
(12) PATENT
(19) AUSTRALIAN PATENT OFFICE

(11) Application No. AU 199912727 B2 
(10) Patent No. 745399

(54)

(51)7

Title
Tape roll tab application method and article

International Patent Classification(s)
B65H 018/00

(21)

(87)

(30)

(31)

Application No: 199912727

WIPONo: WO99/67164

(22) Application Date: 1998.10.21

Priority Data

Number (32) Date (33) Country
09/102924 1998.06.23 US

(43) Publication Date: 2000.01.10
(43) Publication Journal Date : 2000.03.23
(44) Accepted Journal Date : 2002.03.21

(71) Applicant(s)
Minnesota Mining and Manufacturing Company

(72) Inventor(s)
Christopher M. Glenna; Paul J. Richtman

(74) Agent/Attorney
DAVIES COLLISON CAVE,GPO Box 3876,SYDNEY NSW 2001

(56) Related Art
US 4512462 
US 2329527 
WO 96/40578



(oJL

, INTERNATIONAL APPLICATION PUBLISHED UNDER THE PATENT COOPERATION TREATY (PCT)

(11) International Publication Number: WO 99/67164

(43) International Publication Date: 29 December 1999 (29.12.99)

PCT WORLD INTELLECTUAL PROPERTY ORGANIZATION 
International Bureau

(51) International Patent Classification 6

B65H 18/00 Al

(21) International Application Number: PCT/US98/22296

(22) International Filing Date: 21 October 1998 (21.10.98)

(30) Priority Data:
09/102,924 23 June 1998 (23.06.98) US

(71) Applicant: MINNESOTA MINING AND MANUFACTUR­
ING COMPANY [US/US]; 3M Center, P.O. Box 33427, 
Saint Paul, MN 55133-3427 (US).

(72) Inventors: GLENNA, Christopher, Μ.; P.O. Box 33427, Saint
Paul, MN 55133-3427 (US). RICHTMAN, Paul, J.; P.O. 
Box 33427, Saint Paul, MN 55133-3427 (US).

(74) Agents: HAKAMAKI, Michaele, A. et al.; Minnesota Mining 
and Manufacturing Company, Office of Intellectual Property 
Counsel, P.O. Box 33427, Saint Paul, MN 55133-3427 
(US).

(81) Designated States: AL, AM, AT, AU, AZ, BA, BB, BG, BR, 
BY, CA, CH, CN, CU, CZ, DE, DK, EE, ES, FI, GB, GD, 
GE, GH, GM, HR, HU, ID, IL, IS, JP, KE, KG, KP, KR, 
KZ, LC, LK, LR, LS, LT, LU, LV, MD, MG, MK, MN, 
MW, MX, NO, NZ, PL, PT, RO, RU, SD, SE, SG, SI, SK, 
SL, TJ, TM, TR, TT, UA, UG, UZ, VN, YU, ZW, ARIPO 
patent (GH, GM, KE, LS, MW, SD, SZ, UG, ZW), Eurasian 
patent (AM, AZ, BY, KG, KZ, MD, RU, TJ, TM), European 
patent (AT, BE, CH, CY, DE, DK, ES, FI, FR, GB, GR, 
IE, IT, LU, MC, NL, PT, SE), OAPI patent (BF, BJ, CF, 
CG, CI, CM, GA, GN, GW, ML, MR, NE, SN, TD, TG).

Published
With international search report.
With amended claims.

(54) Title: TAPE ROLL TAB APPLICATION METHOD AND ARTICLE

(57) Abstract

A method of making a 
roll (20) of adhesive tape that 
comprises providing a length 
of tape having a leading end, 
a trailing end, a first side, 
and a second side opposite 
the first side, wherein the 
second side of the tape is 
at least partially covered 
with pressure sensitive 
adhesive and providing a 
tab (32) having first and 
second opposite ends having 
a length between them, a 
first side, and a second side, 
wherein at least a portion 
of the second side of the 
tab is covered with pressure 
sensitive adhesive. The 
method further comprises 
advancing the length of tape 
along a tape path, positioning 
the leading tape end about 
a central tape roll axis, and 
circumferentially widing the 
length of tape about the axis 
until a penultimate tape layer
(22) having a circumference is wound. The adhesive-covered portion of the second side of the tab is applied to the first side of the tape
so that the first end of the tab is spaced from the trailing end of the tape length by a predetermined distance that is at least as long as the
circumference of the penultimate layer of the tape roll and no longer than a total distance of the circumference of the penultimate layer
and the length of the tab. The final layer of the tape length is circumferentially wound around the penultimate tape layer so that the
trailing end of the tape overlays the tab between the first and second ends of the tab.
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TAPE ROLL TAB APPLICATION METHOD AND ARTICLE

5 Technical Field

The present invention relates to adhesive tape and more particularly to a tab 

for marking the start of a roll of adhesive tape and for facilitating the initial removal 

of tape from the roll.

