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The present invention is for a method and means for 
splicing a new web roll to an expiring web. It is particu 
larly directed to a method of splicing a new web roll 
wherein a bond is achieved at all points across the web 
and to a novel splicing tape. 

In offset web fed presses the web is under extremely 
high tension. In addition, the web is subjected to high 
heat and humidity, especially when it passes through the 
ink drying ovens. These conditions place a premium 
upon sound splicing techniques, for unless there is a uni 
form and complete splice between the expiring web and 
the new web roll a concentration of stress will occur ad 
jacent the portion in the web which has not been bonded. 
Wrinkling of the web is thus likely and the imbalance 
of forces across the web. may result in a tear or break. 
The difficulty of achieving a complete and uniform 

splice is increased when a surface drive belt is used to 
bring the new web roll up to Web speed. Since the drive 
belt is in contact with the surface of the new web roll, a 
portion of the leading edge to be spliced is sometimes left 
free of any adhesive to permit the passage of the belt 
without fouling the belt with adhesive. This obviously 
leaves an unbonded portion when the splice is made. In 
the alternative, the adhesive may be covered with tear 
able tabs which prevent contact between the adhesive and 
the belt until the moment the splice is to be made. At 
that time the tab is torn away. Such tab devices are nec 
essarily somewhat complicated, and not entirely reliable. 
The foregoing problems are substantially overcome by 

splicing the new web roll to the expiring web in accord 
ance with the present invention. Broadly, the present in 
vention is for a method and tape for splicing a new web 
roll to an expiring web. The method comprises apply 
ing an adhesive to the roll along a portion of the border 
zone adjacent the leading edge of the new web roll. A 
second adhesive is then applied to the remaining portion 
of that zone. Raised non-adhesive strips are secured to 
the roll in the remaining portion of the border zone. The 
new web roll is then rotated by means of a drive belt 
which contacts the roll and runs through the remaining 
portion of the zone and over the non-adhesive strips. 
Contact between the belt and the adhesive is prevented 
by the non-adhesive strips. The expiring web is then 
pressed into engagement with the new web roll whereby 
all the adhesives are brought in contact with the expiring 
web eiiecting a splice. 
The splicing tape comprises a ribbon portion with a 

base adhesive on the bottom of the ribbon and a splicing 
adhesive on the top of the ribbon portion. Raised non 
adhesive strips are located on top of the ribbon portion 
and are relatively spaced from each other. 
A better understanding of the invention will be had by 

reference to the drawings which illustrate a preferred em 
bodiment of the invention. 
FIG. 1 illustrates a rotatable spider carrying an expir 

ing web roll and a new web roll driven by a corrugated 
drive belt; 

FIG. 2 is a plan view of the new web roll showing the 
relationship of the applied adhesives; 
FIG. 3 is a plan view of a splicing tape having raised 

non-adhesive strips which is used in the preferred embodi 
ment of the invent-ion; and 

FIG. 4 is a section of the tape of FIG. 3 taken through 
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2 
line 4-4 and showing a portion of the drive belt over 
running it. 

Referring to FIG. 1, a rotatable spider 2 has mounted 
upon it an expiring web roll 4, a new web roll 6, and a 
reserve Web roll 8. A web ll) is shown travelling from 
the expiring web roll 4 to a printing press (not shown) 
over a roller 12. Rotating new web roll 6 is a drive 
mechanism denoted generally as 14. A brush 16 is shown 
in position to be rotated about pin 18 and thus to press 
the Web 10 against the new web roll 6. ' 
The drive mechanism 14 comprises a corrugated drive 

belt 20 having a plurality of lugs 22 in contact with the 
new web roll 6. The drive belt 20 is continuous and is 
disposed over rollers 24. The drive belt 26 of drive mech 
anism 14 is brought into contact with the new Web roll 
by movement of the arm 26. 

FIG. 2 shows the leading edge 30 of the new web roll 
6. The edge 30 may be straight, but is cut in the manner 
illustrated to provide greater contact area across the web. 
Adjacent the leading edge 36 and across the width of the 
roll 6 is a border zone 32 in which a bonding adhesive 33 
is applied. The width of the border zone 32 is not precise 
but is in the order of several inches. In the initial appli 
cation of bonding adhesive 33 in the border zone 32 a 
remaining portion 34 of that zone is left free of adhesive. 
That remaining portion 34 is the area through which the 
drive belt 20 passes and will be variously referred to as 
the “remaining portion” or “drive belt zone.” 
A splicing tape 36 is secured in the drive belt zone 34. 

