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PRESSURE-ADHESIVE CORRECTION ‘ . , 

MATERIALS AND METHOD ‘FOR PRODUCING 
SAME 

This application is a continuation-in-part of applica_ 
tion Ser. No. 439,395, ?led Feb. 4, 1974 and now aban 
doned. 7 

Several methods are known for the correction of 
typed errors. The most common method, other than 
using rubber erasers, is the masking method whereby 
the erroneous image is overstruck using a white trans 
fer composition which transfers to the surface of the 
erroneous image and blends with the white color of the 
paper to mask the erroneous image from view. Thereaf 
ter the correct image is typed over the masked image. 
The masking method is unsatisfactory in cases where 
‘the copy paper is other than white and also in cases 
where the copy paper or sheet is highly translucent or 
is transparent. Also in cases where the copy sheet is re 
produced by methods such as infrared duplication, the 
masked erroneous image may be duplicated on the 
copy together with the correct image as an illegible 
combined image. 
Another method proposed years ago in Baldwin U. S. 

Pat. No. 1,183,424 and more recently in Korb et al US. 
Pat. No. 3,724,633 (IBM) relates to the use of an adhe 
sive ribbon to pick erroneous typed images from a copy 
sheet. The method is in current commercial use and is 
similar to the masking method to the extent that the cr 
roneous image is overstruck using the appropriate type 
key. However, instead of interposing a ribbon carrying 
a transferable masking coating, one interposes a ribbon 
carrying a sticky adhesive coating, similar to Scotch 
tape. The sticky ribbon is retained spaced from the 
copy sheet to be corrected except in impressed areas 
which adhere to the erroneous image and lift the erro 
neous image from the copy sheet when typing pressure 
is released. Thereafter the correct image is typed in 
place of the removed image. Preferably this method is 
used in association with imaging compositions which 
are dry and substantially free of oils and dissolved dyes 
which can migrate into the copy paper and stain the 
paper ?bers. ' 

While such adhesive correction ribbons are in cur 
rent commercial use, they do not ‘present important 
problems. Such adhesive ribbons must be mounted on 
special spools and tensioned and moved using special 
mechanisms which must be built into the typewriter in 
addition to the spools and mechanisms present in every 
typewriter for the support and movement'of the imag 
ing ribbon. Thus a special typewriter is required. Also, 
it is not possible to use such adhesive coatings on con 
ventional split correction ribbons‘ in place of the mask 
ing coating, such as in the ribbons of US. Pat. No. 
3,664,869, because it is‘not possible to evenly wind a 
ribbon on a spool if one-half the width of the ribbon is 
sticky and the other half is not. Also, the sticky half of 
the ribbon will tend to stick to the conventional ribbon 
guides, the uneven amount of tension required to pull 
the sticky and non-sticky halves of the ribbon from the 
spool will cause breakage of the ribbon, and‘unless‘the 
ribbon is rewound perfectly- even on the take-up spool, 
the sticky half of the ribbon will overlap with portions 
of the imaging half of the ribbon and will pull the latter 
from the foundation when the ribbon travel ‘is reversed 
for reuse. ‘ " 

Finally, it is not possible to use such sticky adhesive 
coatings on correction tabs or sheets of the type used 
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for masking compositions. If the sticky coating is 
placed against ‘an imaged ‘copy sheet, as done with 
masking tabs and sheets, the sticky coating will adhere 
tothe copy sheet and will pick off all of the images 
which it contacts rather than selectively picking off the 
erroneous image. . ' . I _ 

It is the principal object of the prersent invention to 
provide a novel correction element carrying a latent 
adhesive coating which is not sticky to the touch and 

0. will not adhere to itself but which is capable of being 
rendered sticky and adhesive by the application of im 
aging pressure thereto, such as typing pressure. 

It is another object of this invention to provide coop 
erative elements adapted for cooperate use, one ele 
ment comprising a pressure-sensitive transfer element 
carrying a transfer composition and the other element 

, comprising a correction element having a latent adhe 
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sive composition adapted to remove images formed 
from such transfer composition under the effects of 
typing pressure. ' 

It is still another object of this invention to provide a 
novel split imaging ribbon, one-half the width of which 
is coated with a special imaging composition and the 
other half width of which is coated with a complemen 
tary latent adhesive composition adapted to remove 
images produced with said imaging composition from a 
copy sheet under the effects of typing pressure. 

