to the underlying web 112
of self-adhesive material. The folded 1labels 122 are
therebY adhered to the self-adhesive web 112. The combined
web/label assembly 131 is conveyed to a die-cutting station
designated generally as 132 which 1includes an upper
die-cutting roller 134 with a lower opposed backing roller
136. The die-cutting station 134 is downstream in the
direction of web movement from the label feed system 1256.
At the die-cutting station 132, the resultant self-adhesive
labels 106 are cut out from the overlying laminar material
128, the. folded 1labels 122 and the sglf—adhesive weh 112.
The release web 108 is not cut. The waste web skeleton 138
which may include waste pieces of the folded labels 122 is
wound up on a waste reel 140 and the web of release backing
material 108 carrying the succession of self-adhesive labels
106 is wound up on reel 104 as a take-up reel, the baéking
~material web 108 having been fed over one or more guide
rollers 142.



self-adhesive | abels of Figures 1 to 3 is illustrated in Figures 4 and 5.
Initially, a lamnar material 20 conprising a web of self-adhesive base
material 22 carrying a backing web of release material 24 is fed out froma
reel 26 thereof between a pair of rollers 28. A feeding device 30 applies a
succession of the folded leaflets 32 ta the upper surface of the base
material 22 as shown in Figure 4(a). The folded leaflets 32 are
preferably, as shown in Figure 5, assenbled onto the base material web 22
at the rollers 2g8nat Mbedh, feadadsirdtem, laswatns34anf aetfutadbadi v&s past

over | am nat.i teripal i | am.nat,ed over_ . the ded_. leatlets 32, _and
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22 are LO@Q&EQQEnQJst 104 and the gquide rollers 114,142, the drive
unit rotating at least the take-up reel 104 and optionally
the supply reel 104 and/or one or more of the guide rollers
114,142. The label feed system 126 also includes an input
end 146 which is disposed bheneath a sheet folding unit
designated generally as 148. The label feed system 126 has
a conveying device which comprises upper and lower endless
belts 150,152 which'are mounted between respective pairs of
rollers 154,156. The endless belts 150,152 are rotatably
driven by the respective rollers 154,156 at least one of
which is in turn driven by a feed motor 202 so as to move
folded 1labels 122 in sucdession from the input end 146 at
which folded labels 122 are received from the folding unit
148 to the output end 144 at which folded labels 122 are fed
onto the self-adhesive web 112 between the rollers-118,120.

The folding unit 148 is of generally known construction
and comprises a zig~zag array of fdlding rollers 158
together with a =zig-zag array of folding pockets 160 on
opposed sides of the array of rollers 158. In use, the.
folding rollers 158 rotate continuously to drive a  sheet
through the folding unit 148. 1In use, a sheet 162 is fed
through the uppermost pair of rollers 158 and into the
uppermost folding pocket 160. When the leading edge of the
sheet 62 hits the end of the folding pockst 160, the sheet
162 continues to be fed by the rollers 158 and the initially
flat sheet 162 is then upset by this continued feeding so as
to have a folded confiquration with a single fold. The
location of the fold in the sheet 162 is determined by the
'depth of the folding pocket 160. The single folded sheet
162 is then: fed by the next pair of rollers 158 (i.e. the
second and third rollers) in the =zig-zag array into the



of fset so as to have a coincident |ongitudinal edge on one side of the
conposite web 36 so that on the other side of the conposite web 36 end
parts 38 of the folded leaflets 32 are exposed together.wi th edge portions
40 of the base material web 22. The conposite web 36 is then fed to a
die-cutting station 42 conprising a die-cutting roller 44 and a backi ng
roller 46. At .the die-cutting station-48, -the conposite web 36 is

cut by cutting t hr ough the overlam nating web 34, the applied

| eafl ets 32 and the base mater. al web 22 as far as, but not through, the
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adhered there parts o ol de |'efs” 32 and a waste matrix
of the overlan1nat|ng naterlal 34, is renmoved and wound into a reel 48.
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in Figures primted. web 164 which h;s been fed out from a supply reel

166 thereof. The web 164 has typically been printed on one
or both sides by a £flexographic, letterpress, digital offset
or lithographic offset printing technique. The printed web
164 is fed out from the reel 166 by a web unwind and gquide
apparatus, designated generally as 168, and the web'is fed
to a festoon 170 at which a'supply length of the printed web

164 is tensioned. The web 164 then passes between a drive
roller 172 and an upper opposed roller 174 of a web feed
system 171 which feeds the web intermittently to a cutting
device 176 comprising a cutting. roller 178 and an opposed
backing roller 180. The cutting device 176 cuts off a
desired length of'the printed web to form a separate printed
sheet 162 which is then fed into the folding unit 148.

The drive roller 172 is driven by an electromagnetic
clutch 175 which has its input shaft 177 continuously
driven. .The - electromagnetic c¢lutch 175 is actuated
intermittently so as to rotate the drive roller 72 when the
printed web 164 is required to be fed through the cutting
device 17s6.

The feed motor 202 continuously drives not only at
least one of rollers 154,156 thereby continuously rotating
the endless belts 150,152 of the label feed system 126 but
also continuously drives the £folding rollers 158 of the
folding unit 148 and the input shaft 177 of the



Referring to Figure 6, there is shown an apparatus, designated generally as
102, for producing a reel 104 carrying a succession of

sel f-adhesive | abels 106. The reel 104 conprises an indeterminate |ength of
a backing web 108 of release material, typically conprising a
silicone-faced backing paper. The backlng web 108 is provided in a reel
110 of dupl ex | abel stock material =109 conprising a self-adhesive
web 112 of paper or plastics which is coated on its reverse side with

pressure-sensitive adhevaeFﬁSP i S carrieddgl the rel ea i mat erial web 108.
The reel 118l¢StRONATRECIRA athpu8f1 %ﬁ?%%%%p59§ B&ellithi Eari $hped
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148 and the label feed system 126.