10 Background of the Invention

It is common for adhesive tape to be supplied in the form of individual rolls 

of material from which a user can remove desired tape lengths. These individual 

rolls of adhesive tape may be manufactured by any number of known methods. One 

typical method includes unwinding a large, wide supply roll of adhesive tape

15 material, which is subsequently slit in the longitudinal direction and wound

circumferentially into individual finished product rolls. More specifically, each 

length of tape, starting at a leading end, is typically wound on itself to adhere each 

wrap of tape to an adjacent, underlying wrap of tape until a desired length of tape is 

wound around the roll. The tape is then severed from the supply roll to define a

20 trailing end of the tape and to complete the individual product roll.

In some cases, the end of the last wrap of tape is adhered directly to the

underlying wrap, which may make it difficult for a user to locate and grasp the tape 

to begin unwinding the tape from the roll. To remove the tape from such a roll, the 

user must first locate the trailing end of the tape by closely inspecting the roll, which

25 can be particularly difficult when the tape is transparent or when the tape is thin.

The user will then often attempt to separate the tape from the underlying roll to 

which it is adhered by inserting a sharp object under the trailing end of the tape, 

such as scissors or a fingernail. Preferably, the user will be able to separate the tape 

from the underlying roll across the entire width of the tape. However, if the user

30 cuts or damages the trailing end of the tape, a portion of the tape on one side of the

cut may remain adhered to the roll while the user is pulling the portion on the other

side of the cut away from the roll. When this happens, the tape may split or tear

diagonally across the width of the tape, thereby leaving a slivered or tom portion of
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the tape adhered to the roll. The user must then again attempt to grasp the slivered 

end portion of the tape to remove the tape from the roll, which can be time 

consuming and frustrating. In some cases, the user may also cause undesirable 

damage to several underlying tape layers when using a sharp object to separate the

5 tape from the roll. When this happens, the user may encounter problems with the 

tape tearing or breaking as each subsequent wrap of tape is unwound from the roll.

In order to provide an easier way for users to find the trailing end of the 

tape roll to begin removing tape from the roll, it is known to cover or deaden a 

portion of the tape during the manufacturing process by placing a piece

10 non-adhesive material often referred to as a “tab” on the adhesive side of the tape 

near the trailing end of the tape roll. To properly position a tab relative to the end 

of the tape, the tab is typically placed on the length of tape after it is unwound from 

a supply roll and before it is subsequently wound onto a finished product roll. The 

length of tape is then cut at a predetermined position relative to the tab. In some

15 situations, it is desirable to cut the tape to provide an “overtab” portion, where a 

portion of the tape adjacent to the trailing tape end extends beyond the tab, as 

shown in Figure 1. As illustrated, a tab 10 is positioned at a distance X from the 

trailing end of the tape so that the end or overtabbed portion can adhere to the 

underlying roll, while the portion having the tab 10 is positioned adjacent to the roll

20 without adhering to the roll. It is often preferable that the length of the overtabbed 

portion is long enough to keep the trailing end of the tape adhered to the roll to 

prevent the roll from becoming tangled with other tape rolls during processing, but 

short enough that the user only needs to remove a small portion of tape from the 

roll before the tab can be grasped.

25 It can be difficult, however, to accurately position the tab on each finished

product roll during the manufacturing process. Inaccurate cutting of the tape

and/or inaccurate placement of the tab relative to the trailing end of the tape roll can

cause problems in the finished product rolls. For example, when the tape is cut so

that the overtabbed portion is longer than desired, a large length of tape adjacent to

30 the trailing tape end is exposed to and adheres to the underlying roll, thereby
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diminishing or eliminating the usefulness of a tab. For another example, the tape 

may be cut so that the overtabbed portion is shorter than desired. In this case, the 

small overtabbed portion may not provide enough exposed adhesive to keep the 

trailing end of the tape adhered to the roll. This is particularly true when the tab

5 material is stiffer than the tape and therefore does not easily conform to the curve of 

the tape roll unless it is sufficiently adhered to the roll surface. In these cases, the 

trailing end of the tape is free from the roll, including the tab and a small area of 

exposed adhesive. This exposed adhesive can cause manufacturing and processing 

problems when the adhesive sticks to other tape rolls or manufacturing equipment.

10 Another problem may also be created in the manufacturing process when the

tape is cut within the portion that contains the tab, thereby cutting the tab into two 

portions. The first portion of the tab will then extend from the tape roll to the 

trailing end of the tape and leave no overtabbed portion on the product roll to keep 

the end of the tape adhered to the roll. Thus, the trailing end of the tape is free

15 from the roll In addition, the second portion of the tab remains on the end of the 

supply roll, which is often subsequently used at the beginning of the next roll of 

finished product. This second tab portion may then become the start or leading end 

of the next product roll, which may cause an undesirable bulge in the tape roll in the 

area of the tab as subsequent wraps of tape are wound over this tab piece 10, as

20 shown in Figure 2.