It is a preferred embodiment ‘of the present invention 
to provide latent adhesive correction materials which 
are sufficiently translucent or transparent so that an er 
roneous image to be removed thereby can be viewed 
therethrough by the typist to insure proper alignment 
during the correction process. 
These and other objects and advantages of the pres 

ent invention will be apparent to those skilled in the art 
in the light of the present disclosure including the draw 
ing, in which: 
FIG. 1 is a diagrammatic cross-section, to an en 

larged scale, of an imaged copy sheet and a correction 
element superposed under the effect of typing pressure, 
FIG. 2 corresponds to FIG. 1 but shows the sheets 

separated after the release of the typing pressure, the 
impressed center images remaining adhered to the cor 
rection element after having been lifted off the copy 
sheet, ' 

FIG. 3 is .a plan view of a section of a split imaging 
correction ribbon produced according to one embodi 
ment of this invention, 
FIG. 4 is a diagrammatic plan view of a word on a 

copy sheet containing an erroneous letter m, and a cor 
rection tab, produced according to another embodi 
ment of this invention, held in position over the errone 
ous image preparatory to the application of typing pres 
sure, and 

.FIG. 5 corresponds to FIG. 4, but shows the elements 
separated after the application of typing pressure, the 
erroneous image m being removed from the copy sheet 

. and being adhered to the underside of the correction 
tab. - i . 

> ‘The objects and advantages of the present invention 
are accomplished by means of our discovery that novel 
?exible sheet materials having latent pressure-adhesive 
properties at ambient temperatures for certain imaging 
compositions can be produced by applying a single 
layer containing at least, 10% by weight of a normally 
adhesive soft resinous material to a ?exible foundation, 
said layer also containing an inert, ‘particulate surface 
material which is not sticky or adhesive to the touch 
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but which is capable of being displaced, penetrated or 
otherwise combined with and dominated by the adhe 
sive material under the effects of applied pressure. 
Thus the coated sheet material has a latent adhesive 
surface which is not sticky or adhesive to the touch or 
under normal handling pressures but which is capable 
of becoming sticky or adhesive at ambient tempera 
tures in desired areas by the application of imaging 
pressures, such as typing pressures, to such areas. The 
present materials preferably are produced as continu 
ous sheet materials which subsequently are cut into 
sheet lengths, ribbons, tapes, tabs or other sizes de 
pending upon the manner in which the materials are to 
be used. 
The latent adhesive correction materials of the pres 

ent invention are produced by the application of a sin 
gle layer to a ?exible foundation, said layer containing 
both the normally tacky soft resinous adhesive base 
material and the non-sticky surface material and having 
the ability of drying or solidifying as a layer in which 
the exposed surface consists primarily of the particu 
late non-sticky surface material which prevents the un 
derlying latent adhesive material from coming into 
contact with the hands or with other sheets in the ab 
sence of applied imaging pressure. Under the effects of 
such pressure, the latent adhesive material is forced 
around or through the surface material for adherence 
to the surface against which it is impressed. 
The drawing illustrates the use of the present sheet 

materials as image correction materials in different 
forms. 
Referring to the drawing, FIG. 1 illustrates an imaged 

copy sheet 10 and a pressure-adhesive correction sheet 
20 superposed under the pressure of a type bar 30. The 
copy sheet 10 consists of a ?exible paper or plastic ?lm 
sheet 11 carrying solid images 12 and 13 which have 
been typed thereon using a ?lm- or paper-base type 
writer ribbon coated with a solvent-applied solid dry 
transfer composition. The correction sheet 20 consists 
of a ?exible paper or plastic ?lm sheet 21 carrying a 
pressure-adhesive layer 22. The pressure-adhesive 
layer 22 might be termed a stratified layer in which the 
soft resinous adhesive base material is present primarily 
in a base stratum adjacent the ?exible foundation 21 
while the surface stratum consists primarily of protru 
sions of non-tacky surface material such as inert resin 
ous microspheres. 
The type bar 30 carries an image type face corre 

sponding to the erroneous center image 13 to be re 
moved from the copy sheet 10. Under activation of the 
appropriate type key, bar 30 strikes the rear surface of 
correction sheet 20 and produces an imagewise pres 
sure contact between sheets 20 and 10, said contact 
being limited to the area of center image 13 and the 
corresponding area of the pressure-adhesive layer 22. 
Some of the soft tacky adhesive of the base stratum is 
compressed and exuded through or beyond the non 
tacky surface stratum in the impressed area to provide 
a sticky adhesive surface in pressure contact with the 
center image 13. In the non-impressed areas, the other 
images 12 are in normal surface contact with the non 
tacky surface stratum and do not adhere thereto. 
When impact pressure is relaxed by withdrawal of the 

type bar 30 and the sheets 10 and 20 are separated, the 
center image 13 remains bonded to the correction layer 
22 on the correction sheet 20 and is cleanly lifted off 
the copy sheet 10, as illustrated by image 13X in FIG. 
2 of the drawing. The copy sheet 10 can now be rei 
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4 
maged in the appropriate area to substitute a correct 
image for the erroneous image 13 which has been re 
moved. ‘ . 

