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Title - Adhesive laminates and applications thereof

This invention relates to a releasably adhesive laminate suitable for use in a wide 

variety of applications, in particular for use against the skin and more particularly 

as part of a wound dressing.

Different types of wound dressing are required to meet different clinical needs. 

However, there are several desirable characteristics that are common to all wound 

dressings. Pain-free removal and the ability to remove a dressing without trauma 

to the wound and the surrounding skin are two of the most important 

characteristics. In order to prevent pain and trauma, the facing layer of a wound 

dressing needs to maintain a moist layer over the wound to prevent adherence to 

the drying wound. However, it is also desirable for a wound dressing to include 

some form of adhesive layer to maintain it in position. Island dressings are 

typically used, which comprise a so-called “non-adherent” or “low-adherent” 

absorbent pad with an adhesive retention layer over the top forming an adhesive 

border that sticks to skin surrounding the wound. However, repeated removal and 

replacement of such dressings can damage the peri-wound skin, ie the wound 

adjacent to the skin. The term "atraumatic dressing" is used in relation to products 

that, upon removal, do not cause trauma either to newly formed tissue or to the 

peri-wound skin.

Soft silicone adheres readily to dry skin but does not stick to the surface of a moist 

wound and does not cause damage on removal. As well as satisfying these 

principal requirements for use as the skin contact layer in atraumatic dressings, 

there are several other intrinsic properties of soft silicone that make it particularly 

advantageous for use in wound dressings. These properties are well-documented 

and include the fact that silicones are non-toxic, non-allergenic or sensitising, do 

not shed particles or fibres into the wound, feel soft on the skin and are 

conformable yet robust.

Numerous published papers describe the properties of silicone and the use of soft 

silicone dressings. Indeed, there are different types of soft silicone dressings
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currently on the market, including atraumatic wound contact layers, absorbent 

dressings for exuding wounds and also a dressing for the treatment of 

hypertrophic scars and keloids.

EP-A-0633758 discloses a wound dressing comprising a layer of hydrophobic 

silicone gel, a layer of carrier material and an absorbent body, wherein the carrier 

material and gel layer have mutually coinciding penetrating perforations at least 

within the region of the absorbent body.

EP-A-0855921 relates to dressings comprising a layer of absorbent foam. The 

surface of the foam that is applied to the wound has a pattern of pores or holes 

and is coated with silicone such that the walls of the holes are coated (without 

blocking the holes).

EP-A-0300620 describes a surgical dressing, particularly adapted to the treatment 

of burns, comprising a sheet of silicone gel having a wound-facing surface and 

laminated to the other surface a film of silicone elastomer.

EP-A-0633757 is concerned with methods by which a dressing comprising a 

perforated carrier coated with silicone can be manufactured. That method 

involves blowing cold air onto the underside of the carrier to prevent silicone 

clogging the perforations.

An absorbent dressing made from polyurethane foam is sold under the trade name 

Mepilex®. The outer surface of the foam is bonded to a vapour-permeable 

polyurethane membrane that acts as a barrier to liquids and micro-organisms. 

The inner surface of the foam is coated with a layer of soft silicone.

An absorbent, self-adhesive island dressing with a perforated soft silicone wound 

contact layer is sold under the trade name Mepilex Border®. The absorbent core 

consists of three components: a thin sheet of polyurethane foam, a piece of non

woven fabric, and a layer of super-absorbent polyacrylate fibres.
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Another commercially available product, sold under the trade name Mepilex 

Transfer®, consists of a thin sheet of a hydrophilic open-cell polyurethane foam, 

coated on one surface with a layer of soft silicone and presented on a plastic film 

carrier.

The product sold under the trade name Mepitel® is a porous, semi-transparent 

wound contact layer consisting of a flexible polyamide net coated with soft silicone.

EP-A-0261167 describes an elastic, hydrophobic, knitted network coated with 

silicone gel.

There is an ongoing need to provide improved wound dressings. No single wound 

dressing product is suitable for use in all wound types or at all stages of healing. 

However, the use of soft silicone as the skin contact layer is beneficial in many 

applications and it would clearly be advantageous to provide a silicone component 

for use as the skin contact layer in a variety of wound dressings.