In some situations, it may not be desirable to provide an overtabbed portion 

on a tape roll. Rather, it may be preferable for the trailing end of the tape to be free 

from the underlying roll so that the user can easily locate and grasp an adhesive free 

tape end to unwrap the tape from the roll. However, the same manufacturing issues

25 encountered when trying to accurately place a tab relative to the end of an 

overtabbed roll are also a concern when trying to position a tab relative to the 

trailing tape end so that the end portion is free from the roll. In other words, it is 

also difficult to accurately position the tab on each finished product roll so that it 

extends only to the end of the tape roll without leaving an overtabbed portion of

30 adhesive tape at the end of the supply roll.



WO 99/67164 PCT/US98/22296

-4-

Summarv of the Invention

In one aspect of this invention, a method of making a roll of adhesive tape is 

provided, wherein the method comprises the steps of providing a length of tape

5 having a leading end, a trailing end, a first side, and a second side opposite the first 

side, wherein the second side of the tape is at least partially covered with pressure 

sensitive adhesive and providing a tab having first and second opposite ends, a 

length between the first and second ends, a first side, and a second side, wherein at 

least a portion of the second side of the tab is covered with pressure sensitive

10 adhesive. The method further comprises advancing the length of tape along a tape 

path, positioning the leading tape end about a central tape roll axis, and 

circumferentially winding the length of tape about the axis until a next to last, or 

penultimate tape layer is wound, wherein the penultimate tape layer has a 

circumference. The adhesive-covered portion of the second side of the tab is

15 applied to the first side of the tape so that the second end of the tab is spaced from 

the trailing end of the tape length by a predetermined distance, wherein the 

predetermined distance is at least as long as the circumference of the penultimate 

layer of the tape roll and no longer than a total distance of the circumference of the 

penultimate layer and the length of the tab. The final layer of the tape length is

20 circumferentially wound around the penultimate tape layer so that the trailing end of 

the tape overlays the tab between the first and second ends of the tab.

Also provided is a tape roll comprising a central tape roll axis, a length of 

tape having a leading end, a trailing end opposite the leading end, a first side, and a 

second side opposite the first side, wherein the second side of the tape is at least

25 partially covered with pressure sensitive adhesive, and wherein the tape is

circumferentially wound about the axis until a plurality of adjacent tape layers are

wound, and a tab having first and second opposite ends, a first side, and a second

side opposite the first side, wherein at least a portion of the second side of the tab is

covered with pressure sensitive adhesive. In accordance with the invention the

30 adhesive portion of the second side of the tab is adhered to the first side of the tape



WO 99/67164 PCT/US98/22296

-5-

on a penultimate tape layer of the roll so that the trailing end of the tape overlays

the tab between the first and second ends of the tab.

Brief Description of the Drawings

5 The present invention will be further explained with reference to the

appended Figures, wherein like structure is referred to by like numerals throughout 

the several views, and wherein:

Figure 1 is a perspective view of a prior art tape roll having a tab spaced 

from the end of the tape material;

10 Figure 2 is a perspective view of a prior art tape roll having a portion of a

tab positioned near the central area of the tape roll,

Figure 3 is a perspective view of an adhesive tape roll having one preferred 

tab embodiment in accordance with the present invention;

Figure 3a is an enlarged perspective view of the encircled portion of Figure

15 3, showing the tab arrangement in more detail;

Figure 4 is a perspective view of a portion of a tape roll similar to that of

Figure 3a, having an alternate tab embodiment;

Figure 5 is a perspective view of a portion of a tape roll similar to that of

Figure 3a, having another alternate tab embodiment;

20 Figure 6 is a perspective view of the tape roll of Figure 3, showing a length

of tape extending from the roll;

Figure 7 is a perspective view of the tape of Figure 6, with only a small 

portion of the tape length extending from the roll; and

Figure 8 is a schematic view of one method of applying a tab to multiple

25 rolls of tape during a converting process.

Detailed Description of the Preferred Embodiments

Referring now to the Figures, wherein the components are labeled with like 

numerals throughout the several Figures, and initially to Figures 3 and 3a where

30 Figure 3a is an enlarged view of the encircled portion of Figure 3, a roll of adhesive
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tape 20 is illustrated. The tape roll 20 comprises an elongated, flexible strip of tape 

material 22 having a first side 24 and a second side 26. The strip 22 is wound 

circumferentially onto the outside surface 28 of a core 30 which supports the roll 

20. The adhesive tape of the present invention is of the type that preferably

5 comprises a backing layer having adhesive coated onto one side of the tape

material. In the embodiment of Figures 3 and 3a, the adhesive is coated onto the 

second side 26 of the tape material 22.