FIG. 3 illustrates a split imaging-correction ribbon 35 
having lengthwise stripes of pressure-adhesive correc 
tion composition 31 and complementary pressure 
transferable imaging composition 32 which is specially 
formulated so as to be cleanly removable from a copy 
sheet by means of said correction composition. The rib 
bon 35 has a ?exible foundation, preferably a plastic 
film, and the stripes 31 and 32 preferably are applied to 
the foundation as solutions using appropriate volatile 
solvents and appropriate printing rollers. On drying by 
evaporation of the volatile solvent, the correction 
stripe 31 forms a non-tacky surface stratum of non 
tacky inert surface particles 33. Alternatively, one or 
both of the stripes 31 and 32 may be produced on a 
separate foundation and cut and adhered on a common 
foundation to produce the structure illustrated by FIG. 
3. 
FIGS. 4 and 5 illustrate the use of a correction sheet 

4(_) in tab form to remove an incorrect image 51 from a 
copy sheet 50 carrying correct images 52. The tab 40 
comprises a clear, ?exible plastic ?lm foundation 41 
and the correction layer on the underside thereof con 
tains clean adhesive and projecting, non-tacky inert 
surface particles 42 whereby the tab 40 is sufficiently 
translucent or transparent that the underlying image 51 
can be clearly viewed therethrough to insure proper 
positioning of the tab 40 against the image 51. 
When the m key is activated on ‘the typewriter, the 

tab 40 is pressed imagewise against the image 51 and 
adheres to and lifts the image 51 from the copy sheet 
50 when the tab 40 is removed from the copy sheet 50. ' 
The other correct images 52 remain on the copy sheet 
50. 
As mentioned supra, the pressure-adhesive correc 

tion materials of the present invention comprise a ?exi 
ble foundation such as paper or plastic ?lm carrying a 
unitary latent adhesive correction layer. The founda 
tion preferably is one which does not absorb the cor 
rection layer to any substantial degree. Thus, less po 
rous papers and treated papers such as glassine paper 
are preferred while normally porous papers having a 
resinous barrier layer supporting the correction layer 
are also suitable. Clear plastic ?lms are preferred for 
some applications because of their strength, pressure 
deformability and transparency and impervious nature. 
Resinous undercoatings may be used to bond the cor 
rection layer to the ?lm foundation where necessary. 
Preferred ?lms are polyethylene terephthalate polyes 
ter, polyethylene, polypropylene, cellulose acetate, ny 
lon, and the like, depending upon whether sheets, rib 
bons or tabs are being produced. Generally the paper 
foundations are preferred for correction material sold 
in continuous tape form in a conventional correction 
tape dispenser provided with means for facilitating the 
tearing of desired lengths from the continuous tape 
since paper tears more easily than plastic ?lms. How 
ever, plastic ?lm foundations may also be used for con 
tinuous tapes provided that a suitable cutter is used on 
the dispenser, such as a metallic tearing means. On the 
other hand, plastic ?lms are generally preferred as 
foundations for correction material sold and used with 
out tearing, i.e. as ribbons, individual full sheets or tab 
sheets, or the like, where strength and durability are 
important. 
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According to a preferred embodiment, the present 
correction materials are provided‘ with a cushioning 
foundation which has a thickness greater than normally 
used to produce pressure-sensitive transfer sheets. The 
object is to accomplish a result which is to be avoided 
with ordinary transfer sheets, i.e.‘ a broadening of the 
impact pressure whereby the area of the pressure-adhe 
sive composition which is activated against the image 
to be corrected by removal is‘greater in all directions 
than the area of the image itself. This insures overlap 
ping coverage of the image to be removed and com 
plete removal thereof. Such cushioning foundations in~ 
clude paper or plastic ?lm of increased thickness, i.e. 
from 1.5 to 5 mils, laminates of paper and/or plastic 
?lms united by a resinous bonding layer, paper and/or 
plastic ?lms having a soft resinous binder layer either 
between the ?lm and the pressure-adhesive correction 
layer or as a back coating on the ?lm, or the like. This 
result is also accomplished to some extent by the soft, 
pressure~?owable properties of the pressure-adhesive 
composition itself. 
The correction composition is based upon a conven 

tional soft resinous binder material which contains at 
least about 10% by weight, based upon the total weight 
of the adhesive layer, of one or more soft, pressure 
flowable, tacky or sticky adhesive resins. The preferred 
adhesives are the viscous liquid elastomers such as the 
polybutenes, polyisobutylenes, polyisoprenes, polyvi 
nyl ethers, polybutadiene and rubbery copolymers of 
butadiene with acrylonitrile, styrene and other mono 
mers, rosin esters, and the like. Most preferred are the 
lndopol polybutenes having mean molecular weights 
ranging from 320 for lndopol L-lO to 2150 for lndopol 
H-l900, and the Vistanex isobutylene polymers having 
mean molecular weights of from 8700 to 11,700. 

