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Description

The invention relates to a foam sealing tape for sealing a joint between two adjacent
components, wherein the sealing tape has two opposite wide sides that can be applied
to two opposite contact surfaces of the two components for sealing the joint and two
narrow sides connecting the wide sides, wherein the sealing tape has a body of a soft
foam material that is impregnated with an impregnating agent and has elastic recovery,
and the sealing tape body can be height-profiled at least on a wide side via the body
width whilst forming a high region extending in each case in the longitudinal direction of
the sealing tape and a low region, wherein the narrow side of the body that faces the
high region has a greater height than the narrow side of the body that faces the low

region, when the sealing tape is in a completely freely relaxed state.

Generic sealing tapes are often impregnated in order to adapt the properties of the
sealing tape to certain requirements, such as for example a delayed recovery
behaviour during the recovery of a compressed packaged sealing tape, tightness
against driving rain, diffusion resistance or the like. The impregnation may here mostly
be a function of the selection of the foam material of the sealing tape. Further, generic
sealing tapes often have a height profiling, for example so as to provide, in an
installation situation in a joint, regions of different compression and thus of different
water vapour diffusion (WVD) resistance, in particular with a water vapour diffusion
resistance that is higher on the inside of a room than on the outside thereof. In the
course of this, the compressed sealing tape is as a rule placed in the joint in its
intended position, whilst the sealing tape is compressed to a height that is less than the
width of the joint. Once the pressure is released, the sealing tape then elastically
recovers so as to seal the joint. The recovery of the sealing tape occurs here in a non-
uniform manner over the width of the sealing tape because the sealing tape has
regions with different compression. This, however, also influences the amount of time
between the release of the recovery of the sealing tape (for example by removing the
compressive force maintaining the sealing tape compression) and the period of time for
the sealing arrangement of the sealing tape in the joint, once the latter is in an
equilibrium state in relation to the recovery and the sealing of the joint. However, this
has on the other hand an effect for example on the period of time that remains after
triggering the recovery of the sealing tape for the installation of the latter, i.e. during

which it is still thin enough so as to be reliably mounted in the joint.
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It is further known, for example from DE 199 44 611 A1, to provide sealing tapes with a
film cover so as to provide a recovery trigger on a sealing tape already mounted in a
joint, so that the recovery trigger can be carried out at any desired point in time, in
particular also irrespective of the preparation of the sealing tape for installation in the
joint such as for example winding the compressed sealing tape off from a roll, thus
releasing the recovery thereof. However, the application of a recovery prevention agent

such as a film cover is complex.

On the other hand, the impregnation of the body has various effects such as on the
recovery delay, the tightness against driving rain and the diffusion resistance of the
sealing tape etc., and can be optimised only in respect of one of the sealing tape
properties, to which end the impregnation strength of the body has to be
correspondingly adjusted. Due to the height profile and the degree of sealing tape
compression in an installation situation, the properties of the body in the respective
body regions will then be achieved, however will not always be optimally adjusted,
since e.g. in the installation situation of the sealing tape, there will also be an elevated
content of impregnating agent in the high region due to the then increased

compression.

EP 688382 A1 describes a joint sealing tape with reinforced edge impregnation, so that
upon release of the recovery, a profile that rises towards a central longitudinal axis of

the joint sealing tape will be obtained.

DE 202009011979 U1 describes a sealing element such as in particular a joint sealing
tape, which contains at least one thermo-expandable substance to ensure that this
substance includes particles that expand under the influence of temperature, i.e.

occupy a greater volume.

DE 102011050497 A1 describes a method for producing sealing strips from a foam
material, wherein the two narrow surfaces have an impregnation of different intensity,
which impregnation is initially applied to a surface of the foam material and is partially
displaced by means of mechanical pressure and/or fluid pressure, so that a different

diffusion density occurs between the two lateral surfaces.

DE 10 2008 063 371 A1 describes a sealing tape impregnated to achieve a delayed

recovery, which has a transverse profile with different heights on two lateral walls of the
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sealing tape.

The invention is generally based on the object of providing a height-profiled sealing
tape or foam body for the latter, the properties of which, which are dependent on the
height profile, such as for example the mounting time, the diffusion resistance or the
tightness against driving rain, are reduced or reversed in relation to their dependency
on the given height profile, and which is easy to produce. In particular, the invention is
based on the object of providing a sealing tape with a foam material body, which at a
given height profiling allows a longer mounting time after recovery has been triggered,

and which is easy to produce.

This object is achieved by means of a foam sealing tape according to claim 1, wherein
the sealing tape body has an inhomogeneous impregnation in such a way that the low
region is more strongly impregnated than the high region. As a result of the stronger
impregnation of the low region relative to the high region, i.e. as a result of a higher
weight of impregnating agent per unit volume (e.g. 1 cm?) of the body in the low region
compared to the high region with a body that is completely freely expanded outside the
joint, wherein within the context of the invention, the high region is generally also
impregnated with the impregnating agent. This has the effect that the body, by
comparison with a homogeneous impregnation of the body, will at least substantially

uniformly recover starting from a compressed state over the width thereof.

The term “compression state” means here that the body is compressed when it is
located between plane-parallel planes. The body may here be compressed for example
to 20% or in particular 15% or especially 10% of its starting height in a state in which it
is completely freely expanded outside the joint. In particular, the compression state is
the packaging state of the sealing tape packaged for storage and/or for transport,

which may for example be rolled onto a roll in a compressed state.

The “starting height” of the body completely freely expanded outside the joint is here

always the maximum height thereof, i.e. the height of the high region.

Within the context of the invention, the term “body height of the low region” relates in
each case to the height of the low region of the body in the case of a low region of the
body that is completely freely recovered outside the joint, i.e. without any effect of

force. This means that no forces are applied to the body here and it is completely
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relaxed. The same correspondingly applies to the body height of the high region.

In general, within the context of the invention, the “high region” of the body is the
section in the region of a narrow side with @ maximum height, and the “low region” of
the body is the body section in the region of a narrow side with the lowest height. “In
the region of a narrow side” is here adjacent to the narrow side or at a distance of up to
33% of the width of the body. Generally, the narrow side of the body facing the high
region has as a rule a greater height than the narrow side facing the low region. This

applies in each case to a completely freely relaxed sealing tape.

The term “inhomogeneous impregnation” of the sealing tape body in relation to different
weights of impregnating agents per unit volume of the sealing tape body also relates to
the completely freely relaxed state of the body, the same correspondingly applies also
to the term “weaker” or “stronger” impregnation of the body. The “stronger
impregnation” of the low region compared to that of the high region relates to the fact
that the low region is impregnated on average more strongly over the height thereof

than the high region is impregnated on average over the height thereof.

Reference will be made below to the sealing tape, under the proviso that the soft foam
body substantially forms the sealing tape, if necessary with the exception of a fastening
means such as a thin (self-) adhesive layer for fastening the body to a component. In
case a sealing tape has other function layers, such as for example in the case of the
packaged sealing tape layers that are not compressed under a compression force, or
should have other function elements such as a film cover, the same applies in relation
to the body.