It is preferred that the backing layer is a film. A non-exclusive list of 

conventional polymeric backing layer films follows with the understanding that any

10 could be suitable for use as a tape backing layer, cellulose acetate, polyethylene, 

polypropylene, polyester (such as polyethylene terepthalate (PET)), biaxially 

oriented polypropylene (BOPP), polyvinyl chloride (PVC), copolymers of 

propylene and ethylene, and copolymers of ethylene and olefins having four or more 

carbon atoms, or blends of any of the above. However, it is also contemplated that

15 the backing layer may be paper, woven materials, non-woven materials, or other 

known materials suitable for an adhesive tape backing layer.

Although it is preferable that the second side 26 of the tape material 22 is 

coated with adhesive,across its entire width and length, it is understood that the 

adhesive may extend only across a portion of the tape width and/or along only a

20 portion of the tape length. Some suitable adhesives for use in the adhesive tape of 

the present invention are generally based on compositions of polyacrylate; polyvinyl 

ether; diene-containing rubber such as natural rubber, polyisoprene, and 

polybutadiene, styrene-butadiene rubber; polychloroprene; butyl rubber; butadiene- 

acrylonitrile polymer; thermoplastic elastomer block copolymers such as styrene-

25 isoprene (SI) and styrene-isoprene-styrene (SIS) block copolymers, styrene- 

butadiene (SB) and styrene-butadiene-styrene polymers (SBS), and 

ethylene/propylene and ethylene-butylene-diene polymers such as styrene- 

ethylene/propylene-styrene (SEPS) and styrene-ethylene/butylene-styrene (SEBS); 

poly-alpha-olefin; amorphous polyolefin; silicone; ethylene-containing copolymer

30 such as ethylene vinyl acetate, ethyl ethyl acrylate, and ethyl methacrylate,
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polyurethane; polyamide, epoxy; polyvinylpyrrolidone and vinylpyrrolidone 

copolymers; polyesters; and mixtures of the above. The use of some of these 

compositions to give specific characteristics to the adhesives may require cross­

linking or curing by methods well known in the art. Additionally, the adhesives can 

contain additives such as tackifiers, plasticizers, antioxidants, stabilizers, curatives, 

and solvents.

In addition, a low adhesion backsize is preferably provided on the first side 

24 of the tape material 22 so that the tape can be unwound more easily from the 

tape roll 20. In order to increase the anchorage of the low adhesion backsize or 

adhesive to the backing layer, it may also be desirable to treat one or both surfaces 

of the tape material 22 before coating the surface with the low adhesion backsize or 

adhesive. This may be done either by coating a layer of primer material on the 

backing layer, by surface treating the backing layer with corona treatments, flame 

treatments, or the like, or by both surface treating and coating a primer onto the 

backing layer. Such coatings and/or treatments are well known, and any can be 

used in accordance with the present invention if they are otherwise suitable for use 

in the desired tape construction.

The tape roll 20 is further provided with a tab 32 positioned near an end 34 

of the strip of material 22. The end 34 may be referred to as the “trailing end” 

because it is the last part of the tape material to be wrapped onto the roll during 

manufacturing. The tab 32 will be used to facilitate the initial unwinding of the tape 

material 22 from the roll 20. In one preferred embodiment, tab 32 of the present 

invention comprises a first side 36 and a second side 38 opposite the first side 36. 

The second side 38 of the tab 32 includes a first or non-adhesive portion 40, which 

provides the portion that may be visually located and grasped by the user to begin 

pulling tape from the roll. The second side 38 further comprises a second portion 

42 having exposed adhesive. The non-adhesive portion 40 of the tab 32 is shown as 

the dark, shaded portion of the tab throughout the several Figures for clarity in 

identifying the non-adhesive portion, although it is not necessary that the portion 40 

be visually distinct from the portion 42. The adhesive on the second portion 42 may
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be the same or a different adhesive, having the same or a different adhesive strength 

and adhesive characteristics, from the adhesive that is coated on the second side 26 

of the tape material 22. The adhesives described above as suitable for the second 

side 26 of the tape material 22 are similarly appropriate for the adhesive portion 42

5 of the tab 32. However, this list of adhesives is not meant to be exclusive and other 

known adhesives may also be appropriate for use on tab 32.

While the first and second portions 40, 42 are illustrated as having 

approximately equal areas, the first portion 40 may be substantially smaller or larger 

than the second portion 42, depending on the desired use of the tape roll.

10 Many different tab constructions are contemplated and considered to be

within the scope of the present invention, where several examples are explained 

below. One possible tab construction, illustrated in Figures 3 and 3a, includes using 

a non-adhesive backing layer that may be paper, film, or other known material 

suitable for use as a tab. Adhesive may then be coated on the second portion 42 of

15 the second side 38, while leaving the first portion 40 of the second side 38 without 

adhesive.

Another alternative construction of the tab 32 includes coating one side of a 

backing layer of the tab with adhesive along at least a portion of its length and 

width, then subsequently coating a portion of the adhesive with a deadening layer to

20 substantially decrease or “deaden” the adhesive strength in that portion of the tab. 