In addition to the highly adhesive resinous material, 
the present compositions preferably contain, as an ex 
tender or diluent, a synthetic resinous binder material 
or a wax binder material which is substantially less ad 
hesive than the adhesive resinous material, i.e. it is not 
sticky or adhesive or is less sticky or adhesive than the 
adhesive resin and is compatible therewith, at least at 
elevated temperatures, to provide a blend having the 
desired degree of tack or adhesiveness. Preferred ex 
tenders include resins such as the polyole?ns including 
polyethylene and polypropylene, polystyrene, polyvinyl 
butyrate, nylon, acrylic polymers, and the like, and 
waxes such as camauba, montan, microcrystalline par 
af?n, beeswax, and the like. Most preferred for solvent 
applied compositions are the polyethylene emulsions 
such as Polyethylene A-C 6 which has a mean molecu 
lar weight of 2000 and a softening point of about 220° 
F. In the case of solvent-applied compositions, the ex 
tender resin or wax must be soluble in the same volatile 
solvent used to dissolve the adhesive resinous binder 
material, at least at elevated temperatures. In the case 
of hot-melt compositions, the wax extender and adhe 
sive resinous binder material must be meltable together 
at elevated temperatures. 
The present latent-adhesive resinous compositions 

also contain a substantial amount, at least about 10% 
by weight based upon the total solids content, of a non 
sticky inert surface material which is a solid which is 
incompatible with the adhesive resin and with the ex 
tender wax or resin, if present, and is insoluble in the 
volatile solvent used as the coating vehicle or has a 
melting point in excess of the temperature of the hot 
melt composition. The surface material contains at 
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6 
least 10% by weight of the particles thereof in the form 
of particles having a size at least slightly greater than 
the thickness of the dried adhesive correction layer in 
areas between said large particles, whereby said parti 
cles project above the general surface of the correction 
layer and assist in preventing the adhesive correction 
layer from sticking to the ?ngers or to other sheets in 
the absence of imaging pressure. Since the present cor 
rection layers generally have a mean thickness of from 
about 2 to 10 points (i.e. from 0.0002 to 0.001 inch) in 
areas between the projecting particles, then the surface 
material contains at least 10% and up to 100% by 
weight of the particles thereof in the form of particles 
having a minimum size ranging from about 6 microns 
for a 2 point coating up to about 26 microns for a 10 
point coating. The maximum particle size for a correc 
tion layer of any thickness appears to be about three 
times the mean thickness of the layer, i.e. from about 
13 microns for a 2 point coating up to about 75 microns 
for a 10 point coating. Obviously the presence of small 
amounts of particles of larger size, or of agglomerates 
of particles having a larger size can be tolerated, and in 
fact most surface materials generally consist of a mix 
ture of particles of various sizes even though they have 
a speci?ed average particle size. ‘ 
The preferred surface materials are spheres of poly 

mers having an average particle size of from about 4 to 
25 microns, at least 10% by weight of the particles of 
which have a diameter greater than the thickness of the 
adhesive layer in which they are used. Some such 
spheres also have a lower speci?c gravity than the res 
inous binder material, i.e. the adhesive resin or combi 
nation of adhesive resin and extender resin or wax, and 
this appears to assist their formation of a surface stra 
turn. The present inert polymer spheres retain their 
spherical shape when dispersed in the solution or hot 
melt composition containing the adhesive binder mate 
rial and at least 10% by weight of the particles extend 
above the adhesive stratum of the dry layer due to their 
size. Other smaller particles may come to the surface of 
the layer during drying or cooling of the composition 
on its ?exible foundation or are left at the surface of the 
dry layer when the solvent is evaporated or the compo 
sition cools and the resin binder shrinks on solidi?ca 
tion. The most preferred polymer sphere composition 
is Polymist A 12 which comprises polyethylene spheres 
having an average sphere size of 12 microns (4.8 
points), a melting point of 284° F, a speci?c gravity of 
0.99 and containing about 40% by weight of larger 
spheres. Also suitable are Fluon F 170 which comprises 
polytetra?uoroethylene spheres having an average 
sphere size of less than 5 microns (2 points), a melting 
point greater than 600° F and a specific gravity of 2.28, 
and Polymist 5 which is similar to Fluon F 170 and has 
an average sphere size of 4 microns (1.6 points) and a 
melting point of about 660° F. All of these materials, 
which contain at least 10% by weight of particles 
greater than the average size, are commercially avail 
able‘as dry powders which have a whitish color and are 
readily dispersible in the solution of the correction 
composition. Generally, it appears that even‘ the 
smaller polymer spheres are supported on each other in 
the pressure-adhesive layer so that at least a substantial 
number of the smaller spheres extend beyond the sur 
face of the adhesive stratum and assist the larger poly 
mer spheres in spacing the latter from contact with the 
hands or with adjacent sheets. 
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The weight ratio between the polymer spheres and 
the total solid composition may be varied depending 
upon the size and weight of the polymer spheres, the 
thickness of the correction layer, the degree of tacki 
ness of the resinous binder material and the degree of 
pressure-sensitivity desired. In general, the polymer 
spheres comprise from about 5% to about 50% I by 
weight of the total composition, the preferred range 
being from about 10% to about 30% by weight. A'thick 
correction layer can contain a greater ratio of adhesive 
resin and extender to inert non-tacky particles than‘ a 
thinner correction layer since both have the same sur 
face area to be protected. 7 