The apparatus 102 includes a number of sensors, with
associated control systems, for controlling and coordinating
the operation of the various parts of the apparatus 102. A
printed web sensor 182 is provided between the festoon 170
and the drive roller 172 for the printed web 164. The
sensor 172, which 1is typically a photodetector, is adapted
to detect a series of printed marks along the printed web
164. The detection of each printed mark causes a detection
signal . to be generated which switches off the
electromagnetic clutch 175 £for the drive roller 172 and
actuates the cutting device 176 when the web 164 has
stopped. The cutting device, and the web drive, are thereby
operable in response to a detection signal from.the sensor.
This ensures that accurately cut printed sheets 162 are
formed £from the printed web 164, each printed sheet 162
having the required length and being registered with respect
to the printing on the web 164. The web 164 is then moved
again through the cutting device 176 after a short délay in
the next cycle by actuation of the electromagnetic clutch
175 for the drive roller 172.

A second sensor 184 is provided 1in the label feed
system 126 and is adapted to detect each folded label 122 as
it passes along the label feed system 126. The sensor 184
is typically a photodetector which is adapted to detect
either an edge, for example the leading edge, of each folded
label 122 or a printed registration mark on each folded
label 122. The second sensor 1is adapted to control the
application of the folded label 122 to the self-adhesive web
112 éo that it is in registry with the die-cutting roller



upper surface of the self-adhesive web 112. A self-adhesive |am nate 128,
typically of plastics, is fed out froma supply reel 130 and between the
rollers 118,120 so as to be lam nated by its self-adhesive surface#over the
fol'ded | abel s 122 whi ch have been applied to the underlying web 112 of

sel f-adhesive material. The folded labels 122 are thereby adhered to
the sel f-adhesive web 112. The conbi ned web/| abel assenbly 131 is conveyed
to a die-cutting station designated genkatly as 132 which includes

an upper die-cutting roller 134 with a |ower opposed backing rolter 136.
The die-cutting station, 134" is downstream in the direction of web
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142. feed motor 202 causes correspbnding speeding up or slowing
down of the web feed system 171, the folding unit 148 and

the label feed system 126 which are coupled together.

An embgdiment of_a control system for controlling and
coordinating the operation of the label feed system 126,
together with the web feed system 171 and the folding unit
148, the web conveying system and the die-cutting roller 134

of Figure 6 will now be described with reference to Figure
7. The web conveying system 186 comprises a main motor 188
which drives the take-up reel 104 and preferably at least
one of the supply reel 110, the guide rollers 114,142 and
the rollers 120 and 1386. A speed setter 190 inputs a
digital signal into the main motor 188 representative of the
desired web speed. The main motor 188 is'connected to an
encoder 192 which is adapted continuocusly to output a series
of pulses, the instantaneous rate of which is related to the
actual speed of the main motor 188. The pulses are received
by a motor control 194 which compares the instantaneous
pulse rate with the 'rate of the desired set speed and if
there is a difference in those two rates, the motor control
194 outputs a feedback'signal which is received by the main
‘motor lss.and instantaneously corrects the speed of the main
motor 188.

This feedback control provides continuous instantaneous
control of the speed of the main motor 188 so that at any
given time the actual speed is the same as the desired set
speed.



The | abel feed system 126 has an output end 44 past which the | abel st ock
mat eri al 109 conprising the self-adhesive web 112 carried on the web
108 of release backing naterial is noved by a web conveying system
cormprising a drive unit (not shown) and the supply and take-up reels 104
and the guide rollers 114,142, the drive_ynit rotating at least the take-up
reel 104 and optionally the supply reel” 04 "and/or one or nore of the guide
rollers 114, 142. The | abel feed system 126 al so includes an input end 146
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and into th%atlo selector 198 from the encoder 192. The ratio selector
198 can be set to a predetérmined ratio, typically to four
decimal places, so that the pulse rate output therefrom is a
predetermined ratio of the pulse rate input from the pulse
counter 1396. The output of pulses from the ratio selector
198 is fed to a motor control 200 for a feed motor 202 of
the label feed system 126. The motor control 200 outputs a
pulsed motor control signal to the feed motor 202 and the
feed motor 202 rotates at a3 speed governed by the pulse'rate
of the pulsed motor control signal. 1In this way, the pulsed
motor control signal controls the fsed motor 202 and thereby
the rate at which folded printed labels 122 are delivered
onto the self-adhesive web 112 by the label feed system
126. The rate at which the printed web 164 is fed by the
web feed system 171, thereby controlling the rate at which
printed sheets 162 are fed into the folding unit 148, andg
‘the rate of operation of the folding unit 148 are also
correspondingly controlled because the web feed system 171
and the folding unit 148 are geared to the label feed system
126.

In a manner similar to that of the main motor 188, the
feed motor 202 1is connected to an encoder 204 which 1is
adapted continuously to output a series of pulses, the
instantaneous rate of which is related the actual speed of
the feed motor 202. The pulses are received by the motor
control 200 which compares the instantaneous pulse rate with



upper nost fol di ng pocket 160. When the | eading edge of the sheet 62 hits
the end of the fol ding pocket 160, the sheet 162 continues to be fed by the
rollers 158 and the initially flat sheet 162 is then upset by this
continued feeding so as to have a folded conflguratlon with a single
fold. The location of the fold in the sheet 162 is determ ned by the depth
of the folding pocket 160. The single folded sheet 162 is then fed by the

next pair of rollers 158 (i.e. the second and third rollers) in the zig-zag
array into ¢ rate of the de51r=d set speed. If tBere $8CONdifOFdhdKre
pocket 160 and in the sa a secong fold line_is fog {l Thi s process
conti nues urfti EbehetPRsi & olr&(gﬁsshe }Pelé‘?tl‘? 2CAREFRY, 49 SHEBHERaVA ng
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system 126. EendbacﬁTﬁnqmahlng adﬂedl¢8l¢§me@ppaléw dUhtthao@@hﬁaﬂtinnug
from the ratio selector 198 to form the pulsed motor control
signal which is fed to the feed motor 202. Thus the pulsed
motor control signal may be continuously varied to ensure
that the feed motor 202 is running at a speed that is at the
desired ratio of the speed of the main motor 188. It will
be understood that the motor control 200 also acts 'as a
pulsed signal accumulator.

In this way the web conveying system and the label feed
system can be arranged to run at a set speed ratio, the
speed ratio being related to the length of each finished

" label, the length of each folded label which is applied to
the web and the spacing between the folded labels on the web.