The deadening layer may be, for example, an ink or other printing material that is 

coated onto the adhesive.

In another alternative embodiment (shown in Figure 4), a second side 138 of 

a tab 132 is coated with adhesive along its length and width, then a portion of one

25 end of the tab 132 is folded toward the second or adhesive-coated side 138 of the 

tab until the folded portion is adhered to the second side 138 of the tab 132, thereby 

providing a portion of the tab without exposed adhesive (i.e., a tab portion 140).

Figure 5 illustrates another alternative tab of the present invention in a view 

similar to that shown in Figure 4. In this embodiment, the method of providing a

30 tab 232 having adhesive and non-adhesive portions includes coating a second side
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238 of the tab 232 with adhesive along at least part of its length and width, then 

laminating a strip of non-adhesive material 244, such as film or paper, to a portion 

of the adhesive-coated side 238 of the tab 232. The area of tab 232 having the non­

adhesive material 244 laminated thereto is a non-adhesive portion 240, such as that

5 described above. Other known methods of providing a non-adhesive portion 

adjacent an adhesive portion on a piece of material that may be used on a tab are 

also considered to be within the scope of the invention, such as laminating a strip of 

material having adhesive on one side to a strip of tab material that may have 

adhesive coated onto all or part of one of its sides, for example.

10 One preferred method of applying tab 32 to the tape roll 20 in accordance

with the present invention will now be described with reference to Figures 3, 3a, 6, 

and 7, which illustrate a tape roll 20 of the present invention with a length of tape 

material 22 that is provided from a tape source (not shown) and wound around core

30. As is typical, the tape roll 20 is wound so that the second or adhesive side 26 of

15 the tape material is facing toward the center of the roll 20 and the first or non­

adhesive side 24 is facing away from the center of the roll. The tape source that 

provides the lengths of tape material 22 may be a supply roll of tape material that is 

often substantially longer and/or wider than the finished product rolls, and has 

enough tape material to make multiple smaller tape rolls 20 Alternatively, the tape

20 material 22 may be provided directly from a tape manufacturing operation so that 

no intermediate supply roll of tape material is necessary. In any case, the tape 

material 22 is wound about core 30 and successively upon itself until the next to 

last, or penultimate, tape layer is wound.

In accordance with the present invention, before the entire length of tape is

25 wound onto the roll, a tab 32 is applied to the first or non-adhesive side 24 of the 

tape material 22 at a particular distance from end 34 of the roll, as shown in Figure

6. More specifically, the tab 32 is positioned so that a first end 46 of the tab 32 is at 

a distance di from end 34 of the roll, and a second end 48 of the tab 32 is at a 

distance d2 from the end 34 of the tape roll, where the first end 46 is adjacent to the

30 non-adhesive tab portion 40 and the second end 48 is adjacent to the adhesive tab
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portion 42. The length of the tab 32 is designated as “f ’ and is equal to the 

distance between its first and second ends 46, 48. The tab 32 may be applied to the 

first side 24 of the tape material 22 at any point before the entire length of tape is 

wound onto the roll. For one example, the tab 32 may be applied immediately

5 before the end 34 of the roll (and tape material 22 adjacent thereto) begins to 

overlap the tab 32. For another example, the tab 32 may be applied at a further 

distance from the tape roll 20 and closer to the supply roll of tape, as long as the tab 

32 is in the proper position when the penultimate layer is wound and the end 34 of 

the roll is reached.

10 In the preferred embodiment, the tab 32 is positioned on the tape length 22

so that the distance di is approximately equal to the circumference of the tape roll 

before the final tape portion having the tab adhered thereto is wound around the 

roll. More preferably, the tab 32 will be positioned so that the distance d] is slightly 

smaller than the circumference of the tape roll. However, the distance di may be

15 considerably smaller than the circumference of the tape roll, as long as the length 

distance di is larger than the difference between the circumference of the tape roll 

and the length (. of the tab 32. In addition, the tab is preferably positioned so that 

the distance d2 is larger than the circumference of the tape roll.

After the tab 32 is applied, the remaining length of the tape material 22 is

20 wrapped around the tape roll 20, as shown in Figure 7. Because the distance d| is 

selected to be approximately equal to or slightly smaller than the circumference of 

the roll, when the end 34 of the tape material 22 is wound around the roll, as shown 

in Figures 3 and 3a, the end 34 will fall on top of the tab 32 between the tab ends 

46, 48. Preferably, the tape material 22 adjacent to the end 34 will overlay both the

25 adhesive and non-adhesive portions 40, 42 of the tab 32. However, only a sufficient 

portion of the material 22 must overlay the tab 32 to allow the user to pull the tab 

away from the roll to begin removal of tape from the roll. In this way, the non­

adhesive portion 40 of the tab 32 will be free from the tape roll 20, thereby
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providing an adhesive-free tab portion for a user to grasp to pull the tape material 

22 from the tape roll 20.

