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OF | NTION 5 The present invention relates to adhesive bandages

conp ing a central pad area and adjacent adhesive areas, and nore ?

- particularly, to an adhesive bandage and package therefor ed as a.
unit froma continuous Iength of a byl ky, nonwoven fabri l%g? ND OF

THE 1 NVENTI ON Adhesi ve bandages conpri sing a central pad area and adj acent

adhesi ve areas are mell-knomm |n the art and 15 popul ar as first aid

IAHE » RORAGEONPri se an el ongated strip (‘
cloth or plastlc backlng mat eri al coated on one surface with a pressure

sensitive agh§5|§g é gauze or sponge pad is secured to the adhesive
surface i 1 nto serve as the 20 wound cover. The wound
faci ng surface of the pad may be pl astic-coat-ed or otherwi se treated to

prevery | honpage L5 0at 8RGEADNGhOE LIS HRURS. adRlRTVel baNRIEIL4 ol ease sirips

are place e adhesive areas and the entire asse S enclosed in a
seal ed packemRrhing: 8r FepEEal; aaseareadenﬂsadnﬁaen;s@dhﬁfei%mw. :

-Bandages oéna heopé i parat&ﬁaaelgba&afhgr ad@fesivel btelnaaglensrgm aaaa@égtm
asic conp esi ye . coate i ng _mat eri,al -an un
covering 3 %gﬁrn%?gfgﬁ?cé éhFFeaSH@ﬁngﬁﬁggéb 8ﬂ§;9WQHﬁliﬁPit o
desi rabl e rinlkys, nohwovesefibbyicl the conponent materi- als during
prodyggion results in.increased manufacturing and inventory costs. In

addi tion, the packagi ng of individual bandages requires additional handling
and 35 dEE3ﬁEﬂggﬂghgghzﬂﬁLlﬂzﬂﬂﬂﬂﬂﬂeases manuf act uri ng cost:s.

Adhesive bandages comprising a2 central pad area and
adjacent adhesive areas are well-known in the art and
15 popular as first aid wound dressings. Current bandages
generally comprise an elongated strip of cloth or plastic
backing material coated on one surface with a pressure
sensitive adhesive. A gauze or sponge pad is secured to
the adhesive surface in a central location to serve as the
20 wound cover. The wound facing surface of tﬁe'pad may be
plastic-eoated or otherwise treated to prevent the pad
" from adhering to the wound. -Plastic-Coated release strirs
are place”® ovar the adhesive areas and the entire assemb

1
is enclosed in a sealed package and sterilized to be read
25 for use. |
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The adhesive bandages of the prior art are characterized
by their ccnstruction of two basic components — the
adhesive coated backing material and the wound covering

30 pad material. thile such bandages are effective andg
desirable products, the assembly of the component nmateri-
als during production results in increased manufacturing
and inventory costs. In addition, the packaging of
individual bandages requires additional handling and

35 naterials which further increases manufactdring costs.,
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ingly an object of t he present invention to brOV|de an
e bandage. It is a further object of this invention t?{i)f;

pYovrde a | ow cost adhesive bandage through the use of inexpensive
materials and |l ow 5 cost manufacturing techniques. A yet further object

ot he present i
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divided into two major poftions designate

wr apper portion.

nvention is to provide a pgthod for producing an adhesive
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h of, a bandage and per material. These and
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inventionlwill be apparent from the ensuing descrlption
and claims of the invention.

SUMMARY

Adhesive bandages comprising an elongated strip of materi-
al having a centrally located pad area and adjacent adhe-
sive wing portions extendlng from each side of the pad
area are prepared with an integral wrapper from a
continuous length of bul?y nonwoven fabric material. The
width of the material is divided into two major portions
designated as the bandage portion and the wrapper portion.

~ The adhesive bandage is formed fron the bandage portion by

25

overlapping the center portion of the material in a 2-fold
to provide a pad area compr}sing a triple thickness of the
bulky material. The single thickness wing portions of the
material extending from each end of the folded-pad are

permanently compacted to provide a surface suitable for

30
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coating with adhesive. The folded edges of the pad are
permanently secured to the wing portions of the bandage to
prevent unfolding.

The wrapper portion of the bulky nonwoven fabric material
is compacted to provide a dense sheet-like structure and
simultaneously laminated on one side with a polyethylenc



35 i s conpacted to provide a dense sheet-1ike structure and

Si aneously | am nated on one side with a pol yethyl ene -3- filmor _
su ently coated to provide an adhesive rel ease surface. The bandage v

por n of the material with folded Z-pad is 5 conpacted at spaced ‘
intervals in narrow bands extending transversely to the nmachine direction ‘=
of the material to define indivi T strip bandage units. The material is
optionally perforated or otherw se weakened along a line in the machinée

di rect i ofii tefoni sups éguémt ter chetedectot peoddde sanddiyes post caleasd the | ™

wr apper %5g A€%.of tthe material to facilitate |ater separation of the N
bandage 0 e wapper. A pressure-sensitive adhesive is thereupon

applied to the 15 = w ng portions of the bandage and the material folded

twice t Oprn Gb&¥iea @ep@@emgeop%ﬁé %’a@ériﬂ? @?éﬁrfaiaéathaah sfol ds of

t he ) ap ortiron with t et ne filmor h ease surface of
t he p‘g‘g\‘ EF%’&?‘*\ga’{- heP s+'§ %‘6’&{ d*R R ok olPa’P exkenditng 20 The
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facilitate latev separa*ion o‘ the bandage fron the
wrapper. ' ' ' '

A pressure-sensitive adhesive is thereupon applied to the
15 wing portions of the bandage and the material fbided twice
to enclose the bandage portion of the material within the
folds of the wrapper portion with the polyethyléhe film or
othef’relegse surface of the wrapper facing the aahesivé
coated surface of the bandage.
20 . - :
The folded material is die cut with edge sealing along
‘lines transverse to the machine direction of the material
and in registry with the narrow bands defining the
individual bandage units within the interior of the
25 wrapper to obtain individual wrapped bandages.