‘The label feed  system 126 is also controlled with
respect to the die-~cutting roller 134 so as to ensure that
when each folded printed 1label 122 is applied to the
salf-adhesive web 112, the £folded printed 1label 122 is
applied at substantialiy‘the correct position, irrespective
of any fluctuations or variations in the .position of the
folded printed 1labels upstream of the sensor 184 in the
label feed system 126 and the folding unit 148, so that when
the folded printed 1label 122 is cut by the die-cutting
roller. 34 at the die-cutting station 132, the die-cut is
substantially in registration with the folded printed label
122,

The die-cutting roller 134 1is provided with a
die-sensor 2086. The die-sensor 206 detects when the
die-cutting roller 134 is at a prescribed angular
orientation and thus correlates the die-cutting roller 134

"with respect to a particular stage of the dié—cutting



printed sheets 162 which have been fornmed froma single printed web 164

whi ch has been fed out froma supply reel 166 thereof. The web 164 has
typically been printed on one or both sides by a flexographic, |etterpress,
digital offset or |ithographic offset printing technique.. The printed web
164 is fed out fromthe reel 166 by a wepzunwi nd and gui de appar atus,

desi gnated generally as 168, and the web is fed to a festoon 170 at which a
supply length of the printed web 164 is tensioned. The web 164 then passes
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of the comparator 208 are.processed and compared to yield an error
signal which is indicative of any distance which the actual
position of the detected folded label 122 in the label feed
system 128 leads or lags a desired position which is in
registry with respect to the die-cutting roller 134. Such
an error signal is outputted by the comparator 208 to the
motor control accumulator 200 of the label feed system 126.
This causes the feed motor 202 of the label feed system 124
to be instantaneously speeded up or slowed down thereby to
advance or retard the application to the self-adhesive web
112 of the detected folded label 122 in the label feed
system 126 so that that detected folded label 122 is applied
to the self-adhesive web 112 at the correct position with
respect to the downstream die-cutting operation by the
die-cutting roller 134. 1In this label producing apparatus,
the die-cutting roller 134 defines the position of the
resultant self-adhesive labels 106 along the weh of release
material 104 and the position of the folded printed labels
122 is registered on the labelstock web 109 with respect to
the die-cutting roller 134. Thus the folded printed labels
122 in the label feed system 126 chase the position of the
die-cutting roller 134 and each folded printed label 122 is
applied to a target position on the web 112 which is
correlated to a subsequent die-cut made by the die—cutting
roller 134. '

‘The operating speeds of the printed web feed sysfem 171
and the folding unikt 148 are preset with respect to the set



-9- el ectromagnetic clutch 175 of the drive roller 172 for the printed
web 164. Preferably, the driven roller or rollers 154,156, the folding
rollers 158 and the input shaft 177 are mechanically geared together,

t her eby providing a nechani cal coupling between the web feed system 171,
the folding unit 148 and the | abel feed gystem 126. The appar at us
102 includes a nunber of sensors, with associated control systens, for
controlling and coordinating the operation of the various parts of the
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In operation, the web drive unit 168 continuously fzeds
the printed web 164 into the fastoon 170, and any slack in
the web 164, as a result of the intermittent operating of
the drive roller 172 as described below, is taken up by the
‘web drive unit 168. The drive roller 172 feeds the printed
web 164 through the cutting device 176 until the sensor 182
detects the next ‘printed mark on the printed web 164. At
this point, the desired length of the printed web 164 has
been fed fhrough the cutting device 176. The drive roller
172 is instantaneously stopped by the electromagnetic clutch
175 to stop the web movement through the cutting device 176
and the cutting roller 178 is actuated to cut the desired
length from the printed web 164. The cut sheet 162 is then
fed into the folding unit 148, folded to the desired folded
configuration and then fed between the endless belts 150,152
of the label feed system 126. After the cutting operation,
the web drive roller 172 is started again to commence the
néxt'feedinq, cutting and folding cycle.

The . label feed"system 126 operates continuously and
- applies the succession of folded printed labels 122 onto the
continuously moving web 112. As described hereinabove, the
speed of the label feed system 126 is set to be a particular
ratio of the speed of the web conveying system and the
application of each folded printed label 122 to the web 112
is controlled with respect to the position of the
die-cutting roller 134.

The folded printed sheets 122 are adhered to the
self-adhesive web 112 by the self-adhesive laminar material



operabl e in response to a detection signal fromthe sensor. This ensures
that accurately cut printed sheets 162 are fornmed fromthe printed web 164,
each printed sheet 162 having the required | ength and being registered with
respect to the printing on the web 164. The web 164 is then noved again
through the cutting device 176 after a short delay in the next cycle by
actuation of the electromagnetic clutch I¥5-for the drive roller 172.

A second sensor 184 is provided in the |abel feed system 126 and is
adapted to detect each folded label 122 as it passes along the | abel feed
syst em 126.128Thenderkhen 18hej sconpired | 9S§ephévodle?:bctl§r U s akdapred

to detect nexpmpigat 9. £89€amFegach fol ded
| abel 122 gdr $e§)r%%%ﬁce%§ str}atsla%rﬁ mar on eaceﬂ f ol ded ?‘t 122. - The

second sensor is adapted to control the application of the fol ded | abel

322 to the 53|{rﬁgh§ﬁ'%QHéﬁﬁéEﬁbéﬂhikﬁﬁgéﬁed§ '6née@kihEE&MﬁJbthh may
| e- CUttlngbéOcuEr to form printed sheets 162 with waste web portions

petween adjacent printed sheets 182. The cutting unit 176
may then be adapted to effect two cuts during one cutting
cycle, the first cut to cut off the printed sheet 162 and
the second cut to cut of a waste web portion. The waste web
portion may be ejected from the web £feed system or the
folding unit and discarded. This arrangement may be
employed when the printed web 164 is printed with a repeat
length which is not the same as the length of the printed
sheet. This enables the appafatus to utilise webs having
fixed repeat lengths irrespective of variations in size of
the printed sheets 162. This is an important advantage
because it enables the use of webs printed with fixed repeat
lengths to be used, for example those produced by a digital
offset or lithographic offset printing process which enables
high quality printed images to be printed on the labels, for
varying lengths of printed sheets.