Splicing tape 35 is best illustrated in FIGS. 3 and 4. Re 
ferring to those ?gures, the splicing tape 36 comprises a 
ribbon 38 with a base adhesive 48 on the bottom. A 
splicing adhesive 42 is located on the upper surface of the 
ribbon 33. A pair of relatively spaced raised non-adhe 
sive strips 44 are secured to the upper surface of the rib 
bon 33 and along its sides. Thus, when the splicing tape 
36 is secured to the roll 6 in the drive belt zone 34, a sur 
face of adhesive is presented which is bound in part by 
the raised non-adhesive strips 44. The splicing tape 36 is 
preferably applied at an angle with respect to the axis of 
the roll 6. 
The spacing and angle of the splicing tape 36 and espe 

cially the raised non-adhesive strips 44 is important. As il 
lustrated in FIG. 4, the dimension across the face of the 
adhesive portion 42 which is presented to the lug faces 23 
must be less than the corresponding dimension across the 
lug face. This is to insure that lug faces 23 do no contact 
adhesive portion 42. Where, as in FIG. 4 the drive belt 26 
runs transversely to the axis of the splicing tape 36 the di- 
mension “a” must be less than dimension “[2.” Where the 
splicing tape 36 is at an angle with respect to the axis of 
the web roll 6, and thus to the drive belt 29, the dimension 
“a” may be greater than “b” to an extent determined in 
part by the width of the drive belt 20. The particular 
combination of tape widths and angles may vary, the im 
portant consideration being, however, that the face 23 
of the lug 22 be greater than the opposing area of the ad 
hesive 42 when the drive belt 20 runs over the splicing 
tape 36. 
The invention is practiced as follows. Bonding ad 

hesive 33 is ?rst applied to the border zone 32 adjacent 
the leading edge 30 of the new web roll 6. The drive 
belt zone 34 is left free of adhesive. In the drive belt 
zone 34 is applied the splicing tape 36. Thus, adhesive is 
present within the entire zone 32 across the roll and adja 
cent the leading edge 30. 

Roll 6, on spider 2, is then rotated by drive belt 20. 
The drive belt 20 is positioned so that it runs through drive 
belt zone 34 and over the splicing tape 36 secured in that 
zone. However, the lugs 22 of the drive belt 20 do not 
contact the adhesive portion 42. No contact is made for 
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two reasons: (a) the raised non-adhesive strips 44, and 
(b) the diagonal orientation of the splicing tape 36. Both 
factors combine to support the lugs 22 above the adhesive 
surface 42. Although a diagonal orientation is preferred 
it is not essential. The same results can be achieved with 
the splicing tape oriented parallel to the axis of the roll 
6. All that would then be required is a dimensional dif 
ference in spacing the non-adhesive strips 44 as described . 
above. 
When the roll 6 has attained the requisite speed, the 

brush 16 is pressed against the Web 10 thus bringing the 
web 10 in contact with roll 6. As the roll 6 turns, the ad 
hesive 33 and 42 bond the roll to the web 10. Automatic 
control devices (not shown) initiate the splicing cycle and 
further cause the trailing end of the web 10 to be severed 
and the spider 2 to rotate new roll 6 into the position 
formerly occupied by roll 4. 

Uniformly satisfactory splices resulted. It might have 
been expected that the raised non-adhesive strips 44 would 
prevent good adhesive contact in the drive belt zone 34. 
Such is not the case. Whereas the drive belt lugs 22 are 
substantially non-resilient and thus bridge the space be 
tween the non-adhesive strips 44, the paper of the web 
has su?icient flexibility to permit its being pressed into 
that space by the action of the brush 16. Thus, a bond 
is made in all areas across the width of the roll. The 
splice becomes stronger as the web is subjected to squeez 
ing forces as it passes through rollers in the press. 

I claim: 
1. A splicing tape for splicing a new web roll to an ex 

piring web, which splicing tape comprises a ribbon portion, 
a base adhesive on the bottom of said ribbon portion for 
securing said splicing tape to said new Web roll, a splicing 
adhesive atop said ribbon portion for securing'said new 
web roll to said expiring web, and raised non-adhesive 
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strips atop said ribbon portion and relatively spaced from 
each other to prevent contact between a drive belt and 
said splicing adhesive. 

2. A splicing tape for splicing a new web roll to an 
expiring web, which splicing tape comprises a ribbon por 
tion, a base adhesive on the bottom of said ribbon portion 
for securing said splicing tape to said new web roll, a 
plicing adhesive atop said ribbon portion for securing 
said new web roll to said expiring web, and a pair of 
raised non-adhesive strips atop said ribbon portion and 
relatively spaced from each other and from the longitudi 
nal axis of said ribbon portion to prevent contact between 
a drive belt and said splicing adhesive. 

3. A splicing tape for splicing a new Web roll to an 
expiring web, which splicing tape comprises a ribbon por 
tion, a base adhesive on the bottom of said ribbon portion 
for securing said splicing tape to said new web roll, a splic 
ing adhesive atop said ribbon portion for securing said 
new web roll to said expiring web and raised non-ad 
hesive strips atop said ribbon portion, said non-adhesive 
strips further being relatively spaced from each other, 
and parallel to the longitudinal axis of said ribbon por 
tion to prevent contact between a drive belt and said splic 
ing adhesive. 
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