The embodiments of the tab 32 described above may be manufactured 

remotely from the tape roll manufacturing and converting processes of the present

5 invention and provided to these processes as a pre-manufactured roll of tab

material. However, a schematic view of an alternative procedure is illustrated in 

Figure 8, where the tab construction of Figure 5 is made immediately before the tab 

material is applied to the tape to make multiple finished product rolls of tape. More 

specifically, a roll of non-adhesive web material 60, such as any suitable deadening

10 material described above, and a roll of adhesive tape material 62, such as a

conventional transparent tape, are preferably rotatably supported for dispensing 

their respective materials. In the preferred embodiment, web material 60 is more 

narrow than adhesive tape material 62, where the width of web material 60 is 

preferably between 25 percent and 50 percent of the width of tape material 62 and

15 more preferably between 35 percent and 45 percent of the width of tape material 

62. However, the web material 60 may instead be less than 25 percent or greater 

than 50 percent of the width of tape material 62.

The web material 60 and tape material 62 are then guided by conventional 

guiding means toward a pair of laminating rolls 64, where the web material 60 is

20 laminated along one edge of the tape material 62 to form one web of composite tab 

material 66. The web material 60 may be positioned relative to the tape material 62 

so that a portion of the web material 60 extends beyond the edge of the tape 

material 62. Alternatively, the edge of the web material 60 and the edge of the tape 

material 62 may be aligned with each other, or a portion of the tape material 62 may

25 extend beyond one edge of the web material 60. After lamination, the composite 

tab material 66 is directed through conventional guiding means toward a 

manufacturing process to apply the tab material to adhesive tape material in 

accordance with the present invention.

With continued reference to Figure 8, one preferred method of applying tab

30 material to tape rolls is illustrated. While this Figure illustrates the application of



WO 99/67164 PCT/US98/22296

5

10

15

20

25

30

-12-

the composite tab material 66 described above, it is understood that the tab material 

may instead be made by some other method immediately prior to application to tape 

material, or may be provided to the operation as a pre-manufactured roll of tab 

material. However, in this method, an adhesive tape web 70 is unwound from a 

supply roll (not shown) and guided by conventional guiding means toward a slitting 

apparatus 72, where the adhesive tape web 70 is slit in the longitudinal direction 

into individual tape strips 73. Each tape strip 73 is then wound into product rolls 

74 (only one of which is shown), with the adhesive side of the tape strip facing the 

inside of the roll. Typically, a predetermined length of tape is to be wound into 

each product roll 74. Thus, a known measuring device or apparatus (not shown) is 

used to measure or calculate the length of tape being wound onto each roll and to 

thereby determine when the predetermined length of tape is reached.

Before the predetermined tape length is reached, composite tab material 66 

is applied laterally across the width of the web 70 at a station generally shown as 

tab application station 76, where the web may be moving in the direction of the 

arrow ‘A’ or may be stopped temporarily. This composite tab material 66 is applied 

at a location that will position tabs properly relative to the end of each tape roll in 

accordance with the present invention, as described above. The portion of web 70 

with the strip of composite tab material 66 adhered thereto then advances through 

the slitting apparatus 72, where the tab material 66 and web 70 are simultaneously 

longitudinally slit to the same width as each tape strip 73. Each tape strip 73 

continues to be wound around its respective product roll 74 until the portion of the 

tape strip 73 having the tab material 66 laminated thereto is wound onto the roll 74. 

Each tape strip 73 is cut from the supply in the lateral direction at the location that 

will allow the end of the tape to be positioned as described above relative to the tab. 

However, it is also contemplated that the web be cut laterally before the slitting 

apparatus 72.

The process of Figure 8 is typically repeated multiple times, where the 

supply roll of adhesive tape provides tape for additional product rolls that are 

subsequently produced after the first set of product rolls are completed. However,
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it is understood that the tabs of the present invention can also be applied to tape 

rolls by many other methods, such as by manual application or by applying pre-cut 

tabs to each product roll before the final wrap of tape is wound into the roll, for 

example.

5 It is further contemplated that the second side 38 of the tab shown in Figure

3a may be completely coated with adhesive, including the first portion 40.