The present invention provides a self-adhesive label
which 1is, by the use of a plastics overlaminating layer,
protected against soiling or damage during transport and
prior to use. However, when it is desired to open the
label, a reslatively small part of the folded leaflet can bhe
pulled away from the self-adhesive base of the label to
enable the label to be opened. The labels of the present
invention are readily and economically manufactured because
a succession of the folded leaflets is sandwiched between
two self-adhesive webs. The use of two webs of different
widths, but which are offset relative to each other, enables
the desired configuration to be achieved which incorporates
an exposed part of the folded leaflet, in combination with
only a single die-cutting step.



134. This registration is enployed when the web 109 is not pre-printed,
pre-cut or otherwi se provided with a succession of registration points
along the length of the web 109. The second sensor 184 controls the
application of the folded | abel 122 by varying the speed of the feed notor
202 in the manner described below. The variation of the speed of the feed
nmot or 202 causes correspondi ng speedi ngrgp-or sl owi ng down of the web feed
system 171, the folding unit 148 and the | abel feed system 126 which are
coupl ed toget her. An enbodi nent of a control systemfor controlling
and coor di nati ngpbhesopersdhosioé tlabdlabshdef cetl AEIWAAEE Hgdt héhen t h
the web feed system 171 and the fol di.n L Y8R CONVaupag 1Swst em
and the di Eréﬁﬁﬂr‘:ng’-ﬁl%‘f'q“é’roﬁs%a}% Egl‘g’ﬁgguzbh %ﬁ%veﬁéﬂgescri bed wi %h ¥
reference ggoghg%e stchThes vetha coavelyt yep by si_nva860c Snpt3R3R AMAHPR At or
188 whi ch drives _t he take- el : 104 ; f erapl yn@t beastidede oh tlae
suppl y reePrifé?dthéJ&ﬁﬁﬁ?rcé erégllié%giggﬁq t?e Jollers 120 and 136.
A speed &euheﬁvelgosdad@uﬁgeaaQGiﬁﬁP&PP§P&ﬁaI°in§&%ﬂ%59§§qﬁ‘notor 188
representative of the desired web speed. The main notor 188 is connected
to an encoder 192 which is adapted continuously to output a series of

pul ses, the instantaneous rate of which is related to the actual speed of
the main notor 188. The pul ses are received by a notor control 194 which
conpares the instantaneous pulse rate with the rate of the desired set
speed and if there is a difference in those two rates, the notor control
194 outputs a feedback signal which is received by the main notor 188 and

i nst ant aneously corrects the speed of the nain
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' pul se signal, conprising a series of pulses at a

rate, to a pulse counter 196. Each pulse is representative of a
gular rotation of the main gnggr_188 and thus is representative
i c distance which the | abel stGCk web material has noved as a

eing driven by the nmain notor 188. The pul se counter 196

outputs a sgfhegs0f pulses to a ratio selector 198. However, in an

alternative
to the rati
be set to a

genent, the series of pulses could be outputted directly

o0 selector 198 fromthe encoder 192. The ratio selector 198 can

10r edgt idlmadHasive 1¥Bbtaldond @ iy a self-adhesive basa
portion which is adhered by its self-adhesive surface to a
backing of release material, a folded leaflet portion which
is disposed over the base portion and a self-adhesive
overlaminate portion which ‘is adhered by its self-adhesive
surfacé to a part of the top surface of the folded leaflet
portion and to exposed parts of the top surface of the base
portion on opposed sides of the folded leaflet portion so as
to retain the leaflet portion in a folded configuration, the
overlaminate portion exposing an end part of the £folded
leaflet portion whereby the end part can be pulled by user
thereby to open the label.

2. A self-adhesive label according to claim 1 wherein the
overlaminate portion comprises a plasticgs layer.

3. A self-adhesive label according to claim 1 o;_claim ry
wherein the base portion comprises a plastics layer.

4, A self-adhesive label according to claim 3 wherein the
base portion is coated with a material which partially
deadens the adhesive ™ interface ' between the self-adhesive
surface of the overlaminate portion and the upper surface of
the base portion.

5. A self-adhesive label according to claim 4 wherein the

~material comprises a varnish.

6. A self-adhesive label according to claim 5 wherein the
varnish is a UV curable varnish.

7. A self-adhesive label according to any foregoing claim

‘wherein the said end part is disposed at one edge of the

self-adhesive label.
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deci mal places, so that th&apul se rate output therefromis_a :
rati o of t henis i ut fromthe pul se counter 196.| THEsAEEPHASHEEEN
pul ses from “\ tor 198 is fed to a notor contjtol 2HEHMNCED f eed|

mot or 202 of |kl system 126. The notor contro=288—sutpors—a—
pul sed notor control signal to the feed tor 202 and the feed notor 202
rotates at a speed governed by the pulsé rate of the pul sed notor control
signal. 1In this way, the pulsed notor control signal controls the feed

not or 202 gnd t herebyet t.e, a { C prigitedsiabel .ar
delivered gﬁto ?hese{{'e fa[aglﬁ%svfeveiae 11?52;%5%@%3 It!ab((_;-}‘cl€3 fjéed(?s?/‘gg%%l?zgz.he The
rate at whieod e tprist@ispesedchetiverdd P (#EPARBC f BT LSy Afenthe1 base
thereby conly@libisng the rate at which printed sheets 162 are fed into the
folding unit 148, and the rate of operation of the folding unit 148 are

al so correspondingly controll ed because the web feed system 171 and the:

fol di ng unigt, 148 a§&l peatmesk iwe t hebkabakcbeddngyHenuidg6foregoingl R1dim

manner simlar to that of the mai.n o 188, f.ee or_ 202 is .
connect ed t“’&eé'ﬁlé’ncﬂbeergiﬁﬁ m%qnﬁé%%p%eghé%%%ﬁuog%%&? rogflﬁﬁt that
series of pf e ovieslimdnateamemniiomate of which is related the actua

speed of the feed notor 202. The pul ses are received by the notor control

200 whi ch conpares the instantanegus, pulse rate with .
10. A method of producing a succession o0f self-adhesive

labels carried on a backing of release material, ‘the method

comprising the steps of:

(a) providing a laminar material comprising a web of
seif-adhésive base material carried on a backing web of
release méterial;

(b) applying a succession of folded leaflets to the top
surface of the.web of base material;

(c) applying a self-adhesive over}aminating' web over
the folded leaflets and exposed parts of the top surface of
the web of base material; and '

(d) cutting through the overlaminating web, the folded
leaflets and the base material as far as the backing of
release material so as to form a succession of self-adhesive
labels on the backing of release material, the overlaminating
step (c) and the cutting step (d) being carried out so that
in each self-adhesive label a portion of a respective folded
leaflet is sandwiched between. a portion of the
overlaminating web and a bortion of the base material web,
with a part of the folded leaflet portion being exzposed.