Knowing the invention, the more uniform or uniform recovery behaviour over the body
width of the sealing tape according to the invention can be explained by the fact that it
appears that in the low region, a thicker impregnating agent film is provided on the pore
walls or the webs of the body foam material, and due to the cohesion forces of the
impregnating agent, greater recovery delaying cohesion forces act between
impregnating agent film regions of opposite walls or webs than between the
comparatively thinner impregnating agent films of the weaker impregnated high region.
This surprisingly leads to a stronger recovery delay of the low region, even if with a
given compression of the sealing tape in the high region, opposite regions of pore walls

or webs of the foam material also come to rest on or to cohere with the impregnating
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agent films, thus also with a delayed recovery of the high region. Surprisingly, as a
result of the measure according to the invention, a more uniform recovery of the
sealing tape body over the width thereof compared to a homogeneously impregnated
body is effected, whilst the recovery of the low and high regions is delayed by the
impregnation. This is in contrast to conventional height-profiled sealing tapes, wherein
in the case of a homogeneous recovery impregnation, the low region usually opens up
faster than the high region (i.e. by comparison with a homogeneously impregnated
body with the same impregnating agent weight or the same average impregnation). As
a result of the fact that in the case of the sealing tape according to the invention the
body recovery occurs more uniformly, the sealing tape height that is still acceptable for
a secure installation for integration of the sealing tape will not be reached until a later
point in time, measured from the point of release of the recovery of the compressed

sealing tape.

The “uniform recovery behaviour” of the body within the context of the invention is to be
understood to mean that the body, proceeding from its compression state, in which the
body is located between plane-parallel planes and is compressed over the entire width
thereof, initially recovers during the transition into its completely freely expanded state
in such a way that the height-profiled wide side of the body is at least substantially
plane and is preferably plane-parallel to the opposite, preferably unprofiled (plane) wide
side of the body. The height-profiled wide side of the body remains in its at least
substantially plane state over = 20%, preferably = 25% or 2 30%-35%, particularly
preferably 2 40-45% or = 50-60% of the recovery of the low region, if necessary = 70-
80% of the latter. The percentage value “over the recovery of the low region” means
here a recovery by the indicated percentage of the height of the low region in the case
of a completely freely relaxed body, proceeding from the compression state of the
body, in particular the packaging state thereof. Near the end of the complete recovery
of the low region in the case of a free body (i.e. outside a joint) it can then be noticed
that the high region is still recovered to a relatively clearly low degree, so that the high
region is exposed to greater recovery forces and therefore recovers more rapidly than
the (already almost completely recovered) low region. This relates here in each case to
a free recovery, i.e. outside a joint and without any other force acting on the body. The
“uniform recovery behaviour” of the body within the context of the invention is therefore

present over at least part of the recovery process.

The “substantially plane arrangement” of the height-profiled wide side of the body
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during the recovery thereof means that by comparison with the body height of the low
region in the respective recovery state thereof, the height differences of the recovering
wide side of the body are comparatively low, for example < 10-15% or in a particularly
preferred embodiment < 5% of the body height of the low region in the case of a
completely freely relaxed body.

The at least substantially uniform recovery of the height-profiled wide side of the body
is achieved in particular by the inhomogeneous impregnation, when the body or the low
region has already recovered to a certain degree, i.e. for example after a recovery of 2
10-15% or 2 20-25% or preferably 2 30-35% or = 40-50% of the height of the low
region proceeding from the compression state of the body (degree of recovery), in
particular in the packaged state of the latter. The indicated recovery degree relates
here again to the height of the low region in the body recovered to the completely free

state.

The indication “= x-y” (with x, y each being two different numbers), irrespective of the
physical unit or % figure referred to, generally comprises in each case also the

indications “= x” and “z y”, independently of each other.

The indication “< x-y” (with x, y each being two different numbers), irrespective of the
physical unit or % figure referred to, generally comprises in each case also the

indications “< x” and “< y” independently of each other.

Preferably, in the case of body regions with a changing impregnating agent content, the
profile of the impregnating agent content continuously changes over the width of the
body, i.e. without any locally abrupt or stepped changes, which is preferably the case
over the entire body width. This, too, allows a more uniform recovery behaviour of the
body, since also in the case of discontinuous body profiles such as e.g. profiles with a
steplike offset (rectangular steps), in the case of a compressed sealing tape, (if
necessary narrow) transition zones of the degree of compression and thus also of the
recovery force occur. This also applies in a case in which the body profile is formed
with height offsets, because in this case, too, in the compression state of the sealing
tape, a certain albeit partially smaller transition region of the compression between the
high and the low region is present, in particular if the body has already slightly
recovered, for example over = 10-15% or 2 20-25% or 2 30-35% of the height of the

low region. A continuous, constant change over the width of the body is advantageous
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also for other parameters varying with the impregnation content, such as the water

vapour diffusion (WVD) resistance.

Preferably, the sealing tape is present, in a state packaged for transport and/or for
storage, for example as a roll or reel, in such a way that the two wide sides of the body

are formed to be at least substantially plane and are arranged parallel to each other.

Preferably, the wide side of the body that is opposite the height-profiled wide side of
the body is, in a completely freely expanded body, formed to be at least substantially

plane or plane.

Preferably, at least one or both wide sides of the sealing tape and the body extend
parallel to each other or are congruent. Preferably, at least one or both narrow sides of

the sealing tape and the body extend parallel to each other and are congruent.

The body is preferably completely made from an impregnated soft foam material with
elastic recovery, in particular from PU foam. Preferably, the sealing tape has no non-
compressible regions that extend only over part of the body width, non-compressible at

least in relation to the compression pressure in the packaging state of the sealing tape.

Particularly preferably, the body is formed in such a way that the impregnating agent
profile has changes to the impregnating agent content in the width region of the body,
in which the height profile of the body has height changes. Differences in the recovery
behaviour of the body due to height changes of the body can therefore be largely or
virtually completely compensated by different impregnating agent contents in exactly

these body regions with height changes.

If the height profile of the body has an absolute or local maximum, then the
impregnating agent profile of the body preferably has an absolute or local minimum in

this place.
If the height profile of the body has an absolute or local minimum in a given region,
then the impregnating agent profile of the body preferably has an absolute or local

minimum in this place.

If the height profile of the body has a transition region with a gradient or a slope in one
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region, then the impregnating agent profile preferably has a correspondingly opposite
gradient in this place, i.e. a decreasing impregnating agent content in the region of an
incline and an increasing impregnating agent content in the region of a decline of the

height profile.

If the height profile of the body has a constant height in a region, the impregnating
agent profile preferably also has a region of constant height in this place.

Particularly preferably, the sealing tape body has an impregnating agent content profile
over the entire width thereof, which is formed in reverse to the height profile of the
body. The above information regarding the position of absolute/relative minima and
maxima and transition regions as well as regions with constant values therefore applies
to the height and impregnating agent profile in combination with each other (in as far as
these can be realised with the height profile of the body). The terms height and
impregnating agent profile therefore each relate to the cross section of the body. The
properties of regions of different compression of the body are therefore compensated
by the different impregnating agent contents in these regions and the sealing tape

properties, in particular in relation to recovery, are evened out.