In place of the preferred polymer spheres, it is also 
possible to use as surface materials similar amounts of 
other inert finely-divided, particulate materials which 
are non-sticky to the touch and which have the size re 
quirements discussed supra so as to form a projecting 
surface stratum when the correction composition is ap 
plied to a ?exible foundation and dried. Suitable are 
glass beads, silica spheres, hydrated amorphous silica 
particles, ‘starch particles, clay particles, and the like. 
The weight ratio of heavier surface materials obviously 
will be on the high end of the aforementioned ratios, 
while the weight ratio of lighter surface materials will 
be on the low end of such ratios. 
The thickness of the correction coating and/or of the 

foundation of the present invention is important in in 
suring its performance in accomplishing the complete 
removal of erroneous images. The coating and/or the 
foundation must be suf?ciently thick that the adhesive 
binder is capable of being exuded beyond the non 
tacky surface material and of spreading at least slightly 
so as to overlap the erroneous image in all directions to 
insure its complete coverage and removal as discussed 
supra in connection with cushioning foundations. In 
this regard, it is also preferred to support the correction 
layer on a foundation which has good pressure deform 
ability such as nylon, polypropylene or polyethylene. 
The thickness range will vary somewhat depending 
upon the smoothness and absorbency of the pressure 
deform'able foundation but in general the thickness 
ranges from a minimum thickness of about 2 points (4 
pounds per ream of 3300 sq. ft.) to a maximum thick 
ness of about 10 points (20 pounds per ream). The pre 
ferred thickness range is between 3 and 6 points. 
The pressure-sensitive transfer materialsv used ac 

cording to the present invention are preferably formu 
lated so as to provide the best possible results when 
used in combination with the present correction mate 
rials, i.e. so as to be complementary thereto. It should 
be understood that the present correction materials are 
not suitable for the complete removal of all types of im 
ages. For instance, images formed on paper from liquid 
typewriter ribbon ink stain the paper ?bers and cannot 
be completely removed. Also, images formed on paper 
or other receptive support from oil-containing hot-melt 
wax compositions such as by means of wax carbon 
paper or ribbon cannot be removed completelyvbe 
cause the wax imaging composition has poor cohesion 
and fractures internally during removal rather than 
picking off as a whole and/or the oilpresent integrates 
with the paper and carries coloring matter therein. 
The preferred pressure-sensitive transfer composi 

tions used herein are solvent-applied compositions hav 
ing a ?lm-forming or resinous binder material and pig— 
ment and which are dry, cohesive and essentially free 
of soluble dyes which can migrate into a paper support 

8 
and for irremovable stains on the paper ?bers. A pre 
ferred transfer‘composition contains some oil to im 
prove the frangibility ofthe resinous binder material 
but also contains a sufficient amount of clay or other 
oil~absorbent porous ‘filler to bind the oil within the 
composition and prevent it from quickly migrating into 
the paper foundation. 

' Suitable ?lm-forming or resinous binder materials in 
clude cellulosic ?lm-formers such as ethyl cellulose and 
cellulose acetate-butyrate, vinyl resins such as polyvi 

' nyl acetate and styrene, acrylic resins such as ethyl ac 
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rylate and methyl methacrylate, chlorinated rubber, 
terpene resins, and the like. Improved frangibility is 
provided by using mixtures of such resins which are sol 
uble in a common solvent but which are incompatible 
with each in the amounts used so that they separate 
from each other upon evaporation of the solvent, thus 
preventing excessively high internal bonding therebe 
tween and promoting frangibility. In this connection 
reference is made to US. Pat. No. 3,404,021 which dis 
closes suitable incompatible resinous binder mixtures. 
Generally, the resinous binder material comprises from 
15% to 50% by weight of the transfer composition. 
The pigment may‘be any conventional solid colorant 

such as carbon black, milori blue, magnetic iron oxide, 
or the like, generally in an amount ranging between 
about 10% to 40% by weight of the total dry composi 
tion. 

Oils, oleaginous semi-solid materials or waxes may be 
added to improve the frangibility of the transfer com 
position provided that suf?cient porous filler is in 
cluded to absorb any such materials which tend to mi 
grate quickly from the transfer composition into the 
copy paper, as discussed supra. Thus, liquids such as 
re?ned rapeseed oil, mineral oil, butyl stearate, semi 
solids such as lanolin and hydrogenated oils, and waxes 
such as paraf?n and carnauba can be incorporated in 
amounts ranging from 0% up to about 40%‘ provided 
that porous ?llers such as clay, talc, calcium carbonate, 
diatomaceous earth, silica or starch preferably are in 
cluded in substantially similar amounts to absorb such 
materials. 
The following examples are given as illustrative and 

should not be considered limitative. 

