ABSTRACT

«A METHOD OF ATTACHING GRIP TABS TO THE CARRIER LAYER OF A
‘FILM DRESSING”

The ‘prvesent invention relates to a method of attaching a gfip tab (1, 2) to along
at least one of two opposite edges of a releasable carrier layer (6) of a film
dressing web (3), said web includes a film layer (4) on a first side coated with
adhesive (5) and a carrier layer (6) releasably attached to the film layer (4) on a-
second side thereof being opposite to the first side, the film layer (4) and the
carrier layer (6) having the same dimensions, including the steps of, -choosing a
material for the carrier layer (6) that is incompatible with the film layer (4) from
a heat welding point of view, -feeding said film dressing web (3) in a machine
direction, '—applying a strip of a material (1, 2) compatible with the carrier layer
(6) from a heat welding point of view along at least a part of an edge portion of
at least one of the opposite sides of said web (3) extending parallel to the
machine direction, and -affixing said at least one strip (1, 2) to the carrier layer
(6) and simultaneously cutting away an outermost part of the web (3) with the
at least one strip (1, 2) applied thereto by passing the web with the at least one
strip applied thereto through an ultrasonic welding device (8-10).
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Claims

1. A method of attaching a grip tab (1,2;1°,2") to at least one of two opposite
edges of a releasable carrier layer (6;6°) of a film dressing web (3,3"), said
web includes a film layer (4, 4°) on a first side coated with adhesive (5;5°) and
~ a carrier layer (6;6°) releasably attached to the film layer (4;4") on a second
side thereof being opposite to the first side, the film layer (4;4°) and the carrier
layer (6;6°) having the same dimensions, characterised by the steps of,

- choosing a material for the carrier layer (6;6°) that is incompatible with the
film layer (4;4") from a heat welding point of view,

- feeding said film dressing web (3;3") in a machine direction,

- applying a strip of a material (1,2;1°,2") compatible with the carrier layer
(6;6") from a heat welding point of view along at least a part of an edge
portion of at least one of the opposite sides of said web (3;3") extending
parallel to the machine direction, and

- affixing said at least one strip (1,2;1°,2") to the carrier layer (6;6") and
simultaneously cutting away an outermost part of the web (3;3") with the at
least one strip (1,2;17,2") applied thereto by passing the web with the at least
one strip applied thereto through an ultrasonic welding device (8-10;8"-10").

2. The method according to claim 1, wherein the at least one strip of material

(1,2; 1°,2°) is continuous.

3. The method according to claim 1 or 2, wherein a release layer of
thermoplastic material (7;7°) is attached to the adhesive coating (5;5) on the
film layer (4;4") before the step of applying a strip of material (1,2;1°,2") to the

carrier layer (67;6").
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4. The method according to claim 1 or 2, wherein simultaneously with the
application of the strip (1°;2") applied along at least an edge portion of at least
one of the opposite sides of said web (37), one or more strips (12) of a material
compatible with the carrier layer (6°) from a heat welding point of view are |
applied between the two opposite edges of the carrier layer (67) extending
parallel to the machine direction, and simultaneously with the affixing of the
strip (1°,2") applied along at least an edge portion of at least one of the
opposite sides of said web, the strip(s) applied between the two opposite edges
of the carrier layer (6°) is (are) affixed to the carrier layer (6) and
simultaneously with the affixing of said strips (12), said film dressing web (3)
is cut by passing the web (37) with said strip(s) (12) applied thereto through an
ultrasonic welding device (8°-10"), the cutting line in each said strip (12)
applied between the two opposite edges of the carrier layer (6) being located
between the two 9pposite edges of said strip (12) being parallel to the machine

direction.

5. A film dressing including a film layer (4) on a first side coated with
adhesive (5), a carrier layer (6) releasably attached to the film layer (4) on a
second side thereof béing opposite to the first side, and a release layer (7)
releasably attached to the adhesive coating, the film layer, the carrier layer and
the release layer having the same dimensions, characterised by a grip tab
(1,2) extending inwardly over the carrier layer (6) from a first edge of the
dressing and being affixed to the carrier layer (6) by a seam (WS) having its

outermost part in line with said first edge.