The impregnating agent content profile is preferably formed to be inversely proportional
relative to each other over the body width and the height profile of the body, i.e. are
mirror-inverted under consideration of a given scaling with a scaling factor. The two
profiles are thus at least substantially formed to compensate each other also in a
quantitative respect, in particular in relation to the recovery behaviour of the body, as a

result of which it is particularly uniform over the body width.

Preferably, in the case of a given height ratio between the high region and the low
region of the body in the case of a completely freely relaxed sealing tape, the
inhomogeneous impregnation is adjusted in such a way that a ratio of the impregnating
agent content between the low region and the high region of the body is provided, so
that the impregnating agent content ratio to the height ratio is in a range of 0.75 to 1.75,
particularly preferably in a range of 0.85 to 1.65 or 0.95 to 1.55, in particular in a range
of 1.05 to 1.45 or 1.15 to 1.35, for example approximately 1.25. It has been shown that
in this case a particularly uniform recovery of the body can be achieved. This applies in
particular if the height ratio between the high and the low regions is in a range of

approximately 1.65 to 1.85 or 1.55 to 1.95, if necessary in a range of 1.4 to 2.1,
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especially approximately 1.75. At the same time, it can be achieved thereby that the
tightness against driving rain of the body or of the sealing tape is higher in the low
region than in the high region, in the case of a compression of the sealing tape to 25%

of its starting height.

The indicated ratio may if needed also relate to other marked points of the body height
profile relative to each other or to any points of the height profile relative to each other,
for example to local intermediate minima or local intermediate maxima in relation to
each other or in relation to local intermediate minima or local intermediate maxima to
the high or low region of the body or in relation to a turning point of the height profile to
the high and/or the low region. It has been shown that as a result of this ratio between
the impregnating agent profile and the height profile of the body or of the resulting
sealing tape, a very uniform recovery of the height-profiled wide side of the body
altogether results, i.e. the different recovery forces of the body can be compensated by
a different compression or by the correspondingly different impregnating agent

contents of the various body regions.

Preferably, in the case of a compression of the body to 10% of its starting height in a
completely free relaxed state, the ratio of the bulk density of the respective body region
to its degree of compression over the body width deviates by < 10-15%, preferably by <
5-7%, from the mean value of the mentioned ratio of high and low regions, and the
height ratio of the high and low regions of the completely freely relaxed body is = 1.25.
The height ratio of the high and the low regions may here, for the above - also
preferred - deviations also be 2 1.35 to 1.45 or 2 1.55 to 1.6, for example 1.75. The
height ratio may for example be < 1.9 to 2.0 or < 2.15 to 2.25 or preferably < 2.5 to
2.75. Also in the case of a marked or high height difference between the high and low
regions, the ratio of the bulk density of the body (impregnated body) to the degree of
compression of the respective body region is comparatively constant. This requires that
due to the clear height difference in the installation situation of the body or of the
sealing tape in a joint, a clear gradient of the water vapour diffusion (WVD) resistance
(the increase in diffusion resistance due to the greater body height overcompensates
the effect of the reduced impregnating agent content), but on the other hand a virtually
uniform recovery behaviour over the body width or, due to the higher bulk density in the

low region, a tightness against driving rain, which is increased there, is obtained.

Preferably, the body or the sealing tape is designed in such a way that it has, in the
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installation state in a joint between plane-parallel planes and compression to 25% of its
starting height in the case of a completely freely relaxed body or sealing tape, a water
vapour diffusion (WVD) resistance on the narrow side facing the high region that is
higher than on the narrow side facing the low region, and generally within the context of
the invention, the narrow side of the body facing the high region as a rule preferably
has a greater height compared to the narrow side facing the low region. As a result, the
sealing tape or the body may be provided with its high region for example towards the
inner room side, so that a higher WVD resistance can be achieved on the inner room
side of the sealing tape than on the outer room side of the latter. Thus, the WVD
resistance of the body or sealing tape is substantially determined by the high profile of
the body and only to a minor degree by the impregnating agent content of the body, so
that on the one hand, due to the better visual noticeability of the height profile to the
respective installer, the installation position of the sealing tape can be more easily
detected (compared to the difficulty in detecting impregnations of different strengths in
the various regions of the sealing tape), and on the other hand it may be easier to carry
out a quality check of the height profiling of the body or sealing tape, since it is easier
to check the height profiling or to determine any deviations from the intended profile.
The height profile of the body on the one hand and the impregnating agent profile on
the other hand, with a stronger impregnation of the low region compared to the high
region, therefore act in opposite directions in relation to the WVD resistance in the
sealing tape in the installation state in a joint. According to the invention, the
impregnation of the body is thus not adjusted to be so strong that, as described above,
the water vapour diffusion resistance is predominantly predetermined by the height
profile of the body. It has been shown that in the case of such an adjustment of the
impregnation, the latter is sufficiently strong in order to allow an at least substantially
uniform recovery of the sealing tape body over the width thereof. The WVD resistance
in the case of a compression of the body to 25% of its starting height may be in a
height range of = 3-5% or = 7-10% or > 15-20% higher than in the low region, at 20°C
and 50% relative humidity. The water vapour diffusion resistance (sd value) of the
impregnated body may be in a range of 0.05-25 m, preferably in a range of 0.1 to 10 m,
particularly preferably in a range of 0.1 to 10 m, at 20°C and 50% relative humidity,
determined according to the standard DIN EN ISO 12572.

What is particularly preferred is further that the body has, in the installation state in a
joint between plane-parallel planes and a compression to 25% of its starting height, in

the case of a completely freely relaxed sealing tape, a greater tightness against driving
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rain on the narrow side facing the low region than on the narrow side facing the high
region. For example, the tightness against driving rain may, on the narrow side facing
the low region (or at the low region) have a tightness against driving rain of 2 600 Pa,
wherein the high region has a tightness against driving rain of < 600 Pa. The tightness
against driving rain may be determined according to DIN EN 1027 in particular within
the context of the invention. The tightness against driving rain may in the low region be
higher by = 10% or =2 15-20% compared to the narrow side facing the high region, in
relation to the inspection pressure at which penetration of water through the specimen
is determined. In particular, the tightness against driving rain may, in the low region, be
450 Pa or higher and may be higher by at least one pressure step according to DIN EN
1027 (pressure step: 150 Pa) compared to the high region. The increase in tightness
against driving rain of the low region compared to that of the high region is here
achieved as a result of the effect of the high impregnating agent content in the low
region, and it has been shown that in relation to tightness against driving rain, the
increased impregnating agent content has a greater effect than the compression of the
low region, which in the installation position is smaller, compared to the high region.
For determining the tightness against driving rain of the low or the high region, a body
with the same material properties as the high and/or the low region of the respective
body may be used, or the high and low regions of the body may be separated and may
be examined separately from each other in relation to tightness against driving rain. It
will be understood that the width of the sections of the high and low regions are here

the same in each case.