Moreover, it would be advantageous to provide a component that can be used as 

the skin contact layer in a variety of dressings, wherein that component becomes 

an integral part of the dressing, ie is affixed in such a way that the dressing retains 

its composite structure when removed.

There has now been devised a hydrophobic gel-bearing laminate that is useful as 

the skin contact layer for a wide variety of wound dressings, and which 

furthermore has numerous other applications.

According to a first aspect of the invention there is provided a releasably adhesive 

laminate comprising a structural layer carrying on at least part of one side thereof 

a hydrophobic gel and carrying on at least part of the other side thereof a 

pressure-sensitive adhesive.

The structural layer most preferably has the form of a relatively thin film of a 

synthetic plastics material. A wide variety of plastics may be suitable for use as
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the structural layer. Examples include polyvinylchloride, polypropylene and 

regenerated cellulose. However, the currently preferred material for the structural 

layer is polyurethane, and in particular melt-blown polyurethane.

The pressure-sensitive adhesive may be any one of numerous pressure-sensitive 

adhesives known in the art. Such adhesives generally in dry (solvent free) form 

are aggressively and permanently tacky at room temperature and firmly adhere to 

a variety of dissimilar surfaces upon mere contact without the need for more than 

finger or hand pressure. They require no activation by water, solvent or heat in 

order to exert a strong adhesive holding force. Examples of pressure sensitive 

adhesives include rubber/resin adhesive, which is a mixture of a rubbery material 

and a hard resin, and acrylic (or acrylate) adhesives. The currently preferred class 

of pressure-sensitive adhesive for use in the present invention is acrylic adhesive.

The laminate of the present application provides a simple and versatile means of 

releasably securing an item to a substrate. Soft silicones (silicone gels) are known 

to have releasably adhesive properties. The hydrophobic gel that is carried on 

one side of the structural layer is thus most preferably a silicone gel.

Most preferably, suitable silicone gels are formed by reaction between two 

components that are mixed immediately prior to application to the structural layer. 

Suitable components that are intended for such reaction to form a silicone gel are 

readily available commercially. Typically, the two components are a vinyl 

substituted silicone and a hydride-containing silicone.

Gels having different properties may be produced by varying the proportions 

and/or nature of the components used in the reaction. For example, the molecular 

weights of the various components and/or their degree of substitution by reactive 

groups may be different.

Suitable components for forming silicone gels for use in the laminate of the 

present invention are readily available.
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The hydrophobic gel may be coated onto the structural layer at a wide variety of 

coating weights. The most appropriate coating weight will depend on the 

properties of the gel and its intended application. Typically, the gel may be coated 

onto the structural layer at a weight of between 50g/m2 and 800g/m2. The 

thickness of the gel may typically be between 5pm and 10mm, more commonly 

between 20pm and 5mm.

The properties of silicone gels are well-documented and provide several 

advantages for the use of silicone gel as the releasably adhesive hydrophobic gel 

layer in the laminate of the present invention, for many intended applications. For 

example, silicone gels are soft, tactile and conformable. They are adhesive but do 

not leave fibres, residue or tack on a surface/substrate when removed.

In particular, silicone gels exhibit excellent releasable adhesion to the skin.

The advantages and benefits of skin contact layers comprising layers of silicone 

gel are particularly well-documented for wound dressing applications. They 

include softness, good adhesion to dry skin and, particularly importantly, low 

adherence to an underlying wound. Thus, the dressing can be applied to a wound 

and subsequently removed without causing trauma to the wound.

Thus, in a related aspect of the invention, there is provided a skin contact layer for 

use in a dressing, which skin contact layer comprises a structural layer carrying on 

at least part of one side thereof a hydrophobic gel and carrying on at least part of 

the other side thereof a pressure-sensitive adhesive.

The adhesive that is applied to the other side of the structural layer may be any 

one of numerous pressure-sensitive adhesives. One particular example is an 

acrylic adhesive.