11. A method according to claim 10 _wherein the
overlaminating web has a width less than that of the base
material.

12. A method according to claim 11 wherein the
overlaminating and base material webs are offset whereby the
said parts of the folded leaflet portions are exposed and
not covered by the overlaminating web.
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be_positi vé pend| ng on whet her the feed nof or 1(}15
sl ow or fast k signal is added arithnetical e pul sed

I nput fromt ector 198 to formthe pul sed notor control signal
which is fed to the feed not or 202. TFhyg the pul sed notor control signal
may be continuously varied to ensure that the feed notor 202 is running at-
a speed that is at the desired ratio of the speed of the main notor 188.
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| abel feed system can be arrange oru a set speed ra |o he sp

rati o bei ngoldsﬂatlééft]-@tt%é-ﬂ @Mt BWSY .each finished | abel, the length of
each fol ded | abel which is applied to the web and the spaci ng between the
fol ded | abel s on the web. The label feed system 126 is also
control | ed1fict har eBpERPAt AFFRIGIRI c % | Y oPPEr 284 SHREBSt oL &ndwr e 18hat

when each {akdednpiinel @ dralaelinaA g wappldompriigesha %Q'afs*&@:@e%'e‘be web 112,
the folded printed | abel 122 is
15. A method according +to any one of claims 10 to 14
wherein the base material comprises a plastics web, '

16. A method according to claim 15 furthef comprising the
step before applying step (b) of coating the base material
with a materidl which, in the resultant labels, partially
deadens the adhesive interface between the self-adhesive
surface of the overlaminating web and the upper surface of
the base material. ' ' '

17. A method according to claim 16 wherein the material
- comprises a varnish. '

18. A method according to claim 17 wherein the wvarnish is a
UV curable varnish.

. 19. A method according' to any one of claims 10 to 18
'wherein the said exposed part of the- folded leaflet portion
is disposed at one edge of the self-adhesive label between
two exposed parts of the base material. '

20. A method according to any one of claims .10 to 19
~ wherein the base’ material has a thickness greater than that
of the overlaminating web. '
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applied at substantially the correct position, irrespective of any
fluctuations or variations in the position of the folded printed | abels
upstream of the sensor 184 in the | abel feed system 126 and the fol ding
unit 148, so that when the folded printed | abel 122 is cut by the
die-cutting roller 34 at the die-cutting station 132, the die-cut is
substantially in registration with the folded printed |abel 122. The
die-cutting roller 134 is provided wth a di e-sensor 206. The
di e-sensor 206 detects when the dig-Lutting roller 134 is at a
prescri bed angul ar orientation and t correlates the die-cutting roller
134 with respect to a particular sStage of the die-cutting :
- 13 - cycle. For exanple, the die-sensor 206 may be-arranged to emt
a die-signal .at the commencenent 7of g regary die-cutting
operation. The di e-sensor 206 is a dﬁ 0 input a die-sensor signal
é

to the pulse counter 196 which tri |Se _counter 196 into
outputting a pul se count
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signal _to a conparator 208. The folded |abel sensor -
signal to the conparator 208 when it detects a fol ded | abglyuHl@
si gnal s Thi Sl Has BeqaRepleregount er 196 and the folded | apel

recei ved rator 208 are processed and conpared—te=yretro ¢
error sig ndi cati ve of any di stance which the actual p05|t|on
of the detecte ol ded | abel 122 in the | abel feed system 126 | eads or | ags

a desired position which is in registry ath respect to the die-cutting

roller 134. Such an error signal is tted by the conparator 208 to the
notor control accunul ator 200 of the feed system 126. This causes the
feed notor 202 of the | abel feed system 126 to be instantaneously speeded
up or slowed down thereby to advance or retard the application to the

sel f-adhesi ve web 112 of the detected fol ded l.abel .122 in-the | abel feed
system 126 so thé? t§3t detected fol déd | 322405 applied to the

sel f - adhesi ve we 112Lat the correct pb5|t{on ﬁ respect to the

downst ream di e-egty-+rgropPerati o - rol | €1 &kt TS

| abel produci ng} agpar aj us} the -cuttipalrol ller 134 deti ngstihe lpgki ti on
of the resultant del f-hdhgsive el's 106 3l ong thg web ¢f |relleasq terial
104 and the pogitijon of the folgdeq printed]l abdls 322 isjregi $stergd pntt he
| abel st ock web {109 with ré¢spectf/ td the diedcuttfingjrollel 234} THus]tHRe
folded printed}{l ael s 122}in tHhe liabel feed syqtem|l126 chasle fhe posjtilon
of the die-cutfjing roljerj134 andjeach fol ded gri ntfed Ia&el 122 i 9 plyed
to a target pogitijon oh the welj 132 which ifs cqarrefated tjo ja $ubsequentf

di e-cut made by} tHe dig-cutting rqgller 134.
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The operating speeds of the printed web feed system 171 and the fol ding
unit 148 are preset with respect to the set