6. The film dressing according to claim S, wherein a grip tab (1,2) is extending

inwardly over the carrier layer (6) aiso from a second edge of the dressing
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opposite to the first edge and is affixed to the carrier layer by a seam (WS)

having its outermost part in line with said second edge.

7. The film dressing according to claim S or 6, wherein each grip tab (1,2) is

made of the same material as the carrier layer.

8. The film dressing according to claim S, 6,0r 7 wherein the carrier layer (6)

is made of polypropylene and the film layer (4) is made of polyurethane.

9. The film dressing according to one or more of claims 5-8, wherein the
adhesive coating (5) consists of silicone gel adhesive and the release layer (7)

consists of polyethylene.

10. The film dressing according to one or more of claims 5-9, wherein the

width of the seam (WS) is less than 1 mm.

\
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A method of atmc@ggip tabs to the carrier layer of a film dressing.
TECHNICAL FIELD

The invention relates to a method of attaching a grip tab to at least one of two
opposite edges of a releasable carrier layer of a film dressing web, said web
includes a film layer on a first side coated with adhesive and a carrier layer
releasably attached to the film layer on a second side thereof being opposite to
the first side, the film layer and the carrier layer having the same dimensions,

and a film dressing manufactured by said method.
BACKGROUND TO THE INVENTION

Film dressings consist in use of a thin plastic film coated with an adhesive.
Due to its thin nature it is almost impossible to apply such an adhesively
coated film. For this reason film dressings are provided with releasable carrier
layers which stiffen up the film and make it possible to apply the film dressing
in an easy manner as well as to cut the dressing in suitable pieces. The carrier
layer may be a continuous layer covering the whole film but it can as well
have the shape of a frame, whereby the central part of the film is uncovered. If
the film further is transparent the dressing can more easily be applied to the

wound. The carrier layer is removed after the film dressing is applied.

In order to facilitate the removal of the carrier layer grip tabs are often
provided on the carrier layer. A problem with providing grip tabs is that the
forces created when the grip tab is gripped have to act on an edge of the carrier
layer. Otherwise there is a risk that a lifting of a grip tab will entail also a
lifting of a part of the applied film of the dressing. A known way of solving
this problem is to let the grip tab extend sideways from the edge of the



dressing. However, grip tabs extending outside the dressing make the
packaging of the dressing more complicated and the resulting package less

aesthetically attractive.

The objective of the invention is to provide well functioning grip tabs on film

dressings, which grip tabs do not extend outside the edges of the dressing.
SUMMARY OF THE INVENTION

This objective is accomplished by a method of attaching a grip tab to at least
one of two opposite edges of a relaseable carrier layer of a film dressing web,
said web includes a film layer on a first side coated with adhesive and a
carrier layer releasably attached to the film layer on a second side thereof
being opposite to the first side, the film layer and the carrier layer having the
same dimensions, characterised by the steps of,

- choosing a material for the carrier layer that is incompatible with the film
layer from a heat welding point of view,

- feeding said film dressing web in a machine direction,

- applying a strip of a material compatible with the carrier layer from a heat
welding point of view along at least a part.of an edge portion of at least one of
the opposite sides of said web extending parallel to the machine direction, and
- affixing said at least one strip to the carrier layer and simultaneously cuttingr
away an outermost part of the web with the at least one strip applied thereto by
passing the web with the at least one strip applied thereto through an

ultrasonic welding device.

In a preferred embodiment of the method the at least one strip of material is

preferably continuous and a release layer of thermoplastic material can be



attached to the adhesive coating on the film layer before the step of applying a

strip of material to the carrier layer.

Simultaneously to applying the strip applied along at least an edge portion of
at least one of the opposite sides of said web, one or more strips of a material
compatible with the carrier layer from a heat welding point of view can be
"applied between the two opposite edges of the carrier layer extending parallel
to the machine direction, and simultaneously with the affixing of the strip
applied along at least an edge portion of at least one of the opposite sides of
said web, the strip(s) applied between the two opposite edges of the carrier
layer is (are) affixed to the carrier layer and simultaneously with the affixing
of said strips, said film dressing web is cut by passing the web with said
strip(s) applied thereto through an ultrasonic welding device, the cutting line
in each said strip applied between the two opposite edges of the carrier layer
being located between the two opposite edges of said strip being parallel to the

machine direction.