EXAMPLE 1 

A latent adhesive correction element is produced by 
coating a web of 2.5 mils thick polyethylene terephthal 
ate polyester ?lm with about 24 pounds per ream 
(3300 sq. ft.) of the following composition: 

Ingredients Parts by Weight 

Polyethylene AC 6 7 
Polybutene H 300 7 
Stabelite Ester l0 . 3.5 
Polymist A 12 7 
Naphtholite solvent 75.5 

The Polyethylene AC 6 extender (registered trade 
mark for polyethylene resin having a mean molecular 
weight of 2000), Polybutene H 300 adhesive resin (reg— 
istered trademark for adhesive butene elastomer) and 
Stabelite Ester l0 adhesive resin (registered trademark 
for a glycerol ester of hydrogenated rosin) were dis 
solved in 25 parts of the‘ Naphtholite solvent (regis 
tered trademarkfor mineral spirits) at a temperature of 
220° F, using agitation, to form a' clear solution. The 



3,924,728 
9 

rest of the solvent is then added and the solution is 
cooled to room temperature. During cooling, the solu 
tion passes through a cloud point and turns white and 
increases in viscosity due to at least a portion of the 
polyethylene resin coming out of solution. Next the Po 
lymist A 12 (registered trademark for‘ polyethylene 
resin spheres) is added to the solution with agitation to 
form a uniform mixture which is coated onto the poly 
ester ?lm. 
The coated ?lm is heated to a temperture of about 

185° F to evaporate the solvent and form a dry layer. 
The coated film has a frosted appearance but is translu 
cent and transpicuous, i.e. images positioned against 
the coated film are clearly legible therethrough. The 
dry layer has a weight of about 6 pounds per ream 
.(about 3 points) and has a smooth, non-sticky surface 
feel. Referring to FIG. 1 of the drawing, the formed 
correction element 20 has a plastic ?lm foundation 21 
supporting the dry correction layer 22. 

EXAMPLE 2 

A latent adhesive correction element is produced by 
coating a web of 2.0 mil polyethylene terephthalate 
polyester ?lm with about 11 pounds per ream (3300 
sq.ft.) of the following hot-melt composition: 

lngredients Parts by Weight 

Microcrystalline paraffin wax 3.5 
Carnauba wax 1.5 
Stabelite Ester 10 0.5 
Polybutene resin |.0 
Polymist A 12 2.0 

The wax extenders and adhesive resins are heated to 
gether at a temperature of about 160° F to form a uni 
form hot-melt. Then the Polymist powder spheres are 
added and mixed uniformly therewith to form a coat 
able hot-melt composition which is coated onto the 
polyester ?lm as a uniform layer having a thickness of 
about 6 points and cooled to form the pressure-adhe 
sive correction element. 
According to another embodiment of the present 

correction process, the correction elements used may 
be produced by conventional encapsulation techniques 
whereby the pressure-flowable adhesive resin is the wa 
ter-non-miscible, emulsi?able phase and the surface 
material is the ionizable hydrophilic colloid material 
which deposits around the adhesive resin in the form of 
pressure-rupturable capsules. Reference is made herein 
to US. Pat. No. 2,800,457 relating to suitable encapsu 
lation techniques and to U.S. Pat. No. 2,986,477 relat 
ing to suitable pressure-adhesive encapsulated materi 
als. Such materials are non-adhesive to the touch, due 
to the presence of the capsules which provide a non 
adhesive surface casing enclosing the adhesive resin. In 
areas where the capsules are ruptured by typing pres 
sure, the pressure-?owable adhesive resin is exposed 
for pressure-contact with the surface of the image to be 
removed. The degree of adhesion between the image 
and its support is much weaker than the degree of ad 
hesion between the image and the pressure-?owable 
adhesive resin, whereby the image remains adhered to 
the latter and separates cleanly from the support or 
copy sheet when the correction element is separated‘ 
from the latter. 
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EXAMPLE 3 
A pressure-sensitive transfer element which is com 

plementary to the correction elements of Examples 1 
and 2 is produced by coating a web of 0.5 mil high den 
sity polyethylene ?lm with the following composition: 

Ingredients Parts by Weight 

Re?ned rapeseed oil 
Carbon black powder 
Clay 
Wetting agent 
Polyvinyl acetate 
Polystyrene 
Methyl ethyl ketone 7 . 

The coated ?lm is heated in a drying tunnel to evapo 
rate the solvent and form a dry pressure-transferable 
imaging layer having a dry weight of about 2 pounds 
per ream. The coated ?lm can be cut into sheet lengths 
and/or ribbon widths. 
The coated ?lm is used in the same manner as con 

ventional carbon papers or typewriter ribbons to form 
images on ordinary copy paper but such images can be 
cleanly and completely removed from the copy paper 
by means of the present correction elements such as 
those produced according to Example 1 supra. 
Referring to FIGS. 1 and 2 of the drawing, the im 

aged copy paper 10, having a paper foundation ll sup 
porting the images 12 and 13 typed by means of the 
transfer element of Example 2, is positioned against the 
correction element 20 of Example 1 and the erroneous 
image 13 to be removed is overstruck with type bar 30 
corresponding to center image 13, the correction ele 
ment 20 being positioned therebetween with its latent 
adhesive layer 22 in surface contact with images 12 and 
13. The impact of the type bar 30 forces the adhesive 
material within layer 22 into pressure contact with er 
roneous image 13 to form an adhesive bond therebe 
tween, while the non-impressed areas of layer 22 retain 
a non-sticky surface which does not adhere to the im 
ages 12 in contact therewith. On separation of the 
sheets 10 and 20, the image 13 is completely and 
cleanly removed from copy sheet 10 and remains 
bonded to correction sheet 20 as removed image 13X, 
as shown by FIG. 2. Copy sheet 10 can be recompleted 
by typing a correct image in place of the removed 
image 13X using the same imaging composition. 
As illustrated by FIG. 3, a so-called split correction 