- 34 - speed of the |abel feed system 126 so that fol ded sheets 122 are
fed at a desired rate fromthe folding unit 148 into the | abel feed system
126, but those operating speeds are varied in synchronismwth any
variation in the actual speed of the |abel feed systemas a result of the
coupling of those components together. In operation, the web drive
unit 168 continuously feeds the printeSi 164 into the festoon 170, and
any slack in the web 164, as a result e intermttent operating of the
drive roller 172 as described below, is taken up hy the web drive unit 168.
The drive roller 172 feeds the printed web 164 t hr@gh the cutting device
176 until the sensor 182 detects the next printed na k<ona§he printed web
164. At this point, the desireg | N2 WY y 164 has been fed
through the cutting device 176. g i Tl

st opped by the el ectromagnetic cl

/;?2

1654
N\
|
168




175 to stop the web novenent through the cutting device 176 and the cutting
roller 178 is actuated to cut the desired length fromthe printed web 164.
The cut sheet 162 is then fed into the folding unit 148, folded to the
desired fol ded configuration and then fed between the endl ess belts 150, 152
of the | abel feed system 126. After the cutting operation, the web drive
roller 172 is started again to conmence the pext feeding, cutting and
fol di ng cycl e. The | abel feed syst 6 operates continuously and
applies the succession of folded printed s 122 onto the continuously
.moving web 112. As descri bed herei nabove, the speed of the |abel feed
system 126 is set to be. g par+cdkar-tatto-ofi the speed of the web
conveying system and $tfe ation of edch folded printed | abel 122 to
the web 112 is controlled h {respect td the position of the
die-cutting roller 134. Thge folded printed sheets 122 are
adhered to the self-adhdsi veswe by thd sel f - adheS|ve | am nar

mat eri al §§ '
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128 and teh™the conbi ned assenbly 131 is die-cut at the die-cutting
station 132 and the waste 138 renoved. In an alternative
arrangenent, the printed web 164 may be cut to formprinted sheets 162 with
‘waste web portions between adjacent printed sheets 162.. The cutting unit
176 may then be adapted to effect two cuts during one cutting cycle, the
first cut to cut off the printed sheet 162 and the second cut to cut of a
waste web portion. The waste web portion may be ejected fromthe web
feed systemor the folding unit and discarded. This arrangenent nay
be enpl oyed when the printed web 164 is printed with a repeat |ength which
is not the same as the Iength of the pgi g¥sheet. Thi s enabl es the
apparatus to utilise webs having fixed repeat |engths irrespective of
variations in size of the printed sheets 162. This is an inportant
advant age because it enablgggthe N§S RinyERSTdi: Mtegh¥bih fixed repeat

| engths to be used, for exanple those produced by a digital offset or

| it hographic of fset printing process which enables high quality printed
imges to be printed on the |abels, for varying | engths of printed sheets.
The present invention_prqyides a se)f-adhesive.l abel which is, hy the use
of a plastics oJ%rﬁ&ﬁ#ﬁéﬁ%ﬁ@lfﬁyei?gﬁ}of%ﬁ?ﬁ&séﬁﬁid%tsﬁﬁé; Sl V@ankbie
during transpotiomnahpehoris t adhesed byHitweveselfviditesivéessdeFizeed d0 ppen’

the backing of release material, a folded leaflet'portion which
is disposed over the base portion and a self-adhesive
overlaminate portion which is' adhered by  its self-adhesive
surface to a part of the top surface of the folded leaflet
portion - and to éxposed parts of the top surface of the base
portion on opposed sides of .the folded leaflet portion so as
to retain the leaflet portion in a £olded configuration, the
overlaminate portion ezposing an end part of the folded
leaflet portion whereby the end part can be pulled by user
thereby to open the 1label. The invention also provides a
method of producing such labels. '

Figure 1



| abel , a. relatlvely smal | part of the folded teafl ét’c nR PLAC%TEE
fronlthe sel f - adhesi ve base of the l-abel to enable the I§Q=I‘t ned

The' | abel s of the present invention are readily and ec FﬁTFV """"""""""
manuf act ured because a succession of the folded leaflets is sandmnched
bet ween two sel f-adhesive webs. The use of two we nt S,
but which are offset relative to each other, enabl %lﬁt}gﬁi&lﬁ%d 29/6/08
configuration to be achi eved which |ncorporates an exposed part of the
folded leaflet, in conbination with lAZa single die-cutting step.

The sel f-adhesive | abel nade in acc e wth the present invention has
particular application in labelling products such as pharmaceuticals in
which a | arge anount of printed infornmation is required to be provided on a

relatively small area-or "footprint” of the product.
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base'borti
rel ease

. F——A-ser |- adhesi ve | abel conprising a self-adhesive .
DRERBAGEMENT $iEET el by its sel f-adhesive surface to a backing of
ferial, a fgggqggazaflet ortion which is disposed over the base
portion a jDates;el--fl-§d ve’ dver | amhat Subatitugs et i35 JARURKYotP By jtS
sel f - adhesFve=SarTace 10 LABRLS AND (MANUFACHURK  { JHERESF t he fol ded | eafl et
portion and to exposed parts of the top surface of the base portion on

opposed sides of the folded,l eafl et portiqQn so as_ta.r it

portion in a faqhtfecP‘E%?ﬁ‘i'buF&I’FBﬁ,mf‘héreg\?%ﬁsan??laFes %’%ﬁ‘eé}%ésﬁ%ﬁg% end
part of thad doded nefddtohHrtddun ine radlf+athesivealabels. be pul | ed by
user thereby to open the | abel. 2. A self-adhesive | abel according to

claim1 wherein the overlam nate portion conprises a plastics layer. 3.
A sel f - adhesi v&Y absl knawn dteg manufagiine omuditdilamingge r s b radhesie

portion cquydises foP! aappiich®i®h to products, the 1labels being
openable so as to reveal previously hidden printed areas.

US-A-5127676 discloses a self-adhesive 1label and a
method of producing self-adhesive labels having the features
of the pre-characterising portions of claims 1 and 10
respectively. '

The present invention aims to provide an improved
extended text self-adhesive label.