In order to obtain an at least substantially uniform recovery of the body, it has been
found to be preferable if the bulk density of the body in the low region is higher by = 15-
20% or 2 25-30% or 2 35-40% than the bulk density of the high region. The bulk
density of the body in the low region may be higher by a factor of smaller than/equal to
2.5-3 or preferably of smaller than/equal to 2-2.25 or of smaller than/equal to 1.75-1.9
compared to that of the high region, for example by a factor of approximately 1.6. This
applies in each case to the completely freely relaxed body. The difference in bulk

density is caused by the different impregnating agent contents.

The raw foam weight of the (unimpregnated) body may be in a range of 15-50 kg/m3, in
particular in a range of 20-45 kg/m?3 or 20-40 kg/m?3, for example in a range of 25-35
kg/ms3.
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It has proven to be preferable, in order to achieve a uniform recovery of the body or of
the sealing tape, if the impregnating agent content of the low region is = 20-25 wt.-% or
2 35-50 wt.-% higher than the impregnating agent content of the high region, for
example = 66%. The impregnating agent content of the low region may be higher by a
factor of smaller than/equal to 3.5-4 or a factor of smaller than/equal to 3-3.25
compared to that of the high region, for example by a factor of smaller than/equal to 2.5
to 2.75. For example, the ratio between the impregnating agent contents from the low
to the high region may be approximately 2.15.

Particularly preferably, the low region of the body has an impregnating agent content of
2 40-45 kg/m3, preferably of > 50-55 kg/m3, for example of =2 60 kg/m3. The
impregnating agent content in the low region may be < 90-100 kg/m3, preferably < 80-
85 kg/m3 or < 70-75 kg/m3, for example approximately 65 kg/m3.

The impregnating agent content of the high region of the body may be = 10-15 kg/m?,
preferably = 20-25 kg/m3, in order to effect a sufficient recovery delay, for example < 75
kg/m?® or < 55-60 kg/m?® or < 45-50 kg/m3, in particular < 40-45 kg/m?3, for example
approximately 30 kg/m3. It has been shown that such an impregnation is sufficient in
order to effect a sufficiently strong recovery delay, which also allows a uniform

recovery.

It will be understood that within the context of the invention, the impregnating agent
content always relates to the amount of impregnating agent (in unit of weight) per unit
of volume, in particular in terms of g/cm® or kg/m?®, provided the detailed context

doesn’t specify anything else.

The height of the high region of the body may be = 20-30% or = 35-40% higher than
that of the low region, preferably = 45-55% of the latter. The height of the high region
may be greater than the height of the low region by a factor of smaller than/equal to 3-4
or a factor of smaller than/equal to 2.5-2.75, preferably by a factor of smaller than/equal
to 2.25-2.5 or smaller than/equal to 2, for example by a factor of approximately 1.75. As
a result of this height difference between the low and the high regions, the sealing tape
may have, in an installation situation in the joint, a sufficient compression difference
between the high and low regions and thus also a sufficient difference between the
water vapour diffusion resistances in the high and low regions, in order to ensure a

directed water vapour dissipation from the region with a high water vapour diffusion
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resistance to the region with a low water vapour diffusion resistance, as a rule from the

inner room side to the outer room side of the body or sealing tape.

The body is preferably formed in one piece over the entire body width, and in particular
the body width as a whole may correspond to the width of the sealing area of the
sealing tape or the width of the sealing tape. The low and high regions of the body are
thus formed on the integral body, and different regions of the integral body have
impregnations of different strengths, in particular, the low region of one body is partially
impregnated stronger than the high region of that same body part. As a result of the
measure according to the invention, a more uniform recovery behaviour of an integral
height-profiled body is thus made possible. If necessary, the body may also be
provided on an additional substrate (which is not part of the body), in particular a foam
support that may extend over the entire body width. The low region of the body is
preferably uniform over the height thereof, i.e. is impregnated with a constant
impregnating agent content. The high region of the body is preferably impregnated

uniformly over the height thereof, i.e. with a constant impregnating agent content.

The height profile of the body or of the sealing tape may have at least one turning
point, preferably exactly one turning point. The height profile may here constitute a
curved profile. The profile described preferably extends over the entire width of the
body profile, preferably under integral formation of the body. If necessary, the height
profile may also have 2, 3 or more turning points. The height profile may also have one
or more indentations, however, it is preferably formed without such indentations. The
height profile is particularly preferably formed to be continuous, i.e. without any height

offsets.

The body height profile is preferably formed in such a way that the high and/or low
regions are formed as a plateau, i.e. extend at a constant height over a width region of
the body. Preferably, the high region and/or the low region each extend independently
of each other over =2 5-10% or 2 15-20% of the sealing tape width, preferably over < 45-
48% or < 35-40 of the latter, for example < 25-35% of the latter. Preferably, the high
region and/or the low region directly join on to the respectively adjacent narrow side of
the body, which may generally apply. As a result, a favourable geometry is created for
the joint sealing so as to create on the one hand, in the region of the narrow sides,
regions with the same degree of compression and thus good tightness against driving

rain, and on the other hand to allow a directed diffusion towards the outer room side or
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towards the low region, and the turning point may be the inversion centre in relation to

the height profile line.

According to an alternative embodiment, the body may have an integral base section of
foam material that extends over the body width and a narrower separate height section,
which is placed thereon and is connected to the base section made from foam material,
or may consist of these two sections. This means that the height section is formed by a
foam strip of a smaller width that is separate from the base section. In this
embodiment, too, the high region is impregnated less than the low region of the body.
This may be achieved on account of the fact that the additional strip is impregnated
weaker than the base strip in the region of the high region, i.e. in the region of the
overlap with the additional strip, or the base strip is impregnated weaker in the area of
the high region than the base strip in the area of the low region, and preferably the
additional strip is impregnated weaker than the base strip in the area of the low region.
In both cases, the additional strip is preferably impregnated, in particular to achieve a
delayed recovery. Preferably, the base strip is impregnated uniformly, i.e. with a
constant impregnating agent content, in the low region of the body over the height
thereof (that of the base strip). Preferably, the base strip is impregnated preferably
uniformly, i.e. with a constant impregnating agent content, in the high region of the

body over the height thereof (that of the base strip).

The impregnating agent content of the additional strip may be at least substantially
equal to that of the region of the base strip that is covered thereby, for example with a
difference of < + 20-25% or < £ 10-15% or preferably of = + 5% deviation from the

overlap region of the base section.

The impregnating agent content of the additional strip may be = 10-15 kg/m?, preferably
2 20-25 kg/m3, in order to effect a sufficient recovery delay, for example < 75 kg/m? or <
55-60 kg/m? or < 45-50 kg/m?, in particular < 40-45 kg/m3, for example approximately
30 kg/m3. It has been shown that such an impregnation is preferred in order to achieve
a delayed recovery also of the additional strip and a uniform recovery over the body
width.

The impregnation of the base strip between the high and the low regions may have a
certain transition region, and the impregnation strength may continuously change over

the width of the transition region from the high region to the low region. The transition
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region may extend over 2 2-3% or 2 5-7%, preferably = 10% of the body width,
preferably with an extension of £ 15-20% or < 8-10% of the body width.

In the embodiment of the body with a separate additional strip, the height profile may

be formed in a stepwise manner, if necessary also continuously.