ribbon 35 can be prepared according to the present in 
vention by applying adjacent stripes of the present 
complementary correction composition 31 and imag 
ing composition 32 to a common foundation. Correc 
tion composition 31 presents a non-sticky surface com 
prising the Polymist polymer spheres 33 so that the rib 
bon 35 can be wound on a spool in conventional man 
ner similar to any other typewriter ribbon without the 
correction layer adhering to the back surface of the 
foundation. Also the split ribbon 35 can be fed within 
conventional ribbon guides without sticking thereto. 
This is also true of the present correction ribbons which 
carry a full coating of latent adhesive correction com 
position. 

If desired, the present correction materials maybe 
produced by printing the correction composition onto 
the continuous foundation web in the form of spaced 
stripes or as discontinuous spaced applications so that 
the web may be cut into ribbons, tapes, tabs, sheets or 
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other desired shapes without cutting through the pres 
sure-adhesive layer. This is particularly advantageous 
in the case of several plies of superposed webs or sheets 
which are cut simultaneously into tabs. If a cut is made 
through the latent adhesive layer, the cut edges of the 
tabs stick together and the tabs are dif?cult to separate 
from each other. However, if at least one edge of each 
tab is free of the latent adhesive composition, the tabs 
can be separated from each other along that edge. 
Variations and modi?cations may be made within the 

scope of the claims and portions of the improvements 
may be used without others. 
We claim: 
1. Process for producing latent adhesive pressure 

sensitive elements comprising the steps of producing a 
composition comprising a soft, pressure-?owable tacky 
adhesive resin, a substantial amount of an inert, non 
adhesive surface material and a volatile vehicle, apply 

[5 

ing said composition to a ?exible, pressure-deformable - 
foundation, and evaporating said vehicle to form a la 
tent adhesive layer in which said adhesive resin is pres 
ent adjacent said foundation and said surface material 
is present at the surface of said layer and provides a dis 
continuous barrier stratum which is substantially non 
adhesive to the touch but which is penetrable by said 
flowable adhesive resin under the effects of applied 
pressure. . 

2. Process according to claim 1 in which said inert, 
non-adhesive surface material comprises a synthetic 
resinous binder material which is incompatible with 
said adhesive resin and the evaporation of said volatile 
vehicle produces a microporous skeletal structure of 
said resinous binder material containing within the 
pores thereof said pressure-?owable adhesive- resin. 

3. Process according to claim 1 in which said inert, 
non-adhesive surface material comprises polymer 
spheres having an average particle size between about 
1 and 25 microns. 
4. Process according to claim 1 in which said compo 

sition comprises said adhesive resin, an extender mate 
rial comprising a synthetic resinous binder material 
which is not sticky or adhesive and which is compatible 
with said adhesive resin to form a resin blend having 
the desired degree of adhesiveness, and a ?nely-divided 
particulate material as said surface material, and the 
latent adhesive layer formed comprises said resin blend 
adjacent the foundation and said particulate material in 
the form of protrusions extending from said resin blend 
to form said discontinuous barrier stratum. 

5. Latent adhesive pressure-sensitive elements com 
prising a ?exible, pressure-deformable foundation sup— 
porting a latent adhesive layer comprising a soft, pres 
sure-?owable tacky adhesive resin and a substantial 
amount of an inert, non-adhesive‘surface material, said 
adhesive resin being present adjacent said foundation 
and said surface material being present at the surface of 
said layer and providing a discontinuous barrier stra 
tum which is substantially non-adhesive to the touch, 
said pressure-?owable adhesive resin, being capable of 
?owing through said barrier stratum under the effects 
of applied pressure to render the surface of said layer 
adhesive in impressed areas. 

6. A latent adhesive pressure-sensitive element ac 
cording to claim 5 in which said surface material com 
prises ?nely-divided, particulate surface material. 

7. A latent adhesive pressure-sensitive element ac 
cording to claim 6 in which said surface material com 
prises polymer spheres. 
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8. A latent adhesive pressure-sensitive element pres 

ent to claim 5 in which said latent adhesive layer com 
prises a base coating of said adhesive resin and a sur 
face coating of said non-adhesive surface material. 

9. A latent adhesive pressure-sensitive element ac 
cording to claim 5 in which said layer comprises a mi 
croporous skeletal network of said non-adhesive sur 
face material having within the pores thereof said adhe 
sive resin. 

10. A latent adhesive pressure-sensitive element ac 
cording to claim 5 in which said latent adhesive layer 
comprises a unitary layer comprising said soft, pres 
sure-flowable adhesive resin, an extender material 
comprising a synthetic resinous binder material which 
is not sticky or adhesive and which is compatible with 
said adhesive resin to form a resin blend having the de 
sired degree of adhesiveness, and a ?nely-divided par 
ticulate material as said surface material, said particu 
late material protruding above the surface of said resin 
blend to form said discontinuous barrier stratum. 