The presence of the pressure-sensitive adhesive on the opposite side of the 

structural layer to the hydrophobic gel greatly facilitates the assembly of composite 

dressings that include the laminate. In particular, the presence of the pressure

sensitive adhesive enables secondary dressing components, for instance
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absorbent materials, to be attached to the laminate, and also fluid-impermeable 

barrier layers to prevent escape of fluid such as wound exudate from the dressing. 

Such a composite dressing, including a layer of hydrophobic gel, may retain its 

integrity upon removal from the skin, enabling the dressing to be removed and 

repositioned readily. The dressing according to the invention may particularly be 

an absorbent dressing, ie a dressing that includes an absorbent body capable of 

absorbing fluids such as wound exudate. Examples of suitable absorbent 

components that may be incorporated into such a dressing include fabric pads, 

hydrophilic foams, (in particular polyurethane foam), hydrogels, hydrocolloids and 

alginates. In such forms of dressing, the absorbent body will generally be 

positioned adjacent to the side of the laminate that carries the pressure-sensitive 

adhesive, or will be attached to the laminate by that adhesive.

In order for fluid to be transmitted to the absorbent body, therefore, it will generally 

be necessary for the laminate to be apertured or perforated. This may also 

improve the adhesion of the laminate to the skin, as the apertures or perforations 

permit the escape of fluid, which therefore does not build up under the laminate. 

Additional advantages of perforation of the laminate include ease of removal, 

improved flexibility and conformity, and skin breathability.

In one group of presently preferred embodiments of the invention, the laminate is 

formed with a regular array of perforations. Typically, such perforations are 

circular and have a diameter of from 50pm to 10mm, more commonly from 1 mm to 

5mm.

In some embodiments of a composite dressing in which the side distal to the skin 

contact layer comprises a fluid-impermeable barrier layer, the barrier layer may be 

provided with an opening to which is bonded a coupling by which the dressing may 

be connected to a gas supply or to a suction line. Typically, such a coupling 

comprises a unitary component that is moulded in plastics material, and includes a 

tubular connector to which a gas or suction line can be fitted. By this means, air or 

oxygen can be supplied to the dressing, in order to oxygenate the wound and
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improve healing, or fluid can be drawn from the dressing, thereby preventing 

buildup of excessive amounts of fluid within the dressing.

Prior to use, the layer of hydrophobic gel is most preferably protected by a release 

liner that is removed to expose the hydrophobic gel immediately prior to use. The 

release liner is most preferably formed in such a way as to be readily grasped and 

removed, eg by having one or more projecting tabs.

The need for suitable means, such as a bandage, to keep the absorbent pad 

and/or barrier layers in place over the skin-contact layer is reduced and in many 

cases removed by the use of dressings according to the invention. With less or no 

bandaging required, the dressing is easier to apply and remove, and more 

comfortable for the patient. The advantages of the laminate layer being an integral 

part of the dressing, and removal of the need for bandaging, may allow the 

dressing to be changed by a patient or helper, when otherwise the expertise of a 

medical practitioner or other experienced professional would be required to apply 

the dressing.

Wound dressings of the present invention may be pre-formed in manufacture or 

may be made up by a medical practitioner in an extemporaneous manner for 

specific applications or for a particular patient. Alternatively, a composite dressing 

can be assembled after first applying only the laminate. This approach may be 

particularly useful in situations where the dressing is awkward to position correctly 

and/or accurate positioning is particularly vital, for whatever reason. The laminate 

is preferably supplied with release liners protecting both the pressure-sensitive 

adhesive layer and the hydrophobic gel layer. The release liner would be removed 

from the hydrophobic gel layer and the hydrophobic gel placed over the wounds 

such that it overlaps the wound margin. The release liner covering the pressure

adhesive layer can then be peeled back and a secondary dressing component 

affixed to form the composite dressing.
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Manufactured dressings according to the invention will generally be packaged as 

individual units in envelopes that are bacteria-proof and which are sterilized, most 

commonly using ethylene oxide or by irradiation with γ-radiation.

Apart from its use in wound dressings, the laminate of the present invention is 

useful for numerous other applications in which the hydrophobic gel layer contacts 

the skin. Silicone gels exhibit excellent releasable adhesion to the skin and it is 

therefore preferred that the hydrophobic gel layer is a silicone gel for those 

applications too.