Accordingly, the present invention provides a
self-adhesive label comprising a self-adhesive base porti
which is adhered by its self-adhesive surface to/a bg&}ing
of release material, a folded leaflet portion “which’ is
disposed over the base portion and a self-adhesive
overlaminate portion which is adhered by its self-adhesive -
surface to a part of the top surface of the folded leaflet
portion and to exposed parts of the top surface of the base
portion on opposed sides of the folded leaflet portion so as
to retain the leaflet portion in a folded configurationm,
characterised ﬁy the overlaminate portion exposina an end
part of the folded leaflet portion whereby the end part can
be pulled by a user thereby to open the label. )

The present invention also 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 laminar material comprising a web of

self-adhesive base material carried on a backing web of
release material; (b) applyiﬁg a succession of folded
leaflets to the top surface of the web of base material; (c)
applying a self-adhesive overlaminating web over the folded
leaflets and exposed parts of the top surface of the web of



4. A sel f -adhesi ve | abel according to claim3 wherein the base portion is

coat ed with a naterrar—wreer—parthal | y deadens the adhesive interface
between the slelfEPAAREMENT a(Ee of the overlam nate portion and the

upper surface df th AN i on 5. A self:adhes abel accor dj to
cl ai m 4 wher ei Fﬁ@ﬁégtefral ~conplli ses g varnl psﬂﬂﬁgs SR glﬂﬂggﬁﬁkigﬁgi
| abel according to clarms wherern the varnish is a UV curable varni sh.

7. A self-adhesive | abel according to any foregoing claimwherein the said
end8part ipadd spagedial ;ongn@dqa)of cibeing! feathwet vehbabeterlaminating

web, the folded leaflets and the base material as far as the

backing of release material so as to form a succession of

self-adhesive labels on the backing of release material, in
each self-adhesive label a p::rtion of a respective folded

leaflet . being sandwiched between a portion of the

overlaminating web and a portion of the base material web,

characterised by the overlaminating step (c) and the cutting

step (d) being carried out so that in each self-adhesive

label a part of the folded leaflet is exposed by the portion

of the overlaminating web.

Embodiments of the present invention will now be
described by way of example only with reference to the
accompanying drawings, in which:-

"FIG. 1 is a plan view of a succession of self-adhesive
labels carried on a backing of release material in
accordance with an embodiment of the present invention;

FIG. 2 is a section on line A-A of the self-adhesive
label shown in Fig. 1;

FIG. 3 is a section on line B-B of the self-adhesive
label shown in Fig. 1; _ :

FIGS. 4(a),(b) and (c) show in sequence the web
assembly during the manufacture of the self-adhesive labels
shown in Fig. -1 in accordance with a first embodiment of
the method of the present invention; -

FIG. 5 is a schematic side view of an apparatus for
producing self-adhesive labels in accordance with the method
of Figure 4:; _

FIG. 6 is a schematic side view of an apparatus for
producing the self-adhesive labels of Figure 1 in accordance
with a second embodiment of the method of the present
invention; and

FIG. 7 is a schematic representation of the control
system of the apparatus of Figure 6. '

Referring to Figures 1 to 3, there is shown a
self-adh_‘esive label 2 in accordance with an embodiment of
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8 'A.sel f-adhesi ve | abel accordi ng to claim7 wherein the end part is
di sposed between t \|{5—€ ““"""—“'——-—---l base portion. 9. A
ﬁ or egoi ng cl ai m wherei n the base

sel f - adhesi ve | abel BEBQﬁSH
hat of the overl am nate portio
of sel éuaﬁ%@?\ﬁ ephpnd 'ég@éﬁrﬂ’i 'E%9%n a

ER
portion has a thichness gred e]ANtlBg,
10. A nethod of .pr dd@Brg-a-suecessi-o

backi ng of rel ease materiar, EThod., conpri sing the steps of: (a)
providing a lam nar nmaterial conprising a web of self-adhesive base
material carried on a backing web of release material; (b) applying a

[ f | t f f b
successi og,of g%% pf@iér?éfoﬁ.o e o1 5He gg@POffrbﬂer‘i%’&r% Dafat a

mat eri al ; Ing a sel f-adhesive ogverlam nating web, over the
fol ded | e@McEessHRN eRfose®hpseLirdhesiyep lakelsc 2 of St AR PasR

Imat ]g:lrial;b@ai:d iﬁxg 4(d)ofCUE'bh.Eﬂs&hrﬁalﬁBrﬁ.EE,OvﬁﬁbE_ﬁimt}mml etfmoéﬂd_adiled
eafl ets and the has ter as_far_as_the bhacki 0 S t o)
as to forrﬂaé’%ccglg%%bnnf%lfejsz#f}ﬁﬁ%'ég?§eal Q‘ﬁé’ﬁeg'%&? Fs lb%%kd?%gs%' 8{‘@ rkg%%%se
mat eri al , gortimrer |Gniwikidng ist epoatdandnt hdtsut reay ssemfice Ueivhy a
carried o | legﬁhas z Si I | 2@ [ r esp hve

f ol ded le%gﬁ%dﬁ%séé&an W chggﬁegggtgv\e%ﬁ g_lge ?)gtrl??%é\ %cﬁif ekﬁ’t hga oehe
over | ami n&agkingeb 4nd of porelepsar mAteliad-nat dH& BR$e WPEFTE9Mr 6 of

the fol deghesmdtf1POr ébRAPrPEEHI gXPeEAfsparent plastics layer, for
' example of polypropylene. However, it may be comprised of
paper. A folded leaflet portion 8 is disposed over the base
portion 4 and extends transversely across the self-adhesive
label 2. The folded leaflet portion 8 preferably comprises
a paper sheet which has been folded with a plurality of
folds so as to have a number of layers. A variety of
different folded configurations <can be employed in
accordance with the present invention. For example, the
'leaflet portion 8 may have a plurality of fold lines so as
to comprise 32 pages. A self-adhesive overlaminate portion
10 has a rear surface coated with a pressure-sensitive
adhesive and the rear surface is adhered over a part of the
upper surface of the leaflet portion 8 and to parts of the
upper surface of the base portion 6 on opposed sides of the .
leaflet portion 8 so as to adhere the folded leaflet portion
8 in a closed configuration to the base portion 6. The
overlaminate pdrtion 10 preferably comprises a self-adhesive
transparent plastics material, such as polypropylene,
although it may be comprised of paper. The preferred
plastics material of the overlaminate portion 10 preferably
has a smaller thickness than the preferred plastics material
of the base portion 6. The overlaminate portion 10 covers a
major portion, but not all, of the upper surface of the
self-adhesive label 2 so that at one edge of the
self-adhesive label 2 an end part 12 of the folded leaflet
portion 8 and adjacent parts 14 of the base portion 6 are
exposed. The end part 12 can be pulled by a user so as to
separate the folded leaflet pqrtion 8 and the overlaminate
portion 10 adhered thereover from the base portion 6. The