Particularly preferably, the sealing tape and thus also the body are packaged in the
compressed state over the length thereof, and the compression of the high region of
the body is higher by =2 20% compared to that of the low region of the body (reference
value as compression of the low region equals 100%), for example by = 25-30% or 2
35%, for example £ 50-55% or < 75-85% of the latter. The compression of the two
regions relates in each case to the starting height of the two regions in the case of a
completely freely relaxed sealing tape or body. If for example the high region of the
body is compressed to 10% of its starting height in the case of a completely freely
relaxed body and the low region is compressed to 17% of its starting height in the case
of a completely freely relaxed body, then the compression of the high region is carried
out to a ratio of 10/17 of that of the lower region, i.e. to be higher by approximately 42%
(1-10/17) compared to that of the low region. It has been found that in the case of such
compression differences, the measures according to the invention for effecting a

uniform recovery behaviour of the body are particularly effective.

It has been shown to be particularly preferable if the body in the packaged state of the
sealing tape is compressed to < 14.5-15% or < 13.5 to 14% of the starting height of the
body in the completely freely relaxed state, for example to 9-14.5% or 10-14%,
particularly preferably to 10-13.5% or 10-12.5% of its starting height. With such a
compression, which is stronger than is otherwise normal, a fine adjustment in relation
to the uniformity of the recovery behaviour of the body can be achieved, because as a
result of the extent of the compression, it appears that the cohesion forces of the
impregnating agent applied to the pore walls or the webs of the body foam material can
be adjusted. This is surprising and appears to be based on a memory effect, of which it
is assumed that the impregnating agent films of the opposite pore walls are especially
bonded together due to the high compression, since the strong compression effects a
delay and a homogenisation of the recovery behaviour of the body, even if the latter
has already recovered to a certain degree, for example to more than 15% of its starting

height. The sealing tape is preferably packaged with a body of such compression.
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The foam material of the body prior to the impregnation thereof may have an air
permeability of 160-1000 I/m?s, in particular 180-800 I/m2s or 200-600 I/m?s, preferably
< 400 I/m3s. If necessary, the air permeability may also amount to < 100-150 I/m2s.
Generally within the scope of the invention, the air permeability is determined under
standard conditions, with a 10 mm thick foam piece (completely relaxed) at a
measurement vacuum pressure of 0.5 mbar, testing surface 100 cm?; Frank device
21443; DIN EM 1SO 9237.

The body may, at 20°C/50% relative humidity and at a compression to approximately
10% of its starting volume, have a recovery time (up to the complete free recovery
outside a joint) of 1 to 72 hours, for example 4 to 60 hours or 6 to 48 hours, for

example approximately 8 to 24 hours.

The impregnating agent may also substantially be an agent for adjusting the water
vapour diffusion resistance of the body or an agent for adjusting the tightness against
driving rain of the latter, which if necessary effects only a minor or virtually no recovery
delay. By this means, too, a sealing tape may be produced, wherein the impregnating
agent content has a non-consistent profile over the body width, i.e. it constitutes an
inhomogeneous impregnation. This inhomogeneous impregnation is here also
preferably the reverse or inversely proportional to the height profiling of the body. As a
result of this, too, sealing tapes with an inhomogeneous impregnation may be
produced, in particular by the method according to the invention as described below, so
that the sealing tapes can be adapted to certain conditions in a simple manner. For
example, a sealing tape may be produced thereby in a simple manner, which in the low
region has a greater tightness against driving rain due to a stronger impregnation than
in a high region, irrespective of a uniform recovery of the sealing tape, for example if

the impregnating agent has no properties in relation to a recovery delay.

According to the invention, a sealing tape is thus also provided which at a given height
profiling allows a longer installation time and has a greater tightness against driving
rain on the lower narrow side than on the higher narrow side, and which is simple to

produce.

Further, according to the invention, a method for producing such a height-profiled
sealing tape or body for the latter is provided, which can be easily realised, particularly

preferably in respect of the modification of the sealing tape properties over different
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height regions of the height profile, and which will be described below.

A body for a sealing tape according to the invention can be produced in a particularly
simple manner using a method wherein the already height-profiled foam body (i.e.
height-profiled in the way in which it is to be present during the application in the
sealing tape, i.e. without any further height profiling steps in relation to the starting state
thereof), is impregnated preferably continuously (i.e. over the entire volume thereof)
using an impregnating agent, and the body is subsequently passed through a
squeezing gap of a squeezing device, wherein the gap width is adjusted in such a way
that the body is passed through the squeezing device at least in the high region or over
the entire width thereof, with any excess impregnating agent being squeezed out by the
squeezing device, producing an impregnating agent profile that is preferably the
reverse of the height profile of the foam body. Subsequently or immediately afterwards,
the body is dried whilst maintaining the impregnating agent profile. The impregnation of
the body in the first step is therefore carried out in the form of an over-impregnation so
as to be able to subsequently squeeze out any excess impregnating agent. The
impregnation can for example be carried out in an impregnating agent immersion bath
using a compression device located below the impregnating agent level, for example in
a roller mill. After the compression of the body, the latter is caused to expand below the
impregnating agent level and thus absorbs (any excess) impregnating agent. The
squeezing device, which may also be implemented as a roller mill with one or two
counter-currently rotating roller pairs, is provided above the impregnating agent level or
outside the impregnating agent bath. In particular, the width of the squeezing gap may
be constant over the body width. Further, generally within the scope of the invention,
the two squeezing tools defining the squeezing gap may have a rectilinear height line,
the squeezing gap may thus have a consistent gap width over the entire body width.
The squeezing tools may in particular be implemented as cylinder rollers having a

constant diameter over the length thereof.

Thus, as a result of the method according to the invention, during the squeezing
process, i.e. during the passage of the body through the squeezing device, the high
region of the body is therefore compressed more strongly than the low region, so that
the high region is provided with a lower impregnating agent content per unit volume of
the foam body than the low region. As a result of a subsequent drying of the body,
during which the adjusted impregnating agent profile is fixed, the sealing tape body

according to the invention can be obtained. It will be understood that instead of the
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individual height-profiled body, also a foam web with a multiple of the body width may
be impregnated and may be passed through the squeezing device, and the height-
profiled web is subsequently cut into individual bodies, with the longitudinal direction of
the body/sealing tape corresponding to the longitudinal direction of the web. The height
profiling may be carried out in a contour cutting method, in particular for producing
sealing tapes with a constant height-profiled body, or by height profiling a base foam
strip in the width of the sealing tape body and fixing an additional foam strip placed to
overlap therewith, for example by gluing. If the body is formed in multiple pieces, under
formation of a plurality of foam strips, then if necessary the various foam strips may be
impregnated independently of each other and may subsequently be permanently
bonded together, for example by gluing.

The method according to the invention is particularly advantageous in that as a result
of the squeezing out of any excess impregnating agent in the squeezing device, due to
the height profiling of the body, regions of different body heights are compressed to
different degrees and are therefore provided with impregnating agent to different
degrees, without any further measures to the respectively given height profiling of the
body having to be specially adapted. The height profile is therefore basically a tool or a
matrix for adjusting the impregnating agent profile. This is in contrast with conventional
methods, in which the impregnation of a foam web with a rectangular cross section is
carried out under homogeneous impregnation of the foam material in a completely
freely recovered state and subsequent profiling of the dried, homogeneously
impregnated foam material, for example by means of a contour cutting method or by
connecting a plurality of homogenously impregnated strips to each other, as a result of

which a homogeneously impregnated profiled body is obtained.