When needed for use, access to the bandage is gained by

unfolding the wrapper and separating the bandage.fron the

wrapper along the border between the bandage portion and
30 the wrapper portion. : : p

The bandage material is preferably a heat-bohdable;
absorbent, nonwoven fabric which provides loft and
absorbency in the pad area, while the 51ngle thickness
35. wing portions of the bandage and the wrapper portion are
heat calendered to provide a denss, sheet-like material.
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The bandage matefial is preferably a heat-bondabl e, absor bent, nonwo

fabric which provides |oft and absorbency in the pad-.area, while the gle
t hi ckness 35. wi ng portions of the bandage and the w apper portion are heat-
cal,endered to provide a dense, sheet-like material. -4- The nonwoven -

fabric is preferably conposed of absorbent, fibers such as cellulose or
rayon and heat-fusible fibers such -as polyethylene or polypropylene in
such relative proportions that the pad of the finished bandage is soft 5
and &psor bent wihiee NAWOYER Sebd&d i PrafifFatlyd carpesest ofakagrhant

st abl e. DESCRI PHiGreF sichVasCaeld ul dgeCdRE rhyon ahdehéat-FYs ibIREISHRGId Ve
of the nonwoven f%%r%% %%ﬂ fil m,used toéproduceﬁ&n adhesi ve  bandage, and
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wr apper of- the Erese
i | lustrating theroportdionssitivatofthehgpadowfothe Eimdisheidntandagepds auft
bandage por & ONgnian sbadrBRHY Whidly e ' S O VY
perspective illustrating the formt ?‘gtnel 0 %ﬁ%@%ﬁf“@a?&ﬁ%ﬁgf%fé& of
the present 20 3FBnPEEEPGnand| @YRPLL.i s an end view in perspective of the
fabric after definition of the individual bandage units and application of

adhesive. 25 Fl pl of" 0" ' N perspective illustrating the
initial fold of = t he wrapper portion. 30 FI GURE 6
is an end view in perspective illustrating the

10 FIGURE 1 is an end view in perspective of the nonwoven

- fabric and £iln used to produce an adhesive bandage and
'wrapper of the present invention. '

FIGURE 2 is an end view in perspective illustrating the
15 division of the nonwoven fabric into wrapper and bandage
portions in the machine direction. |

FIGURE 3 is an end view in perspective illustrating the
- formation of the z-fold pad of the bandage of the present
20 invention. '

FIGURE 4 is an end view in perspective of the fabric
after definition of the individual bandage units and
application of adhesive.

25 ' | :
FIGURE S is an end view in'perspective illustrating the
initial fold of the'bandage portion to the wrapper
portion. ' ' -

30 FIGURE 6 is an end view in perspective illustratié@ the
final fold of the handage portion and wrapper portion.

FIGURE 7 is an edge view in cross section through line 7-7

of FIGURE 6 illustrating the configuration of a single
35 wrapped bandage. ' -
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final fold of the‘bandage portion and wwapber portion. FIGURE 7 is an edge

in cross section through line 7-? of FIGURE 6 illustrating the
iguration of a single 35 wapped bandage. FIGURE 8 is an end V|ew :

cross section through line 8-3 of FIGURE 7 illustrating the
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ng a mxture of cellulose or other. absorbent fibers. and

‘the configuration of the wrapped bandage produced fron the
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material of FIGURE 9.

FIGURE 11 is én‘énd'view in perspective illustrating a

_further embodiment in the material used to produce a
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bandage and wrapper according to the present invention.

FIGURE 12 is an edge view in cross section. illustrating
the configuration of the wrapped bandage produced fronm the

naterial of FIGURB 11l.

DETAILED DESCRIPTION OF THE INVENTION

Strip adhesive bandages of the present invention having a
unitized bandage and intregal wrapper are fabricated from
a continuous length of bulky nonwoven bandage material.

A preferred bandage material is a bulky, héat—fusihle,
absorbent, nonwoven fabric comprising a mixture of
cellulose or ‘other absorbent fibers and polyethylene or
other heat-fusible fibers. The heat-fusible fibers'nre
interspersed throughout the fabric and are preferably
present in an amount of at least 10% by weight. The
fabric preferably has sufficient thickness or bulk so that
the triple-layered pad has a thickness of at least 2 mx in

BEFESANS 4he present
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i nterspersed throughout the fabric and are preferably present in an ano

of at least 10% by weight. The 35. fabric preferably has sufficient

t hi ckness or bulk so that the triple-layered pad has a thickness of -at
least 2 nmmin -6- the final bandage. Nonwoven fabrics useful in the
practice of the present invention are known in _the art for use in other
applications. See, for exanple, U.S. Patefits Nos. 2,774, 123; 3,067, 747;
4,083,913; 4,160,159; and 5. 4,307,721. A preferred bandage naterial is a
| ow. density, hi giley filredr iesmidadeer Mdnvmmreie df atnnies eusd ik | In ctigr i si ng
absorbent fi ber a ol ve I 0} ] t
fibers. -These ?Potra]ar\/\%/%én %tﬁr‘%}gégq%’{ke%}lyofﬁ&%ng Ary éé%c%r&mif%h&?gnc degor
produci ng a web wsapkn sq'wlamlimoﬁs-ber%e%\ndf@ apranplagtBh.S. Patents

pol yest er/ pol yetyyd erne ﬁm-ustgaé fbé# BRiF; é%‘fféis”;g £ 0590 #na

tenperature suffl- (ié fuse the Tower nel ting conponent of the
conj ugat e 1% %hout fusing the higher nelting conponent while
mai nt ai ni ng t he meb under little or no conpre55|on and cooling the web to