However, in order to avoid the inconveniences described above with regard to 

locating the trailing end of a tape roll, the adhesive preferably has a relatively low 

adhesive strength. More specifically, tab 32 includes first or non-adhesive side 36

10 and second side 38 that is coated across its entire length and width with an adhesive 

that preferably has a lower adhesive strength than the adhesive provided on the 

second side 26 of tape roll 20. One example of this adhesive is a repositionable 

pressure sensitive adhesive such as that described in U.S. Patent Numbers 

4,166,152, 3,857,731, and 3,691,140, commonly owned by the Minnesota Mining

15 and Manufacturing Company of St. Paul, Minnesota. This tab is applied to the tape 

material 22 in a similar method to that described above. Thus, adhesive-coated side 

38 of the tab is applied to the non-adhesive side 24 of the tape material before the 

final wrap of tape material is wound circumferentially around the tape roll, where its 

first edge is at distance d] from the tape end 34. After the tab 32 is applied, the

20 remaining length of the tape material 22 is wrapped around the tape roll until the 

end of the tape material is reached and the end of the tape material overlays at least 

a portion of the tab. In this embodiment, the adhesive on the second side 38 of the 

tab will preferably adhere the tab to the surface of the tape roll, but preferably has a 

sufficiently low adhesive strength to allow the user to easily separate the end of the

25 tab from the surface of the tape roll 20.

The tab on each finished tape roll of the present invention preferably has a

width that is equal to the width of the strip of tape material to which it is adhered.

It is understood, however, that the width of the tab may instead be wider or more

narrow than the strip of material to which it is applied. Further, the tab may be

30 generally transparent across its length and width. Alternatively, at least a portion of
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the tab may be opaque or translucent so that the tab is easier for a user to visually

locate on the roll. For example, the non-adhesive portion of the tab may be colored

or printed with a pattern that makes the end of the tape material more easily

distinguishable from the roll itself.

5 Although the tape roll 20 typically has a core 30 in the center of the roll, as

described above, it is understood that the tab and method of applying the tab of the 

present invention may also be used with rolls of tape that do not include a core. 

Rolls of tape of this type may be manufactured by any number of known methods 

that typically include winding a length of tape about a mandrel or shaft until the end

10 of the tape is reached. The roll of tape is then removed from the mandrel or shaft, 

thereby producing a roll of tape material that does not have a central core. The 

same tabs and methods for applying tabs to tape rolls described above with regard 

to a tape roll having a core are similarly applicable to coreless tape rolls.

An alternative method for manufacturing tape rolls may also be used in

15 accordance with the present invention. In this method, a core is provided that has a 

width that is larger than that of the desired finished product rolls. Tape material 

from a supply roll is wound about this core and successively upon itself until the 

next to last, or penultimate, tape layer is wound. As described above, at some point 

before the final length of tape is wound onto the roll, tab material of the type

20 described is applied to the non-adhesive side of the tape material at a particular

distance from the end of the roll so that the tab material is positioned relative to the 

end of the roll in accordance with the present invention. After the final length of 

tape is wound onto the roll, the entire roll (including the core and the wound tape 

material) is cut, such as by lathe slitting, to produce rolls of the desired width.

25 The present invention has now been described with reference to several

embodiments thereof. The foregoing detailed description has been given for clarity 

of understanding only. No unnecessary limitations are to be understood therefrom. 

It will be apparent to those skilled in the art that many changes can be made in the 

embodiments described without departing from the scope of the invention. For
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instance, it is also contemplated to use the tab and method of applying a tab of the 

present invention with rolls of other types of material having adhesive on at least a 

portion of one of its sides, such as filament tape, masking tape, packaging tape, 

medical tapes, electrical tapes, double-coated linered tapes and double-coated tapes, 

including those double-coated tapes, that have a roll liner wrapped around the final 

layer of the tape roll to prevent contaminants or other material from adhering to the 

outermost layer. Thus, the scope of the present invention should not be limited to 

the structures described herein, but only by the structures described by the language 

of the claims and the equivalents of those structures

• ·• ·• ·· ·
99 ·

♦ · ·• · ·
• 9
9 99 9

99 9
9 * ·
• 9 9

Throughout this specification and the claims which follow, unless the context requires 

otherwise, the word "comprise", and variations such as "comprises" or "comprising", will 

be understood to imply the inclusion of a stated integer or step or group of integers or steps 

but not the exclusion of any other integer or step or group of integers or steps.

The reference to any prior art in this specification is not, and should not be taken as, an 

acknowledgement or any form of suggestion that that prior art forms part of the common 

general knowledge in Australia.
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Claims:

What is claimed is:

1. A method of making a roll of adhesive tape, comprising the steps of:

a) providing a length of tape having a leading end, a trailing end, a first

5 side, and a second side opposite the first side, wherein the second

side of the tape is at least partially covered with pressure sensitive 

adhesive;

b) providing a tab having first and second opposite ends, a length 

between the first and second ends, a first side, and a second side,

10 wherein at least a portion of the second side of the tab is covered

with pressure sensitive adhesive;

c) advancing the length of tape along a tape path;

d) positioning the leading tape end about a central tape roll axis and 

circumferentially winding the length of tape about the axis until a

15 penultimate tape layer is wound, wherein the penultimate tape layer

has a circumference;

e) applying the adhesive-covered portion of the second side of the tab 

to the first side of the tape so that the second end of the tab is 

spaced from the trailing end of the tape length by a predetermined

20 distance, wherein the predetermined distance is at least as long as the

circumference of the penultimate layer of the tape roll and no longer 

than a total distance of the circumference of the penultimate layer 

and the length of the tab; and

f) circumferentially winding a final layer of the tape length around the

25 penultimate tape layer so that the trailing end of the tape overlays the

tab between the first and second ends of the tab.
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2. The method of claim 1, wherein the provision of a tab further includes 

providing the second side of the tab with an adhesive portion and a non­

adhesive portion.