During the impregnation of the sealing tape body in an immersion bath, the body may
be compressed to a height of 10-80% or 15-75% of the starting height thereof in the
case of a completely freely expanded body, for example to approximately 20-60% of
the latter, and the compression is adjusted in such a way that also the low region is
compressed. The compression height may correspond to the clear distance of a pair of
rollers, through which the body is passed under compression. The compression or the
gap width may vary over a wide range, as long as a continuous impregnation of the

body is achieved.

During the squeezing process, the width of the squeezing gap may be adjusted to 5-
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40% of the height of the low region of the body, preferably to 7-30% or preferably to 10-
25% or 12-20% of the height of the low region, for example to 15-18%. The size at the
small end of the gap widths has to be limited so as to ensure that mechanical damage
to the foam material, including damage to the pore walls of the foam material is
avoided.

The height of the squeezing gap may in general have at least approximately the height
of the body in the packaging state of the wt-% or < 1-2 wt.-%, in relation to bound water
(i.e. without any release of water by the decomposition of components of the body or of

the impregnating agent, for example determined at 100°C).

The impregnating agent may in general be an impregnating agent that can be used for
recovery impregnation of foam sealing tapes, or a hydrophobing agent etc., if a uniform
recovery delay is not of the essence. The impregnating agent, in particular for recovery
delay, may be an acrylate and/or a methacrylate dispersion, if necessary also with
acrylate/methacrylate copolymers. The recovery delay is effected as a result of a
sufficient adhesive force of the impregnating agent film on the pore walls of the foam

material.

Thus, the invention also comprises a method for producing a body for a sealing tape
according to any one of claims 1 to 22, which is characterised in that the height-profiled
foam body is impregnated with an impregnating agent, and in that the sealing tape is
subsequently passed through a squeezing gap of a squeezing device, wherein the gap
width is adjusted in such a way that the body is passed through the squeezing device
at least in the high region or over the entire width thereof, with any excess
impregnating agent being squeezed out, producing an impregnating agent profile that
is the reverse of the height profile of the body, and subsequent drying of the sealing
tape. According to the method, the width of the squeezing gap may be constant over
the width of the body.

According to one embodiment example or generally within the context of the invention,
the dispersion used may have a weight proportion of polymer particles, in particular of
acrylate/methacrylate particles, of 10-100% or 20-95%, related to the dry weight
proportion of the dispersion, preferably 25-85% or 30-70%. The dry weight proportion
of the dispersion may for example be in a range of 40-50 wt.-%. If necessary, the

dispersion may also contain fillers, for example intumescent materials and other
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excipients such as dispersants, dyes, hydrophobing agents etc. The polymer of the
dispersion that is used for recovery delay may have a glass transition temperature Tg
in a range of -70°C to 20°C or in a range of -60°C to -10°C, for example in a range of
approximately -45°C. The glass transition temperature may be determined using the
ISO standard method marked by means of differential calorific scanning (DSC), in
particular according to DIN EN ISO 11357-1 (determining using a heat flux differential
calorimeter; simple calibration). The above may in particular apply to recovery

impregnations.

All of the technical standards, like DIN standards, mentioned in relation to the present
invention, respectively relate to the latest relevant version before the date of priority of
the present application (26th March 2013).

The invention will be described below by way of example and by means of an

embodiment example. In the drawings:

Figure 1 shows a cross section through a sealing tape according to the invention

(Figure 1a), and in various states of recovery,

Figure 2, 3: show further embodiments of a sealing tape according to the invention in a

cross sectional view,

Figure 4 shows a device for producing the sealing tape according to the invention.

Figure 1a shows a foam sealing tape 1 according to the invention for sealing a joint
between adjacent components, wherein the sealing tape has two opposite wide sides
2a, 2b that can be placed against two opposite contact faces of the two components so
as to seal the joint. The wide side 2a of the sealing tape is formed to be plane and is
provided with a fastening means such as a self-adhesive layer 3 (with a covering
layer). The wide sides 2a, 2b are connected to each other by narrow sides 4a, 4b. The
sealing tape includes a body 5 of a soft foam material with elastic recovery that is
impregnated with an impregnating agent. The wide sides 2a, 2b and the narrow sides
4a, 4b of the sealing tape form here at the same time wide sides and narrow sides of
the foam body 5. The sealing tape body is height-profiled on a wide side 2b over the
width thereof and forms a high region 5a which in each case extends in the longitudinal

direction of the sealing tape, and a low region b, the body and the sealing tape are



10

15

20

25

30

35

DK/EP 2784231 T3

21

shown in Figure 1a in a completely freely expanded state. According to the invention,
the sealing tape body has an inhomogeneous impregnation, and the low region 5b is
impregnated more strongly than the high region 5a, so that a more uniform or in
particular substantially uniform recovery behaviour of the body is obtained, in relation to
an otherwise normal homogeneous impregnation of the body. This uniform/more
uniform recovery behaviour may in particular be present at least over the recovery
height up to the sealing of a joint, and the joint width may be assumed to be
approximately 60% of the height of the low region.

Figure 1 also shows the profile of the impregnating agent content over the body width
in a schematic view (profile line 1G), which relates to the body in its starting condition.
The profile 1G is here shown to be constant, in particular in regions with a height
modification of the body profile. In particular, the impregnating agent content profile
over the width of the body is shown to be the reverse of the height profile of the body.
The high region 5a of the body has a low impregnating agent content, the low region 5b
of the body has a high impregnating agent content. In the region of the falling height
profile (transition region 5c) with a turning point W, there is a region of increasing
impregnating agent content. If the height profile has plateaus 5e, 5f, here in the low
region and the high region, then this is also the case in the impregnating agent profile.
By means of the impregnating agent profile adjusted in the body it is achieved that the

body has an at least substantially uniform recovery over the width thereof.

According to the example, the body has a width of 66 mm, a height in the low region of
22 mm and a height in the high region of 38 mm. This means that the height in the high
region in the starting state of the body is greater by a factor of approximately 1.75
(38/22) compared to the height of the low region, in relation to the height of the low
region. The high region and the low region extend in each case independently of each
other over approximately 25 to 30% of the body width and are here both formed to be
plateau-shaped with a constant height. The high and low regions immediately join on to

these two adjacent narrow regions.