resolidify the Io S
formng a non\/\ove\rﬁ{ %&%I on%q‘m%&txé ere he c?e%ég{)f{ fl%%%wt ouch
each 20 ot her ahaprhintwerthennak handdd ronwovefab enpmisingred

nonwoven fabric db%é’cdéif& e EHd St Pe g ﬁoi%é@&gﬁ-ﬁlyethylene |
short-1ength natural cel | ulqse flbers and sta e |

pol yest er / g8 yetaah ugese tfé‘?@" g’t?g‘l"gqﬁ s PROIGRI BB
‘heat - -fusi bl.e fld)@’tbms%&ﬁidurfr@hxﬁs tproduwting T aveto gt Es ived alssor-

passed tthUQh%%éﬂvw¥§HEf§ré&&*ﬁéﬁpfé’{éﬁaiﬁrﬁblyester/polyethylene con-
jugate fibers; subjecting_the web to a temperature suffi-
cient to fuse the lower melting compohent of the conjugate

15 fibers without fusing the higher melting conponent while
maintaining the web under little or no compression; and
cooling the web to resolidify the lower melting component
of the conjugage fibers, thereby forming a nonwoven fabric
bonded at sites where the conjugate fibers touch each

20 other énd'adjacent absorbent fibers.

A particularly preferred nonwoven fabric is a laminate
cbmprisiné a core of a mixture of short-length natural
cellulose fibers and staple length polyester/polyethylene
25  conjugate fibers, and a light weight veneer of heat-
fusible fibers on each surface of the core. The conpcsite
web is passed through a through-air heater to fuse the
lower melting ¢omponeht of the conjugate fibers while
nmaintaining the fibrous 1ntegrity of these fzbers, and to
30 fuse or soften the surfaces of the heat-fusible fibers in
the two outer veneers. As the material emerges from the
heater and cools, the fused surfaces of the lower melting
conmponent of the conjugate fibers, i.e., the polyethylene,
solidify, and bonds form where these surfaces touch each
35 other and other fibers. '
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us integrity of these fibers, and to 30 fuse or soften the surfaces

heat-fusible fibers in the two outer veneers. As the materi al

1 awer nelting conbenent of the conjugate fibers while mai nt ai-ni ng the
2

energes fromthe heater and cools, the fused surfaces of the lower nelting ~
conponent of the conjugate fibers~7- e., the polyethylene;, solidify, and

bonds f

or m wher e these surfaces t ouch each 35 ot her and ot her fi bers.

T The e’ TRleThRid8tn QAN RN LA ISR ARK! BTl AS! Hadgithe o

practice

fibers
fibers

pol yet hy ene as "t he shea

pr esen conj ugelf
wher @hs @ralcetéste gfokhespriesengnti nyentiions @mpdoy @@o tvesteny vi duat
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ester..as the caqre e fibers will,
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| engsh
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Absor ben t b naruoven fahrics include
rayon st%p% B§1§g§§9h3¥ Sﬁ Fﬁé ?egghofpd gﬁ %b& §F<§§ %se fibers
such as ﬁece-puwpefﬁﬁbs§5andldoms@nlﬂwnmeve aaﬂenmextwnasinhensnf 15°

Heat - fusraheef bECEE oS 8BohE: ih%oVQB%%% gf, &ha aoawg%p éfac@ﬁ'nc
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15

20

25

30

LR e e

Fhss; B 5P aBgue 123otrsh 4oy SbREEIVGR X fnehes-can ve ser Te
veneer. The veneer can al so contain other fibers., such as rayon,
ABLoPBEYES Eibeb?BnB1LYRE" n such thermal-bonded, nonwoven

fabrics include rayon staple fibers, cotton fibers. short

length natural cellulose fibers such as wood pulp fibers

and cotton linters, and mlxtures thereof

Heat-fusible fibers used in the veneer of the nonwoven
fabric are preferably staple length conjugate fibers.
However, if desxred, other types of heat-fusible fibers
such as polypropylene honole fibers can be ‘used in the
veneer. The veneer can also contain other flbers, sueh as
rayon, cotton, or polyester staple fibers.

‘The above bonded, nonwoven fabrics normally have basis
weights from ‘about 1/2 to about 6 ounces per sqeare yard.
The bulk density of rhe fabrics is usually below about
0.15 gran per cubic centimeter, preferably below about
0.09 gram per cubic centimeter, e.q., from about 0.02 to
about 0.09 gram per cubic centimeter, and more-preferably,
from about 0.025 to about 0.06 gram per cubic centxneter.
The fabrics preferably have an absorbent capacxty. as
measured by a Gravimetric Absorbency Tester, of at least
60> percent and preferebly at least 1400 percent, exclu-
sive of any nonabsorbent layer such as a veneer of

100 percent fusible fibers. ' |
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The above bonded; nonwoven fabrlcs nornally have basi s melghts fromag
1/2 to about 6 ounces per square yard. 25 The bul k density of the
i § usual |y bel ow about 0.15 gram per cubic centineter, preferably bel‘ow
about 0.09 gram per cubic centineter, e.g., fron1about 0.02 to about O. 09
ghdm per cubic centineter, and nDre-preferany, from about 0.025 to about
+ 0.06 gram per cubic centineter. 30 The=-Ba&brics preferably have.an
absorbent capacity, as neasured by a Gavinetric Absorbency Tester, of at

| east60- perCe&hea@QOEE%Ee@&bb&eahr&ﬁashaﬂé@qvee%%e@b ba%abgeSSMMQhOBnany
nonabsor bent |ayer Such as a veneer of 100 percent fusible fibers.