The invention also relates to a film dressing including a film layer on a first
side coated with adhesive, a carrier layer releasably attached to the film layer
on a second side thereof being opposite to the first side, and a release layer
releasably attached to the adhesive coating, the film layer, the carrier layer and
the release layer having the same dimensions, characterised by a grip tab
extending inwardly over the carrier layer from a first edge of the dressing and
being affixed to the carrier layer by a seam having its outermost part in line

with said first edge.

In a preferred embodiment a grip tab is extending inwardly over the carrier
layer also from a second edge of the dressing opposite to the first edge and is

affixed to the carrier layer with a seam having its outermost part in line with



said second edge. Each grip tab can be made of the same material as the

carrier layer or of a different material.

The carrier layer can be made of polypropylene and the film layer of

polyurethane.

The adhesive coating consists to advantageously of silicone adhesive and the

release layer consists then of polyethylene.
The width of the weld seam is less than 1 mm.
BRIEF DESCRIPTION OF THE DRAWING

The invention will now be described with reference to the enclosed figures, of

which;

fig. 1 shows a schematic perspective view from above of a part of an apparatus
for attaching grip tabs to a film dressing according to a preferred embodiment
of the invention, and

fig. 2 shows a cross sectional view along line II-II in figure 1, and

figs. 3 and 4 disclose similar views as figures 1 and 2 of a second embodiment

of the invention.
DESCRIPTION OF EMBODIMENTS

The present invention is built on the insight that grip tabs affixed to a carrier

layer of a film dressing and extending inwards over the carrier layer from an



edge thereof must be fixed exactly along this edge if the risk for lifting an
applied film when trying to remove the carrier layer should be eliminated.
However, to apply a strip of material with its outer edge coincident with the
edge of the carrier layer which is necessary if no part of the strip should
extend outwardly of this edge, requires a lot of precision. Likewise is it
difficult to provide a seam that follows the edge of the carrier layer. Such high
demands of accuracy result in a slow production rate and sophisticated

equipment for the manufacture of film dressings.

To allow attaching of such grip tabs without the need for sophisticated
equipment or a slowing down of normal production rate for film dressings, the
method according to the invention includes the step of cutting away the
outermost portion(s) of a film dressing web after or in connection with
affixing a strip of material by a seam along the side edge of the web but
inwards thereof. By cutting away the outermost portion of the web, it is
ensured that the edge of the outermost portion of the grip tab will be
coincident with the outermost portion of the carrier layer. No great demand of
accuracy in applying the material strips which after the cutting step will
constitute the grip tabs, is required since the outermost portion of the strips
will be cut away. If the cutting is made after the seam is provided also an
outermost portion of the seam is cut away . Since the seam will be placed
inwards of the edge of the uncut film dressing web it is easier to produce than
a seam that should have its outermost portion coincident with the edge of the

carrier layer.

According to the invention, the cutting is performed simultaneously with the
forming of the seam affixing the grip tab to the carrier layer. In figures 1 and 2
a part of the equipment for attaching a grip tab to the carrier layer of a film



dressing in accordance with the preferred embodiment of the invention is

schematically shown.

The method according to the invention can easily be performed without
sophisticated equipment and without influencing the normal production rate of
film dressings. In the method step illustrated in figure 1, two continuous strips
of heat weldable material 1,2 has been drawn from two rollers (not shown)
and laid onto a film dressing web 3, the strips 1,2 extending along the two
opposite edges thereof. Web 3 includes a film layer 4 having a thickness of 60
micrometer or less, which is coated with a layer of adhesive 5 on one side
thereof. On the side of the web 3 opposite to the adhesively coated side a
carrier layer 6 is releasably attached to the film layer 4. A release layer 7 has
also been applied covering the adhesive layer for protection thereof before use

of the dressing.

If the film 4 is bought from a supplier it is usually delivered with a stiffening
layer coextruded with the film during manufacture thereof. Such a stiffening
layer makes it possible to handle the film during manufacture, storing and
transport. Such a stiffening layer can to advantage be used as carriér layerina
film dressing but it is of course possible to substitute it with another layer.
Such a carrier layer can be releasably attached to the film layer for example by

application of heat and pressure or application of a suitable adhesive.