In the packaged state, the body is compressed to approximately 10% of its starting
height in the completely freely relaxed state. The high region is thus compressed to
10% of its starting height of the freely expanded sealing tape height, the low region to
17% of its starting height, the compressed sealing tape thus has a height of

approximately 3.8 mm, with parallel wide sides.
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The bulk density of the impregnated body of the sealing tape in the low region amounts
to approximately 95 kg/m?, in the high region to approximately 60 kg/m?, with a raw
foam weight of the body material of approximately 30 kg/m3. The weight of the
impregnating agent (corresponding to the content per unit volume) of the body in the
low region thus amounts to approximately 65 kg/m3, that of the high region to
approximately 30 kg/m®. The bulk density of the body in the low region is thus higher by
a factor of approximately 1.58 compared to that of the low region. The impregnating
agent content of the low region is thus higher by a factor of approximately 2.15
compared to that of the high region. This relates in each case to the completely freely
recovered body in the starting state. The base strip in the low region of the body and
the base strip in the high region of the body are in each case uniform over the height
thereof (that of the base strip), i.e. impregnated with a constant impregnating agent

content.

In particular, the body has here a recovery that is uniform in height, proceeding from
the compressed packaging state thereof, for example at a compression of
approximately 10% of its starting height with completely free recovery. The uniform
recovery is obtained also on account of a compression of the sealing tape to 15% of
the starting height thereof, in both cases up to the recovery of the low region to 50% of
its starting height. In the region of this recovery, the associated joint will usually be at
least largely or even already completely sealed by the sealing tape or the body. The
deviation of the profiled wide side from a level during the recovery of the body amounts
to approximately 5% of the starting height of the low region in the case of a completely

freely recovered body.

In the case of a completely freely relaxed sealing tape or body, there is an
inhomogeneous impregnation, at which the ratio of the impregnating agent content
between the low region and the high region of the sealing tape amounts to 65 kg/m?:
30 kg/m?, i.e. the impregnating agent content ratio to the height ratio (38 mm:22 mm) is
approximately 2.17/1.73 = 1.25.

In the case of a compression of the body to 10% of its starting height in a completely
freely relaxed state, the volume weight of the low region is 95 kg/m?, its degree of
compression in relation to the starting height thereof is 17%, the ratio between the bulk

density and the degree of compression is therefore 95/17 = 5.59. The bulk density of
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the high region is 60 kg/m?3, its degree of compression in relation to its starting height is
10%, the ratio between the bulk density and the degree of compression is therefore
60/10 = 6. The deviation of the ratios therefore amounts to approximately 3% from the
mean value of 5.8 ((6.59 + 6)/2), which means it is approximately constant. By contrast,
the ratio of the heights of the high and low regions is 38 mm/22 mm = 1.73, i.e. much
higher. Despite great height changes in the profile height of the body, a virtually
uniform recovery behaviour over the body width is thus achieved, at least up to a
recovery of the body to approximately 50-60% of its starting height, i.e. until the joint is

filled, in fact virtually up to a complete recovery of the low region.

The body or the sealing tape, in the installation state in a joint between plane-parallel
planes and a compression to 30% of its starting height in the case of a completely
freely relaxed sealing tape, has a higher water vapour diffusion resistance on the
narrow side facing the high region than on the narrow side of the sealing tape facing
the low region, which is for example higher by at least 3 to 5%. Further, under the
conditions mentioned, the tightness against driving rain is greater on the narrow side
facing the low region than on the narrow side facing the high region, namely higher
than 600 Pa or lower than 600 Pa.

The body according to Figure 1, in particular over the entire width of the height profile,

is integrally formed from a foam material. The profile is curved and has a turning point.

Figure 1b shows a cross section through the sealing tape body 5 in the packaging state
5’ (10%) and recovered to 20% (5”) and 40% (5) of its starting height, as well as

completely recovered (5).

Figure 2 shows an example of a body with a different height profile, here with an
indentation S in the central body region and two turning points W. A modification to the
examples of Figures 1 and 2 may consist in the fact that the high region drops down
towards the adjacent narrow side and/or the low region rises up towards its narrow

side.

Figure 3 shows an alternative embodiment of the body 10 in a two-piece embodiment,
wherein the height profile of the body has an integral base strip 11 of a foam material,
which extends over the body width, and a separate narrower additional strip 12 of foam

material, which is placed on the latter and is connected with the base strip, as a height
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section for height profiling. The two strips are connected to each other by a (self-)
adhesive layer 13. The body is impregnated in the two-part form shown using the
method according to the invention. The impregnated additional foam strip 12 has here
a lower impregnating agent content than the base strip, at least in relation to section
11a of the base strip at the level of the additional strip. The base strip 11 is here
impregnated to different strengths over its width, with a lower impregnating agent
content in the base strip region 11a with an overlap of an additional strip compared to
the base strip region 11b without an overlap by the additional strip. In both cases, the
additional strip is preferably impregnated, in particular impregnated for a delayed
recovery. The base strip in the low region of the body and the base strip in the high
region of the body are each uniform over the height thereof (that of the base strip), i.e.

are impregnated with a constant impregnating agent content.

The impregnating agent profile 1G with bulk densities RG of the impregnated body is
also schematically shown in Figures 2 and 3. Apart from that, reference is made to the
entire scope of what was said with regard to Figure 1. According to Figure 3, the
impregnating agent profile, in the region of the height step due to the additional strip

12, forms a certain but very narrow transition zone.

Figure 4 shows a device 50 for producing the body according to the invention or for
carrying out a method according to the invention. In the method for producing a sealing
tape according to the invention, the foam body 5, which has already been height-
profiled for use in the sealing tape, is impregnated with an impregnating agent by
passing it through an impregnating agent immersion bath 51 with compression in a
compression device 52 such as a roller mill. As a result of the recovery of the body in
the immersion bath, i.e. after passing through the compression device, the body
absorbs impregnating agent to saturation, up to continuous impregnation, i.e. with an
excess. Subsequently, the body is passed through a squeezing gap of a squeezing
device 53, which is provided outside of the immersion bath, and the gap width is
adjusted in such a way that the sealing tape is passed through the squeezing device, at
least in the high region or over the entire width thereof, with any excess impregnating
agent being squeezed out, producing an impregnating agent profile that is the reverse
of the height profile of the sealing tape. In the sealing tape according to Figure 1, the
gap width is approximately 3.5 to 4 mm, i.e. the compression corresponds at least
approximately to the compression of the body in the packaging state of the sealing

tape. Subsequently, the body is dried in an oven 54, so that the impregnating agent
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profile of the body generated in the squeezing device is fixed. The width of the
squeezing gap in the squeezing device is constant over the width of the sealing tape.
As a squeezing tool, two cylinder rollers orientated to be parallel, i.e. non-profiled

rollers, are used.

The impregnating agent is here an acrylate dispersion for recovery delay.

The sealing tape with body according to the invention may in particular be used for
sealing building joints between two components, for example between two wall
components or between a frame component such as a window or doorframe and a wall
soffit.
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Patentkrav

1. Skumstofteetningsband til teetning af en fuge mellem ved siden af hinanden
anbragte bygningsdele, og hvor teetningsbandet har to over for hinanden
beliggende bredsider (2a, 2b), som kan ligge an mod to

over for hinanden anbragte anlaegsflader pa de to bygningsdele, idet der sker
en afteetning af fugen, og med to bredsiderne forbindende smalle sider (4a, 4b),
og hvor taetningsbandet har et korpus (5) af et med et impraegneringsmiddel
impreegneret, blgdt skumstofmateriale, som kan genvinde sin form, og hvor
teetningsbandkorpusset er hgjdeprofileret, i det mindste ved en bredside over
korpusbredden under dannelse af et i taetningsbandets laengderetning
forlebende hgjdeomrade og lavomrade, og hvor den mod hgjdeomradet
vendende korpussmalside har stgrre hgjde end den korpussmalsiden, som
vender mod lavomradet, og dette ved et fuldsteendigt frit afspaendt
teetningsband, kendetegnet ved, at taetningsbandets korpus har en inhomogen
impraegnering, idet lavomradet er kraftigere impreegneret end hgjdeomradet ved
et fuldstaendigt frit, uden for fugen ekspanderet korpus.