process of prepéPFﬁgréAh@§PF@e§tFFB“bén&&&é&“%PPﬁ éﬁ“FﬁFeQraF ﬂPQﬁB@F“from
a continuous souabelerxa @0 preferreabembodinantr ofethed peebeditndnvenit idhe
pr esent |nvent| t Len RES 1 5

t hrough 0. gﬁéﬁké 1B?ﬁ§§% Eﬂdg?g%g§ pgdgﬁgﬁ%%ggﬁ abrgcﬁkgydEV|ded
into two naﬁor sbronghs 84 ada BIGUREr 3k&herends1ildustnated nenyoNeinse in

the machi ne d'rQEBkQE 2b hheiaﬁae&h%b taerhhearApbitQSﬁggﬂahaé BOoplor m the
wr apper while p to_formt anda

rt si gnat
encl osed by thegﬁPk §1neL ﬁ e%fePglégp&PPGFBF aeo "th@rWnglﬂQakened
|l i ne which aIIcuﬂrbhezband&gchetnaherneadlIyo&aﬂanaAedsfdesughatwaamper at
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ultimately will PSrm-an & rve re sur ace
wrapper. | AOF| CbrRdaget be ber eogdosrdi bydthe srappess nﬁ@épuéﬂ is a

conpri sing specpbirgcpatkios %Enbbﬁ1§bn%bah&aéaQQzaedunﬁépp%a Ri2d4ple are
'|nd|cat§d as (a akggggghtg %e reaﬁ?ly senarated from the wrapper at the
time of use. Aleo 111ustrated in FIGURE 1 is polyethylene
" £ilm 20 which ultimately will form an adhesive release

15 -surface for the folded wrapper.

In FIGURE 2, the various individual areas of material 10
comprising specific portions of the final bandage and
wrapper product are indicated as (a) through {(h). These

20 areas will be referenced in the following figures where-
‘upon their relative functions will become apparent.

FIGURE 3 illustrates in detail the formation of the folded
z-pad of the bandage portion of the product which com-

25 prises areas (e), (£) and (g) with areas {(d) and (h)
extending from the pad area to ultimately forn the
adhesive wings of tﬁe'bandage.

FIGURE 4 illustrates the full width of fabric 10 with 2Z-

30 fold 12 extending down the center of bandage portfbn B,
the edges of the 2-fold having been heat fused to the
adjacent wing portions to prevent unfolding. Wing areas
(d) and (h) Eogether with the entire area of wrapper por-

_ tion A have been calendered and heat-fused into a dense,

35 sheet-like material. PdlYethylene film 20 has been fused

- to the underside of wrapper portien A during the
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20 areas will be referenced in the follow ng figures where-- upof their
alative functions will becone apparent. FIGURE 3 illustrates in detail the

tion of the folded Z-pad of the bandage portion of the produdqt which

25 prises areas (e), (f) and (g) with areas (d) and (h) exfjending- '~

the pad area to ulti ter formthe adhesive w ngs of the bangdage.

FIGURE 4 illustrates the width of fabric 10 with Z- 30 folq 12

ext endi ng down the center of bancia ortion B, the edges of the 4-fold

CRAGNAGTABIN CReXALARSad THALNE WG Ao i BAES (B §R event uipf ol digy.
bbﬂéﬂgd&t@&&d( [ abdtp(-;\l&)::.hgg@bli&l’mw Bh alllogebands drea of w apper pgr- tioh A

ve _been cale a S€y sheet-likefmaterial-.
eﬁ%ﬁ?@%ﬁ% ERENF f(g %3%%? bee 'é%"i‘% torat]‘%ﬁgctﬁ‘n ersﬁ déh%f wr apper pgrtion A
fdbriaganfiespaced- a@arss@émrngwatlmwonmrmrdipaw emdage unitsjhave al so
theeaegﬁbaemmgcweﬁ@ rﬂn‘i%‘iﬁe@'ﬁaﬁdﬁ UL 13 gxtending transversely

I regtion the fabric an spaced at regul ar intefval s
fESFPSEpgﬁﬁPﬁ&rﬁﬁeﬁhé“dggppgg ﬁvdfﬁeéﬁhFﬁeﬁﬁ I3 bandage producy. As
aﬁuetslnee B0 hakr deent iappliedREA wipge 2reas XA)Siddd/e(lp)dhesi ve 30 hds been
hhggaég wi ng areas (d). and (h) -of the bandage. The folding of fhe
ndage and integral wrapper of FIGURE 4 to formthe final product is
iIIustrated in. FIGURES 5 and 6 .wherein the bandage portion is firgt fol ded

Tﬁeoﬁgldhﬂé &€ tﬁeUBQﬁBEgﬂ %hﬂaiﬁngQﬁltm%dﬂ' ggg portion (FIGURE}S) then
Fﬁggﬁﬁ ﬁagag gggl thaq nro e 7 %F!ffust é%thkﬁlle area (b)Y of the
e
FIGURES 5 and 6 wherein the bandage portion is first
folded along line 16 to underlle area (c) of the wrapeer
portion (FIGURE 5) then folded a second txne along line 17
(FIGURE 6) to underlie area (b) of the wrapper and sealed
along line 14 to secure the fold. Area (a) forms flap 15
which remains free for grasping as a neans of opening the
package. Areas (b) and (¢) form the outer surZaces of the
wrapper as illustrated in FIGURE 6. '

The configuration of'the,folded bandage and wrapper are'
illustrated in enlarged detail in FIGURE 7 which is a