After the two strips 1,2 have been laid onto the web 3, the web3 and the
applied strips 1,2 pass in the machine direction through a ultrasonic welding
device, the machine direction illustrated by an arrow in figure 1. The
ultrasonic welding device is schematically shown in the figures by a horn 8
and counter rollers 9,10. The ultrasonic welding device cuts away the

outermost portions of the film dressing web 3 and the applied strips 1,2 and



simultaneously produces a weld seam WS along each of the cut edges. The
strips 1,2 is thereby affixed to the carrier layer 6 with the outermost portion of
each of the strips 1,2 and the seams WS coincident with the cut edge of the
web 3. |

In order to simultaneously produce a cutting and weld seam, the counter
rollers 9, 10 each have a circumferential flange 11 on their outermost sides.
When the horn 8 during its movement back and forth from the counter rollers
9,10, presses the web 3 and the applied strips 1,2 against the respective
counter roller, material located under the flange 11 will be subjected to a
higher degree of mechanical deformation than the material located under the
remaining part of the respective counter roller. Accordingly more heat will be
produced in the material under the respective flange than in the material under
the remaining part of the respective counter roller. The counter rollers are
constructed so that the material under the flange part of the rollers will melt
away so that a cutting occur while the material under the remaining part of the
rollers will soften to such a degree that the strips 1,2 will fuse together with
the carrier layer 6. The materials in layers 4 and 7 will also soften and in order
to prevent fusing together of layers 6 and 4 and 4 and 7, these materials should

be incompatible to each other from a welding point of view.

The film layer 4 is preferably of polyurethane and the carrier layer 6 of
polypropylene, materials which are incompatible to each other from a welding

point of view, i.e. they do not fuse together when softened.

The adhesive coating is preferably a silicone gel adhesive and the release layer
7 is preferably made of polyethylene. If another adhesive, for example an
acrylate adhesive is used, a release layer of for example silicon coated paper,

or silicone coated polyethylene could be used. If silicone coated paper is used



as a release layer, this should be applied after the film dressing web has passed
the ultrasonic welding device. In such a case, a process layer of thermoplastic
material is applied to cover the adhesive coating until the film dressing web‘
has passed the ultrasonic welding device in order to prevent adhesive from
adhering to the horn of the ultrasonic welding device. This process layer is
then substituted by the release paper layer. In order to facilitate the
manufacturing process a release layer made of a thermoplastic material is

preferred.

The continuous strips 1,2 can be preferably be made of the same material as
the carrier layer to assure good weldability there between but other materials,
such as elastic polyolefin-based films, e.g. ethylene-vinyl-alcohol, having

good weldability to the polypropylene in the carrier layer 6 can also be used.

Other combinations of thermoplastic materials for layers 4,6, 7and strips 1,2
having poor weldability to each other can also be used in the present

invention. Polyester can for example be used as an alternative to

polypropylene.

After having passed the ultrasonic welding device 8-10, distinct film dressings
are made by cross-wise cutting of the web 3 and the applied grip tabs 1,2 and
then be brought into neat packages in which the grip tabs are protected from
wrinkling and other deformation due to packaging and later handling of the
packages made. By such protection it is also ensured that the grip tabs not
unintentionally can be gripped during handling of the package of film
dressings, such unintentional gripping can lead to local release of the carrier

layer from the film layer.



Instead of cross-wise cutting, the web 3 with the applied grip tabs 1,2 can be
wound on a storage roller, thereby forming a film dressing of the type in
which separate film dressings with a desired shape or dimension can be cut out
by the user and still having at least one grip tab if at least a portion of one edge
of the web 3 is present in the cut out film dressing. Also the film dressings -
made by cross-wise cutting of the web 3 can of course be cut into any desired

shape.

In the preferred embodiment, the grip tabs 1,2 extend along the total length of
two opposite edge portions of the manufactured film dressing(s). However, it
is of course possible but not preferred to instead of applying continuous strips
1,2 apply a row of separate strips élong each of the two opposite edges of the
web 3, thereby obtaining grip tabs which only extend along a part of the length
of the edges of the produced film dressings. It is of course also possible to
only apply a strip along one of the two opposite sides of web 3, but this is not

preferred.