2. Teetningsband ifelge krav 1, kendetegnet ved, at det i korpusomrader,
hvor der sker en andring af impraegneringsmidlet, og/eller hvor der sker en
eendring af korpushgjden, geelder, at profilet af impraegneringsmiddelindholdet
forlgber kontinuerligt over korpusbredden.

3. Teetningsband ifglge krav 1 eller 2, kendetegnet ved, at
impraegneringsmiddelindholdet i korpusset over korpusbredden har et
impraegneringsmiddelindholdsprofil, som over korpusbredden har en form, der

er den omvendte af korpussets hgjdeprofil.

4. Teetningsband ifglge et af kravene 1-3, kendetegnet ved, at
impraegneringen af hgjdeomradet og lavomradet pa korpusset er valgt forskellig
pa en sadan made, at korpusset over sin bredde har mindst en i det vaesentlige
ensartet genvindingsmade under i det mindste en del af en

genvendingsprocedure.
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5. Teetningsband ifalge krav 4, kendetegnet ved, at en ensartet tilbagefering
af korpusset med hensyn til dettes hgjde, idet man undgar fra korpussets
sammentrykte pakningstilstand eller udgar fra en sammentrykning af korpusset
pa 15% af dettes begyndelseshgjde ved et fuldsteendigt frit afspaendt korpus —
og at dette kan ske ensartet indtil en tilbagefering af korpuslavomréadet til 50%
af dettes begyndelseshgjde.

6. Teetningsband ifglge et af kravene 1-5, kendetegnet ved, at det ved et
givet hgjdeforhold mellem korpussets hgjdeomrade og lavomrade ved
fuldsteendigt afspaendt korpus geelder, at den inhomogene impraegnering er
saledes indstillet, at der foreligger et forhold mellem
impraegneringsmiddelindholdet i korpussets lavomrade og hgjdeomrade — og
dette saledes, at impraegneringsindholdsforholdet i forhold til naevnte
hgjdeforhold ligger i omradet 0,75 — 175.

7. Teetningsband ifelge et af kravene 1-6, kendetegnet ved, at det, nar
korpusset i indbygget tilstand er anbragt i en fuge mellem planparallelle planer
og med en kompression af korpusset til 30% af dettes udgangshgjde, idet
korpusset er fuldsteendigt frit afspaendt — geelder, at korpusset ved den smalle
side, som vender mod hgjdeomradet, udviser en sterre vanddamp-
diffusionsmodstand, end det er tilfeeldet ved den smalle side af korpusset, som

vender mod lavomradet.

8. Teetningsband ifelge et af kravene 1-7, kendetegnet ved, at korpusset i
indbygget tilstand i en fuge mellem planparallelle planer og en kompression pa
30% af dets udgangshajde ved fuldstaendig fri afspaending af korpusset — ved
den mod det lave omrade vendte smalle side har en stgrre slagregnstaethed

end ved den mod det hgje omrade vendte smalle side.

9. Teetningsband ifelge et af kravene 1-8, kendetegnet ved, at (i) at det
impraegnerede korpus’ rumveeg i det lave omrade er = 15% hgjere end

rumvaegten i korpussets hgje omrade, ogleller at (i)
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impreegneringsmiddelindholdet i korpuslavomradet er = 35% hgjere end

impraegneringsmiddelindholdet i korpushgjomradet.

10. Teetningsband ifelge krav 1-9, kendetegnet ved, at korpussets lavomrade
har et impraegneringsmiddelindhold = 30 kg/m3, fortrinsvis = 40 kg/m3, i forhold
til korpussets rumfang.

11. Teetningsband ifglge krav 1-10, kendetegnet ved, at korpussets
hgjomrade har en impraegneringsmiddelandel pa < 60 kg/m3, fortrinsvis < 45
kg/m3, i forhold til korpussets rumfang.

12. Teetningsband ifglge et af kravene 1-11, kendetegnet ved, at det
vedrgrende korpusset geelder, at hgjden af det hgje omrade = 20% stgrre end

hgjden af det lave omrade, i forhold til hgjden af det hgje omrade.

13. Teetningsband ifglge krav 1-12, kendetegnet ved, at korpusset, nar
teetningsbandet befinder sig i pakket tilstand, er komprimeret til < 14,5% af
begyndelseshgjden af korpusset i fuldstaendig fri afspaendt tilstand.

14. Teetningsband ifelge et af kravene 1-13, kendetegnet ved, at korpusset
har et krumt profii med mindst et vendepunkt og fortrinsvis er opbygget i et
stykke skummateriale over hele bredden af naevnte hgjdeprofil.

15. Teetningsband ifglge et af kravene 1-14, kendetegnet ved, at korpussets
hgjdeprofil har en over korpussets bredde sig streekkende basisstribe af
skumstofmateriale og en herpa pésat smal, og med basisstriben forbundet,

separat tillaegsstribe af skumstofmateriale som hgjdeafsnit til hgjdeprofilering.

16. Teetningsband ifelge krav 15, kendetegnet ved, at tillaegsskumstofstriben
har et mindre indhold af impraegneringsmiddel end basisstriben, i det mindste i

forhold til den del af basisstriben, som befinder sig pa hgjde med tilleegsstriben.



10

15

20

DK/EP 2784231 T3

4

17. Teetningsband ifelge et af kravene 1-16, kendetegnet ved, at
teetningsbandets korpus befinder sig i en sammentryk tilstand, og at denne
sammentrykte tilstand er indpakningstilstand for teetningsbandet, som er pakket
med henblik pa lagring og/eller transport, og for eksempel komprimeret kan

veere oprullet pa en rulle.

18. Fremgangsmade til fremstilling af et korpus til et teetningsband ifelge et af
kravene 1-17, kendetegnet ved, at ifalge fremgangsmaden, det hgjprofilerede
skumstoflegeme  impreegneres med  impreegneringsmiddel, og at
teetningsbandet derefter fares gennem en klemspalte i en klemindretning, og at
spaltebredden indstilles saledes, at korpusset i det mindste i det hgje omrade,
eller med hele sin bredde, ledes gennem klemindretningen, i det overskydende
impreegneringsmiddel klemmes ud, og idet der frembringes en med et
impraegneringsmiddelprofil, som er det omvendte af hgjdeprofilet for korpusset,

og at teetningsbandet derefter tarres.

19. Fremgangsmade ifglge krav 18, kendetegnet ved, at i overensstemmelse
med fremgangsmaden, bredden af klemspalten er konstant over korpussets
bredde.
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