‘section taken lengthwise through the bandage of FIGURE 6
along line 7-7. o | |

FIGURE 8 is a further eniarged view in section taken
crosswise through the folded bandage of FIGURE 7 along
line 8-83. 1Individual bandages are sheared from the
continuous strip of material and edge sealed by cuttxng,
for example, with a hot knife to fuse the outer edges of
the wrapper naterial.' As illustrated in FIGURE 8,
opposing blades 21 and 22 shear the end bandage from the
next adjacent bandage 23 illustrated in phantom. To |
prevent the'bandage pad from interferring with the
shearing action or the edge sealing of the wrapper, the

line of shear is centered over bands 13 whlch “have been
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along line 14 to secure the fold. Area (a) forns flap 15 which remains
free for grasping as a nmeans of opening the package. Areas (b) a
formthe outer surfaces of the wapper as illustrated in F GURE 6. %ﬁ
cqh,lguratlon of the fol ded bandage and wapper are illustrated i arged”
detail in FIGURE 7 which is:a section taken |engthw se through the bandage
of .FI QURE 6 along line 7-7. FIGRQ-3 is a further enlarged view in section
t aken, ossmnse t hrough t he folded bandage of FIGURE 7 anng line [ ERR].:

| ndi vix ban re re terial arid
edge sé’§Ie ﬁ p% rée%é"x gﬁ %%1%%%1 n| fec{o fus he outer :
edges ondttheqﬂrévppds 33t @si aJllusd:gaﬂeldJsmr aFtIéi@REn BFIiGURE 8, opposing bl ades

21 and g2 Qeg@ehhqdyuaﬂyyyyyyafron1the next adj acent bandage 23 -
illustratéd in phantom To prevent the bandage pad frominterferring W|th

the shearing action or the edge sealing of the -wapper, the line of shear
|sscenmhed' band agen donfl gur aﬂidwedmmnstmasbmunsslwtﬂrmw on the

pad as ri I Jqaat in FI GURE 8
S exa era v%ﬁ#or cﬂ%%%qu%%ﬁw%fﬁgi %ggé'égh ﬁﬁﬁ%éfﬁ@#?’gﬁﬁ

const r appasentuttio ithose Skdlilededn \Félecafdiaptt&eofpltwlmaéséﬂa‘l nventi on
Wl T beyraPyeethe Ppridient Shvientddn Bdihgithe ltitay Id&imuéﬁ%ture of

the present | entlon be the tqtal construction dhesi ve bandage
and i nP&gPR a\%&ﬁd’é’ en nd jgtegrat, WrapRar M?ﬁﬂgt% of bandage
ang w anpgllerrmmaiuou}sr dfeelga'lw yofa bamdagyec rarida wdappeonma temig lheat - f usi bI e
f'berspreferably a nonwoven fabric compris;ng heat—[usiu;e

fibers.

One alternative bandage construction is illustrated in

1S FIGURE 9 wherein areas (a) and (b) bf the wrapper which,
in the previous embodiment, comprised a laninated non-
woven fabric and polyethylene £ilm, now comprise a heavier
guage self-supporting polyethyiene film 25, whiie area (c)
of the wrapper portion is composed of an extension of the

20 nonwoven fabric of bandage portion B. The film of area
(b) overlaps the fabric of area (c) at 26 and is secured
thereto by heat-sealing or other suitable means. The
bandage is completed by folding the pandage'portion along
line 18 to underlie wrapper area (c) with the adhesive

25 surface to the outside, and the thereaftér folding the

. wrapper portion along line 19 so that area (b) overlies

the adhesive surface of the bandage as illustrated in
FIGURE 10. The wrapper is finally closed by heat-sealing
along line 14 leavzng flap 15 progecting from the end of

30 . the package. ' k

FIGURE 1l illustrates a further ‘alternative embodinent of
the bandage construction wherein only area (c) of the
wrapper portion of the material is laminated with an

35 adhesive release ,surface in the form of polyethylene £ilm-
20. In this embodiment, the bandage portion is first

T O e st S e aiie awm e e e P N s T LI
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e al ternative bandage construction is illustrated in 15 Fl GURE 9
i n areas-(a) and (b) of the wapper which, in the previous erbodi nent,
C

i sed a | ani nated non- woven fabric and pol yethylene film now conprise®
Avi er guage sel f-supporting polyethylene film25, while area (c) of the ™
wr apper portion is conposeﬁkpf an extension of the 20 nonwoven flabric of
bandage portion B. The fT of area (b) overlaps the fabric of ajea (c) at
26 and is secured thereto by heat-sealing or other suitabl e means) The .
Idsrtyaliong inetdl ty ownling are2 bihHa@E poetwoaprkong |ine 18(to Q
potaadr S MR ﬁlﬁ’s{@-é’bé&é @ué\ﬁ’é@ély@ £2cing UHFC@ to the odtside,
d t he tque er. foldi he wr glon along line 19 so that area
2%0) thhew %%H‘sa #Long| ustrated i) FlI GURE
llithe zahe:mmmze stHd tarndagd Gsadeﬁ/ah&ﬂtd se@étngealeag l'ine 14 lleavi ng
Al f e he package. FIGURE 11 il ljustrates
lo?%r 'gilf\:]ié{ryc# t er na |1v"{-:- eré)a!gd rr%gtﬁc?% l%andage construction whergin only
area (c) of the wapper portion of the material is |anminated withjan 35
méh«bsn&greelmw&ﬁ@; e tFeURE M Qi‘fs RNV ENgebLll m 20. In ghis _
i? gﬂ“;n ortion is flé folded along line 27 o overlie
5’55 gcér“st% %cﬁt?'{ﬁf"%qtf’ heredPRRIRL.co8t ed surface $0 facing -
eixposed0 asArsen @s dthe htraapqmdrs |opex‘am ambntie| blendageng |ine 2§ to
3QV E;g,a? At fé&j g lipe 14 as illgstrated
% %VelaijglPa (lwbanda{;er con gurat | on of&%@ﬂ%‘ 7 |H§ generally gre-
&bey Polvethdiang bheneskepes i thexposed as joon as
ﬁahaa\greawrasss;z@%iectmogm Q&Hﬂ:’%ﬂe:.s waterproof and

resistent to the entry of bacteria. The only discontinu-
ity of the polyethylene- film in this enbodi.nent is along
the seal lines which are nevertheless densely cortoacted
and resistent to the entry of contaru.nat:.on.