5

3. The method of claim 2, wherein the provision of a tab further includes 

covering at least a portion of the adhesive on the second side of the tab with 

a deadening layer to provide the non-adhesive portion.

10 4. The method of claim 3, wherein the provision of a tab further includes

laminating a web material to at least a portion of the adhesive on the second 

side of the tab to provide the non-adhesive portion.

5. The method of claim 2, wherein provision of a tab further includes folding at

15 least a portion of the adhesive portion of the second side of the tab toward

the second side of the tab so that the folded portion adheres to at least a 

portion of the second side of the tab, thereby providing the non-adhesive tab 

portion.

20 6. The method of claim 1, wherein the provision of a tab further includes

providing a tab having the entire second side coated with pressure sensitive 

adhesive.

7. The method of claim 1, further comprising the step of providing a tape core

25 defining the central tape roll axis, wherein the tape length is

circumferentially wound about the core.
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8.

5

10

15

20

9.

25

A method of making a roll of adhesive tape, comprising the steps of:

a) providing a core;

b) providing a web of adhesive tape material having first and second 

sides, wherein the second side of the tape material is at least partially 

covered with adhesive;

c) circumferentially winding the web of adhesive tape material around 

the core with the second side of the tape facing the core until a piece 

of the tape material having a length that is at least as long as one 

circumference of the tape roll extends from the tape roll,

d) providing a tab having first and second opposite sides, wherein at 

least a portion of the second side is covered with adhesive;

e) applying the adhesive portion of the second side of the tab to the 

first side of the tape material;

f) cutting the tape material from the web of tape material to define a 

trailing tape end; and

g) circumferentially winding the piece of the tape material extending 

from the tape roll until the tape material adjacent the trailing tape 

end overlays at least a portion of the tab.

A method of placing a tab near the end of a roll of pressure sensitive 

adhesive tape to facilitate an initial unwinding of adhesive tape from the roll, 

comprising the steps of:

a) providing a roll of adhesive tape having first and second opposite 

surfaces, a trailing tape end, and a circumference, wherein at least a 

portion of the second surface is at covered with pressure sensitive 

adhesive, ano wherein a length of the tape that is at least as long as 

one circumference of the roll extends beyond the roll;

ASOED EiitET ; ;3j
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b) applying a tab to the first surface of the tape at a distance from the trailing tape 

end that is approximately equal to one circumference of the tape roll, wherein 

the tab comprises a first side and an opposite second side that is at least 

partially coated with pressure sensitive adhesive, and wherein the adhesive- 
coated portion of the second tab side is adhered to the first surface of the tape 

material; and
c) winding the extending portion of the tape circumferentially around the tape roll 

so that at least a portion of the tape adjacent the trailing tape end overlays at 

least a portion of the tab.

10
10. A tape roll comprising: 

a central tape roll axis;
a length of tape comprising a leading end, a trailing end opposite the leading end, a 

first end, and a second side opposite the first side, wherein the second side of the tape is at

15 least partially covered with pressure sensitive adhesive, and wherein the tape is 

circumferentially wound about the axis until a plurality of adjacent tape layers are wound; 

and
a tab having first and second opposite ends, a first side, and a second side opposite 

the first side, wherein at least a portion of the second side of the tab is covered with

20 pressure sensitive adhesive;
wherein the adhesive portion of the second side of the tab is adhered to the first 

side of the tape on a penultimate tape layer of the roll so that the trailing end of the tape 

overlays the tab between the first and second ends of the tab.

25 11. The tape roll of claim 10, wherein the second side of the tab further comprises an

adhesive portion and a non-adhesive portion.

12. The tape roll of claim 10, wherein the tab further comprises a deadening layer to 

provide the non-adhesive tab portion.

30
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13. The tape roll of claim 10, wherein the tab further comprises at least a portion of the 

adhesive portion of the second side of the tab folded toward and adhered to the second side 
of the tab to provide the non-adhesive tab portion.

5 14. A method of making a roll of adhesive tape, substantially as herein described.

• ·• ·
J · · · 15. A method of placing a tab near the end of a roll of pressure sensitive adhesive tape,

• · ·
: ·. i substantially as herein described.• ·
• ·• ·• · · ·

10 16. A tape roll, substantially as herein described with reference to the accompanying
• · ·
* · * ϊ drawings.

• ·
DATED this 24th day of January, 2002

15 MINNESOTA MINING AND MANUFACTURING COMPANY 

****** By Their Patent Attorneys

* . DAVIES COLLISON CAVE
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