11. A nethod a‘cordlng to claim 10 wherein t he overlam nating
Fe Sisthat of ..t he base material . 12. A nethod

' the overl am nating and base nmateri al
webs are of fset whi of the _folded | eafl et portlonf gre
exposed and not coyetded..by. 0 RIANONGEE A nat i nqS“Bﬁtltute Sheet 3 January 9
- 19 - 13. A net Feeordiag-taTay ?Qe of clainms 10 to 12 wherein in
the cutting step (d) at |east one end of the folded leaflets is cut away.
14. A method according to any one of clains 10 to 13 wherein the
over | am nagrmMgweb conprises a plastics web.

according to clj

1. A self-adhesive label (2) comprising a self-adhesive
base portion (6) which is adhered by its self-adhesive
surface to a backing (4) of release material, a folded
leaflet portion (8) which is disposed over the base portion
(6) and a self-adhesive overlaminate portion (10) which is
adhered by its self-adhesive surface to a part of the top
surface of the folded leaflet portion (8) and to exposed
parts of the top surface of the base portion (6) on opposed
sides of the folded leaflet portion so as to retain the
leaflet portion (8) in a folded configuration, characterised
by the overlaminate portion (10) exposing an end part (12)
of the folded leaflet portion (8) whereby the end part (12)
can be pulled by a user thereby to open the label (2).

2. A self-adhesive label according to claim 1 wherein the
overlaminate portion (10) comprises a plastics layer.

3. A self-adhesive label according to claim 1 or claim 2
wherein the base portion (6) comprises a plastics layer.

4. A self-adhesive label according to claim 3 wherein the
base portion (6) is coated with a material which partially
deadens the adhesive interface between the self=zadhesive
surface of the overlaminate portion (10) and the upper
surface of the base portion (6).

5. A self-adhesive label according to claim 4 wherein the
material comprises a varnish.

6. A self-adhesive label according to claim 5 wherein the
varnish is a UV curable varnish.

7. A self-adhesive label according to any foregoing claim
wherein the said end part (12) is disposed at one edge of

the self-adhesive label (2).
(L




'15‘_." A nethod according to any one of <clainms 10 to 14 wherein the
base material conpri !

e e siop 16. A nethod according to claim
- 15 further .conprisin '?‘?.@‘@%%% '1%%’3 13

ppl ying step (b) of coating the base
material with a matef|i whichg i resul tant _| abel s, partially deadens
the adhesive interfa tet'ihﬁii'h"f'Ta'IesA'NS'E'  adfe si veSubgtitdte-shgeti-3 January 1998

over | am nati ng, web ,and e er surface of t base er|al.

met hod accor di'hg t&c?%#%al%f)%‘}é'reeilﬁf?q e qoé%e"é'lg &orrpr%asjé“lsa% v ?%%jsrh&he
18. A net hod ansbreryly- (B2k| & ndigposrd chetwern viwei expesed RPArtsir bbbtk of
var ni sh. 19. erfe B0 HAXIIdi(Ry .t 0 any one of clainms 10 to 18 wherein the
sai d exposed part of the folded leaflet portion is disposed at one edge of

the sel f-adhesive | abel between two exposed parts of the base material.
20. A nmet hod @ccorili sglftadhesivenclalielc| agemrding cto 18nyhforegoing bihsim

material has aypd¢£ieehie IHARLC HpdGRN NEd) Chatha OMEIdIGESA &P P than
that of the overlaminate portion (10).

10. A method of producing a succession of self-adhesive
labels (2) carried on a backing (24) of release material,
the method comprising the steps of:

(a) providing a laminar material (20) comprising a web
(22) of self-adhesive base material carried on a backing web
(24) of release material:; .

(b) applying a succession of folded leaflets (32) to
the top surface of the web (22) of base material:;

(c) applying a self-adhesive overlaminating web (34)
over the folded leaflets (32) and exposed parts of the top
surface of the web (22) of base material; and .

(d) cutting thréugh. the overlaminating web (34), the
folded leaflets (32) and the base material (21) as far as
the backing (24) of release material so as to form a
succession of self-adhesive labels (2) on the backing (24)
of release material, in each self-adhesive label (2) a
portion. of a respective folded leaflet (32) being sandwiched
between a portion of the overlaminating web (34) and a
portion of_the base material web (32), characteris;d by the
overlaminating step (c) and the cutting step (d) being
carried out so that in each self-adhesive label (2) a part
(38) of the folded leaflet (32) is exposed by the portion of
the overlaminating web (34).

11. A method according to «claim 10 wherein the

overlaminating web (34) has a width less than that of the
base material (21).

12. A method according to claim 11 wherein the
overlaminating and base material webs (34,22) are offset
whereby the said parts of the folded leaflets (32) are
exposed and not covered by the overlaminating web (34).

R
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13. A method according to any one of claims 10 to 12
wherein in the cutting step (d) at least one end of the
folded leaflets (32) is cut away.

14. A method according to any one of claims 10 to 13
‘wherein the overlaminating web (34) comprises a plastics web.

15. A method according to any one of claims 10 to 14
wherein the base material (22) comprises a plastics web.

16. A method according to claim 15 further comprising the
step before applying step (b) of coating the base material
(22) with a material which, in ‘the resultant 1labels,
partially deadens the adhesive interface between the
self-adhesive surface of the overlaminating web (34) and the
upper surface of the base material (22).

17. A method according to claim 16 wherein the material
comprises a varnish.

18. A method according to claim 17 wherein the varnish is a
UV curable varnish.

19. a method-iaccording to any one of claims 10 to 18
wherein the said exposed part (38)' of the folded leaflet
(32) is disposed at one edge of the self-adhesive label (2)
between two exposed parts of the base material (22).

20. A method according to any one of claims 10 to 19
wherein the base material (22) has a thickness greater than
that of the overlaminating web (34).

21. A method according to any one of claims 10 to 20
wherein the folded 1leaflets (32) are individual 1leaflets
which are applied to the web. (22) of base material in step

(b) .
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