In a -further alternative embodinent, the wrapperfportion
of the fabric material may be coated or'impregnated with a
polymeric composition such as polyethylene, polypropylene
or a silicone polyner to impart adhesive release proper-
t1es to the material while 51nu1taneously assurxng a
contamination resistent package. In such an embodiment,
the polyethylene film lan;nated to the fabric as pre-
viously described may be omitted.

The bandage material can be further modxfled by incor-
porating fibher finishes to vary absorbency characterlstlos
or by incorporating medicaments such as bacterzcides and
antibiotics. The surface of the pad intended for place-
ment against the wound may be heat glazed or otherwise
surface modified to provide wound release characteristics.
These and other variations of the present invention will
be readily apparent to those skilled in the art and are
included within the scope hereof. -
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Is readily applied and separated from the mmapper: .In'addftion t he

pol yethyl ene filmconpletely envel opes the bandage to assure an enclgQsure-
ich is waterproof and resistent to the entry of bacteria. The on%%?? B

di scontinu- ity of the polyethylene filmin this_enbodinment is alo he
s®l lines which are neverthel ess denseLyzconpai?€a~5ﬁa“ésrsfeﬂL~Lo t he
entry of contam nation. In a -further alternatlvﬂ he wrapper
portian of thesiﬁ%ﬁ.._naterial may be coated or mg mﬂgw '

pol ynegic conp. Bn such as pol yet hyl ene, pol ypropy¥l ere ® |cone
polymer to inpart adhesive felease proper- ties to the naterial while

Si mul taneous! ¥ asSUpl Bng <308 BIhARLLOANACTnTLaRhIPIEARER: kR bID

enbodi nent, thé* "'ene fi mnated to"t abric as .pre- viousl
descri.bed may B§ﬂ§#FPFéed Pﬁeab&H&5§e"ﬁ&W€VP&Iﬁégﬁlﬁecpﬁﬂﬁhifaﬁxﬁfled b§

i ncor- porati nsahaagé pPoitibas ahd wakirapbeer pere)on)asadie bestdage diodned

I ncorporating ts .such hact

of the pad i nt BRdaA tRoPEAGRESe POREAE A BAVASE o SARSEAY et ﬁe%lszi?eﬁce
or otherw $e soutwazdmediteinddngo aghesiive woaﬁ@dr@PQSSér@ﬁaréa: @rea
These and ot hegqy, 91%‘1?:3“% %ﬂaﬁa &&&i:%t thil¢Rkieise off Idailde biﬂ.a@ ly

‘apparent to thos ski |

I d
norcof |- 1omatexinh eecuRetadnesnid SaIdRde SORF ONEARLAN Ay SR SaBE Lo
t her ef or ggnst blgctsgddofwraplydrktde‘cmvmmdf meswmamhedg va.n‘g areag o

porti on and a wBPGl, AOCK! U 38hI HRANP LS opUTRY Yt L AnaeL | On
- like structure, said wrapper formed of said compacted
wrapper portion being folded about said bandage to overlie
the upper and lower surfaces thereof and being sealed
15 around three edges thereof to fully enclose said bandage,
said wrapper having an adhesive release surface over at
least the portion thereof in contact with the adhesive
surfaces of said enclosed bandage. '

20 2. -A bandage of Claim 1 wherein said pad afea is formed
by a 2-fold in said bulky nonwoven fabric.

3. A bandage of Claim 1 wherein said bulky, nonwoven
fabric comprises heat-fusible fibers. -

25 '
4. A bandage of Claim 3 wherein said wrapper portion is
hot calendered to form said compacted dense, sheet-like
‘'structure. ' : - .

30 5. A bandage of Claim 4 wherein at least a portiéh of
said wrapper is coated or impregnated with a polynmeric
conmposition which imparts adhesive release properties to
the material.

35 6. A bandage of Clainm 5 wherein said polymeric
composition is polyethylene, polypropylene or a silicone

polymer.



out war d extendi ng adhesi ve coated w ng area, said pad area ¢

fo triple thi ckness of said bul ky. materi al am“ﬁmlu\ m I ded

co ration, the fabric 10 of said wapper p e- coat ed

wi ng areas of said bandage portion being conpacted into'a dense sheet- |t ke
structure, said wapper forned of -ga-d conpacted w apper portion being ‘J

fol ded about said bandage to overlie the upper and | ower surfaces thereof

and bein
bandage,

9.°3 lodes LWL INIEGHAIN0 PRI & (add i Gncdese

€sive rel ease surface over at |

sai d

eat’”‘

portion tshdﬂe@iralppemoritsadianmrtateldhétoa@hml@em}tq fFddsn dFaveind encl osed

bandage.
Z-fold i
bul ky, n

conpact e
wher ei n

adfesi

n sai bmﬁ%} nonmoven fabric. 3. A bandage of Claim1 wher

erdi@dn 1 wherein said pad area is formed by a

ein said

onmoven fabric conprises heat-fusible fibers. 25 4. A bandage of
Cl ai m 3 gher ai bandiadeVoED[CVairo7t iwherein ctaidhipaidmexic il nisai d

d den sheet 30 . 5. A bandage of Caim4
&oqu‘g}& lfnﬁ’o 43%%'3?9 %&(} vvreeapper i's coated or inpregnated with a

pol ymeric conp05|t|on whi ch inparts adhesive rel ease properties to the

A bandage

material g eb%id@?aig 10vﬁiékeiﬂ\/rﬁﬁ! Rnfegk OlERid s CNPOSI ti on
S polyethylene ypr | ene, or Qﬂ# I cone, poly 13-- 7.
of d ai mBQI\M*ﬂ?r’-’él 1’?%0‘["{ Sxending a{%@"f $31d 1 nated to a

pO'lmBrl%dﬁﬂdﬁd&@“#ﬁhpper portion of said noanwoven fabric, said

15

- 20

25

30

polymeric f£ilm being in contact with the adhesive surlace
of the bandage enclosed by said wrapper.