11. Process for producing latent adhesive pressure 
sensitive correction elements comprising the steps of 
producing a liquid composition comprising at least 10% 
by weight of the solids content as a soft, pressure-flowa 
ble adhesive resin, and at least 5% by weight of the 
solids content as an inert, non-adhesive, particulate 
surface material, applying said liquid composition to a 
?exible, pressure-deformable foundation, and causing 
it to solidify to form a latent adhesive layer in which 
said adhesive resin is present adjacent said foundation 
and at least 10% of the weight of said surface material 
projects beyond the surface of said layer and provides 
a barrier stratum which is substantially non-adhesive to 
the touch but which is penetrable by said flowable ad 
hesive resin, at ambient temperatures, under the effects 
of applied pressure. 

12. Process according to claim 11 in which said liquid 
composition comprises a volatile liquid solvent for said 
adhesive resin, and the layer is caused to solidify by 
evaporation of said solvent. 

13. Process according to claim 11 in which said liquid 
composition also comprises an extender binder mate 
rial which is substantially less adhesive than said adhe 
sive resin and which provides a mixture having the de 
sired degree of adhesiveness. 

14. Process according to claim 13 in which said ex 
tender binder material comprises a wax, said liquid 
composition is a hot-melt composition and said layer is 
caused to solidify by cooling. 

15. Latent adhesive pressure-sensitive correction ele 
ments comprising a ?exible, pressure-deformable foun 
dation supporting a latent adhesive layer comprising at 
least about 10% by weight of a soft, pressure-?owable 
adhesive resin and at least about 5% by weight of a par 
ticulate, inert, non-adhesive surface material contain 
ing at least about 10% of theweight thereof in the form 
of large particles'having a greater thickness than the 
thickness of said adhesive layer, said adhesive resin 
being present adjacent said foundation and said large 
particles of surface material projecting beyond the sur 
face of said layer and providing a barrier stratum which 
is substantially non-adhesive to the touch, said pres 
sure-?owable adhesive resin, at ambient temperatures, 
being capable of ?owing through said barrier stratum 
under the effects of applied imaging pressure to render 
the surface of said layer adhesive in impressed areas. 

16. A latent adhesive element according to claim 5 in 
which said particulate surface material comprises poly 
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mer spheres. 
17. A latent adhesive element according to claim 15 

in which said layer comprises an extender binder mate 
rial which is substantially less adhesive than said adhe 
sive resin and which provides a mixture having the de 
sired degree of adhesiveness. 

18. A latent adhesive element according to claim 17 
in which said extender comprises a wax and said adhe 
sive layer is applied as a hot-melt composition. 

19. A latent adhesive element according to claim 17 
in which said extender comprises a resin and said adhe 
sive layer is applied as a solvent coating. 

20. A latent adhesive element according to claim 15 
comprising a stripe of said latent adhesive layer and an 
adjacent stripe of pressure-transferable imaging com 
position, said imaging composition being imagewise 
pressure-transferable to a copy sheet under the effects 
of imaging pressure and said latent adhesive layer being 
capable of substantially completely removing said in 
agewise imaging composition from said copy sheet 
when impressed thereagainst with a corresponding im 
aging pressure. 

21. Process for the selective and complete removal of 
an erroneous typed image from a copy sheet having 
said image thereon in association with a multiplicity of 
other images typed from the same imaging composition 
which comprises resinous binder material and pigment, 
said process comprising positioning over said images a 
latent adhesive correction element comprising a pres 
sure-deformable foundation supporting a non-sticky 
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latent adhesive layer which contains at least 10% by 
weight of an adhesive resin, which is pressure-?owable 
at ambient temperatures, and a non-adhesive surface 
material which provides a barrier stratumat said sur 
face and renders said layer non-adhesive to the touch, 
and typing against the back of said foundation with a 
type face corresponding to the erroneous image to be 
removed and in a location corresponding to the posi 
tion of said erroneous image to cause said latent adhe 
sive correction element to be pressed against said erro 
neous image and to cause said adhesive resin to flow 
through said barrier layer and adhere to said erroneous 
image, and separating said correction element from 
said copy sheet whereby said erroneous image remains 
adhered to the former and is stripped from the latter 
without the correction sheet adhering to or disturbing 
the other images on the copy sheet. 

22. Process according to claim 21 in which the cor 
rection element is sufficiently transparent that the im 
ages on the copy sheet can be read therethrough to fa 
cilitate visual segregation of the erroneous image. 

23. Process according to claim 21 in which said latent 
adhesive layer comprises pressure-rupturable capsules 
of said surface material containing therein said pres 
sure-flowable adhesive resin. ' 

24. Process according to claim 21 in which said sur 
face material comprises solid particles which project 
beyond the surface of said pressure-flowable adhesive 
resin. 

* * * * * 
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