The width of the seam WS formed between a grip tab 1,2 and the carrier layer
6 should not exceed 1 mm in the produced film dressing and the inward
extension of the grip tab 1,2 over the carrier lay_er should preferably be at least

10 mm to facilitate easy handling thereof.

In order to mark the grip tabs for the user these can have different colour than
the carrier layer or/and a different structure, for example obtained by

embossing.

The radial and axial dimensions of the counter rollers 9, 10 to obtain the
desired weld seam and cutting line depend on the thickness of the material

passing through the ultrasonic welding device, the type of thermoplastic
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materials involved, the transport rate of the web and the frequency of the ultra
sonic horn. However, suitable counter rollers can easily be chosen or
constructed by the skilled man on basis of desired values for the parameters

mentioned above.

In figures 3 and 4 a second embodiment is schematically illustrated in views
similar to figures 1 and 2. This embodiment differs from the émbodiment
described with reference to figures 1 and 2 mainly in that the film dressing |
web is cut into two separate parts in order to produce film dressings having a
transverse dimension smaller than the film dressing web 3" and in that grip
tabs 15,16 are affixed to the adjacent edges of these two separate parts.
Components in the embodiment according to figures 3 and 4 corresponding to
similar components in the embodiment according to figures 1 and 2 are given
the same reference numerals with the addition of a prime sign. In the method
illustrated in figures 3 and 4, a strip 12 is laid onto film dressing web 3’
extending in the machine direction in the middle of film dressing web 3°
simultaneously with strips 1’and 2" extending along the edges of web 3. The
web 3" with applied strips 1°,2°and 12 is then passed through an ultrasound
welding device having a horn 8" and counter rollers 97,10 and 13. The counter
rollers 9°,10" are similar to the counter rollers 9,10 described with reference to
figures 1 and 2 whereas counter roller 13 differs from rollers 9°,10" by havihg |
larger dimension in a transverse direction relative to the machine direction and
by having the flange 14 located in the middle of the roller as seen in the
transverse direction. Thereby, a weld seam WS’ affixing strip 12 to the carrier
6" is produced on both sides of the cutting line obtained due to the flange 14
and the strip 12 is divided into two parts extending along the adjacent edges of
the two parts of web 3" produced by the cutting line. In all other aspects, the
method of the embodiment according to figures 3 and 4 correspond to the

embodiment according to figures 1 and 2.
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Depending on the dimension of web 3" and the desired dimension of the
produced film dressings more than one strip 12 can be applied. The numbers
of counter rollers 13 in the ultrasound welding device must of course

correspond to the number of strips 12 applied.

As is evident from figure 3, the release layer 7° is built of three parts whereby
grip tabs 17 and 18 are provided by bending the inner longitudinal edge
portions of the two outer parts and by letting the opposite longitudinal edge
portions of the middle part extend over said bents portions. Such grip tabs
should of course be located outside of cutting lines made by the ultrasonic

welding device.

In the embodiment according to figures 3 and 4, film dressings having the
same transverse dimension are produced. However, it is possible to vary the
transverse dimension of the produced film dressings by application of the strip

13 away from the middle of the film dressing web 3.

~ In the shown embodiments the counter roller of the ultrasound welding device
are located on the same side as the strips attached to the carrier layer and the
horn is located on the same side as the release layer. This is however not
necessary, the method will fuhction also if the counter rollers and horn

changes locations.

In the shown embodiments the film dressing web 3,3" have its carrier layer
upwards but it is possible to produce this web and attach the strips with the

web turned upside down in relation to the position shown in the drawings.
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The described embodiments of the method can be modified without leaving
the scope of the invention. The portions of the strips extending inwards over
the carrier layer need not have straight edges but can have curved edges,
which is preferred if the grip tabs only extend along a part of the length of the
edge of a produced dressing. The portions of strips may also be discreetly
affixed to the film, i.e. not cover along the complete edge. Furthermore, the
grip tab need not be present on both of two opposite sides of the carrier layer
but can be présent only on such edge. However, it is preferred that grip tabs
are present on both of two opposite sides and if the film dressing web is
divided into several parts this is a must. The scope of invention should

therefore only be limited of the content of the enclosed patent claims.
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