10. A bandage of Claim 9 wherein said polymeric £iln is
polyvethylene or polypropylene.

11. A bandage of Clain 3 wherein said nonwoven fabric
conprises a mixture of absorbent fibers with at .least 10%
heat-fusible fibers. '

12. A bandage of Claim 11 wherein said heat-fusible
fibers are staple length polyester core/polyethylene
sheath conjugate fibers.

13. A bandage of Claim 3 wherein said nonwoven fabric
comprises a core of a mixture of absorbent fibers and
heat-fusible polyester/polyethylene conjugate fibers and

an outer venier of heat-fusible polyester or polyethylene

fibers on both faces of said core. ]
. A 2

14. A bandage of Claim 13 wherein said absorbent fibers

are selected from the group consisting of rayon, cotton,

wood pulp, cotton linters, and nixtures thereof.
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adhesi ve rel ease properties. 5 8. A ban ai n erein sai

Qolynerrc filmis polyethylene-or polypropyl e of e
I”. wherein said wapper includes a polyneric E‘jﬁmﬁ “ma ﬁmnd ext g
fromsaid 10 conpacted wapper portion of onwovers fabric, sal

pol yneric filmbeing in contact with the adhesive surface of the bandage
encl osed by 'said wapper. 10. A bandage of4 aim9 wherein said polyneric
fl|n}LS 15 pol yethyl ene or polypropylene 11 A bandage of Claim 3 wherein

sai d@onmven f ri CAW% ﬁn&"f‘s g%ﬂ;b ésfg\é{ at .| east
rs

10% heat - f usi bl€ lee andage o ereln sal

heat - f usi bl e fipErEacs OEtEhe epadermﬁ He o] mxn@ag%otsa/wwm%et@heat h

conj ugate fiberfmpae lfondt Pantingwdind’ péIedsehrspdrenddl awawenren fabric
conpri-ses a core of a m xture of absorbent fibers.and heat-fusible

pol yest er/ pol yet hyl ene conjugate fibers and an outer venier of heat-fusible
pol yester & pdéet hylmmhdd bfors the addt {meass opraduck o eof 3 flurdlity

0 i st SR 1?75 rayon, %%%@béﬂﬁ?gt?ﬁéfgoﬁ on Iagl'?I Rkl Oméﬁ?'és

group consistin nters,” and

thereof. . -14rorsa donfsinneps ckergth rﬁfli-!i ekl n norwaRRmEakriag
surface of trmad&ﬁbfﬁsgﬁg(kﬁsugtggg|§fheat gl azed to inpart nonstlcklng

wound rel ease properties thereto.

10 a) forming a continhous-length of a bulky, nonwoven
fabric comprising a bandage portion and adjacent wrapper
portion,

b) iapping the central area of said bandage portion
15 in a 2-fold to form a triple thickness pad area extending"
down the length of said bandage portion with single
: thic%pess wing areas extending outward therefron,

¢} securing the folded central pad area of the
20 bandage portion to prevent the unfolding thereof,

d) compacting said wrapper portion and said single
thickness wing areas of said bandage portion to a dense,
sheet-like structure ’

25

e) applying an adhesive coating to one surface of
said compacted wing areas of said bandage éortion,

f) folding said wrapper portion around said bandag

30 portion to cover both surfaces thereof, said wrapﬁer
portion having adhesive release properties over at least
that area of the surface thereof in contact with adhesive-
coated surfaces of said bandage portion,



5 -Eé6. A method for the continuous producffon—e%—a—pfuraTTFY—G?—édhesive

ba e strips enclosed in an integral w apper fr i engt h of
a y, nonwoven fabric conprising the steps of ngmﬂj\mr‘“\%“““mlm ng a

continuous | ength of a bul ky, nonwoven fabric co asbamdage portion
and adj acent w apper. portion, b) afging the central area of said bandage

portion 15 ina Z-fold to forma t?Tple thickness pad area extendi ng down

the I ength of said bandage portion with single thickness wi ng areas _
ext endi ng out vg) d sealihgorhecedgecofi sgidhwrappeedpoettipal tpather ea of{%}é
20 bandags, | ONg pLEV t | dipgs; Lheggo ogpacting said”
wWr apper port?gg&gﬁﬁ_gg.% éfngﬁggtﬁggﬂﬁégsgafgaagr%gsggfgéggdqggndage
portion tkandagesporthent withénsthecvrrepers 8ndappl yi ng an adhesi ve
coating to one surface of said conpacted wi ng areas of said bandage
portion, f) foldin ai d wapper.pottion_aroqund,said,bandage 30 portion
to coVer both gtrfﬁgﬁél?%e?égg,ggﬁgﬁémfﬁﬁBg?rpﬁ??iSHQﬁQVFagg§E%§§Fve

rel ease ppopeioneintoecnantowestripsatransvevseljpetouthacwachdéneof in

contact ?%i@eé@ﬂ@ﬁi¥ﬁé:§8@t§HdS§é£f§ﬁ§'Qﬁezé%gegﬁﬁgégﬁfpgékhon4 -15- 1 g)

seal i ng e edge of sal mmapg;r portTon t erlying _edge of said
bandage p¥FRPRErtE0ckaeoynderLy bRddRarIase: WRRTRPYhER PREAdMa@Per, and 5

h)  cuttisghéside fOtees vaAGEge 6GU1PNehes6dedaRlielenP8aLEONiaRR Al I ow
strlfg transversely to the-machine : '

17, a method of Claim 16 wheréin'said bulky nonwoven

fabric comprises heat-fusible fibers.

. 18. A method of Claim 17 wherein said wrapper portion is
1s compacted into said dense, sheet-like structure by hot
calendering. :

19. 'A'methqd of Claim 18 wherein at least a portion of
said compacted wrapper is coated or impregnated with a

20 polymeric conposition_ﬁhich imparts adhesive release
properties to the material. '

20. A method of Claim 19 wherein said_polymeric
composition is polyethylene, polypropylene or a silicone
25 polymer. ’

2l. A method of Claim 18 wherein at least a portion of
said wrapper is laminated to a polymeric film having
adhesive release properties.

»

30 : .
22. A method of Claim 21 wherein said polymeric f£ilm is
polyethylene or polypropylene.
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direction thereof and sealing the cut edges of—satd Wldppel to the
ynder|yi ng bandage whereby to obtain an adhesiv uIIy

éncl osed Wi thin. said wapper. 10 17. A nethod !wwﬂma ! in sal
bul ky nonwoven fabric conpri ses heat-fusible f| smex hod of Claln
¥ wherein said wapper portion is 15 gﬁgpacted Into said dense,
sheet-1ike structure by hot cal endering. A nethod of C aim 18 wherein

at least a portion of said ¢ ggacted wrapper is coated or inpregnated with
a 20\/ polyner|23<xnﬁxnﬁQhQ§1 i @kaimplh twhexiebni said evoaneepr dpeludes mo

the ”?tegha: b1 léEi&“E%Iﬂ é?f&i&éfﬁdwﬁﬂé”@xﬁéﬁ@lﬂ@'5£Bﬁ'§a§énposéh'3“1

i s polyethylene, po ene or a sjlic nmet hod o

Claim18 V\herelcﬁ’gﬁ ‘?/'gecfg BRST % |QﬁF5‘f°%a?g ﬁ?h‘ﬁp@‘g“‘l’é"?%nﬁﬂé{:éﬁ'tﬁaéd

pol ynmeric fil mﬁ@ym@fﬂw&:eﬁg&aﬁe ottt | with 3th@2adhésireehsdrbice

Clain121 reide Sa| [ ' | 0, h r pol ypropyl ene. *
\MI\?ﬁe % ﬁ%w énd #.QGA Sg?yéyf& %Jégéﬁ%gel n said wrapper

|ncludes a polyneric f|In1aff|xed to and extending from said conpacted

wr apper portiopgf %'&W%f@ﬁ{'fs Wi Fe DR | YARI | Soiharbei E!lh”:.s
contact with the adéﬁnve surfﬁﬁg. the bandage encl osed by said
wr apper. 24. Aqﬂﬁ wkeng S Wﬁﬁﬁ lenet d polymeric filmis -

10 25. A nethod'of Claim 17 wherein said nonwoven fabric
comprises a mixture of absorbent fibers with at least 20%
heat-fusible £ibers.,

26. A method of Claim 25 wherein said heat-fusible fibers
15 are staple length polyester core/polyethwvlene sheath
conjugate - fibers.

27. A method of Claim 17 wherein said nonwoven fabric
conprises a core of a mixture of absorbent fibers and

20 heat-£fusible polyester/polyethylene conjugate fibers and
an outer veneer of heat-fusible polyester or polyethylene
fibers on both faces of said core.

23. A method of Claim 27 wherein said'absorbent fibers
25 are selected from the group consisting oZ rayon, cotton,
wood pulp, cotton linters, and mixtures thereof.

29. A method of Claim 27 wherein the wound facing surface
of the pad of said bandage is heat-glazei to impart
30 nonsticking wound release properties thereto. >
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pol yet hyl ene or pol ypropyl ene. 10 25. A nethod of daim1l7-wherein said {
nogggbﬁn fabric conprises a mxture of absorbent fibers with-at |east 10% J
he isible fibers. 26. A nethod,of Cain 25 wherein said heat-fusible

fi “15 are staple length polyester cor e/ pol yet hyl ene sheath conjugate Hﬁ
fibers. 27,_,.A nethaod r bric conprlses a
core of a-RPxture §§§§k 2%&%dé§g &hd §ﬁthPﬁ£2§¥§%g§ﬁr :
poIyester/pubp&ﬁhyﬁaﬁéYceﬁjbga@énPPS@FS ﬁﬁﬂcﬁﬁbﬁﬁt§? Qeneer of heat - fUSLb\e

pol yester op daQle¥akhiberpef héebﬁpﬁﬂ%rbﬁhmzfamﬁgsof said core. 20. A nethgg) -
of Claim 27 wherein said a% a%g ggﬁs 2? r?ﬁﬁ Eféﬁcbfd fromthe group
conS|st|ng 34+ rayénme@BPFo 8 ﬁﬁp ¢8EroR ¢ and m xtures

t heeof . g&uﬁ%ﬂh&# off adnewi?é bhndage BhEinﬁuﬁU01aﬁedg surface of the
B?gpgitfggqfh nd?%%eg%aﬁe95agb@ shﬁsk?ﬁ%%% asngﬁﬁgigkgzg wound rel ease
i nt egr al w before ﬁabsmdhﬁdaﬁﬂﬁha§eﬁ8FSPﬁBeFBr§h8e§EFPB@gn¥FPﬁ reference to
t he acconpqﬂ¥?ﬁgﬁﬁﬁamnngs 31. A nmet hod for the continuous production of .
a plurality adhesi ve bandage strips enclosed in an integral w apper,
substantially as herein- before described with reference to the
acconpanyi ng draw ngs- ' '