Thus, according to another aspect of the invention there is provided an item 

intended to be affixed to the skin of a user, to which item is attached, via the 

pressure-sensitive adhesive, a patch of a laminate according to the first aspect of 

the invention.

In these skin contact applications, it is again preferable for the laminate to be 

apertured or perforated. Perforations improve adhesion with the skin because 

moisture, eg sweat, is transmitted away from the skin rather than accumulating 

under the laminate and consequently reducing adhesion. Likewise, the 

perforations improve skin breathability. The ease of removal of the laminate is 

improved by perforating the laminate because the perforations reduce the area of 

hydrophobic gel that is in direct contact with the skin. Perforations also enhance 

the flexibility and conformity of the laminate.

One form of skin-contact application in which the laminate of the present invention 

is useful is in the affixing of items of clothing to the skin. Such items of clothing 

may be items of outerwear, but more commonly are items of underwear. For 

instance, the laminate may have a form suitable for application to a bra or the like. 

Such an arrangement may reduce or eliminate the requirement of additional 

fastenings such as straps or clasps. The laminate may thus be incorporated into 

strapless and/or backless bras. In a similar manner, the laminate may be applied 

to a component that functions simply as a nipple cover. The laminate may also 

find application in securing other items of underwear, such as ladies' stockings.
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The laminate may also be applied to items of outerwear, such as dresses or 

strapless "tops", in order to hold such items in position, for instance where a dress 

or other item of clothing has a revealing neckline.

The laminate is also useful for securing wigs, false beards or moustaches and the 

like. The laminate may offer several advantages over conventional tapes used for 

the same purpose, including softness on the skin, improved conformability and 

breathability. Particular benefits may include the ease and comfort of removal and 

the ability to remove and reposition with little or no loss of adherence.

Another potential field of application for the laminate according to the invention is 

in the securing to the body of protective or other equipment used in sports or 

outdoor activities. The laminate may be affixed to the equipment via the pressure

sensitive adhesive, such that the hydrophobic gel-bearing surface is, in use, 

applied to the user's skin. The laminate may then provide for, or enhance, the 

correct positioning of the equipment on the body. Examples of protective 

equipment to which the laminate may be applied include shin, knee or elbow 

guards. The laminate may also be applied to an item of sports equipment that, in 

use, is grasped by a user, in order improve the user's grip on that equipment, or 

which is fitted to a user's hand. Examples of such equipment include bats, eg for 

cricket or baseball, racquets for use in tennis, badminton or squash, and golf 

clubs, and also catching gloves, as used in sports such as cricket and baseball.

In yet further applications of the laminate according to the invention, it is used not 

for the application of articles to the skin, but for releasably securing items to hard 

surface substrates. Thus, according to a yet further aspect of the invention, there 

is provided an item intended to be affixed to a hard surface substrate, to which 

item is attached, via the pressure-sensitive adhesive, a patch of a laminate 

according to the first aspect of the invention.

In such applications, the laminate may be attached via the pressure-sensitive 

adhesive to the substrate, so that the hydrophobic gel-bearing side of the laminate 

constitutes a patch onto which the item to be secured can be placed.
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Alternatively, the laminate may be applied to the item. In either case, the laminate 

constitutes a means for adhering the item to the substrate. The degree of 

adherence may vary considerably, depending in particular on the nature of the 

substrate and the item, and of the hydrophobic gel. The item may be secured to 

the substrate relatively strongly, such that the item does not move in normal 

usage. Where the degree of adherence is less strong, the hydrophobic gel

bearing side of the laminate may simply act as a non-slip surface that inhibits, 

without necessarily completely preventing, movement of the item relative to the 

substrate.

The laminate may be used in innumerable applications in the home and 

workplace, and also in cars or other vehicles. For instance, the laminate may be 

used to fix an item such as a mobile phone to the fascia or dashboard of a car or 

other vehicle.

The laminate according to the invention may be manufactured in various ways. A 

currently preferred method of manufacture comprises the steps of:

a) providing a preformed pre-laminate comprising the structural layer and 

the pressure-sensitive adhesive;

b) applying to the pre-laminate a curable hydrophobic gel precursor 

composition; and

c) causing or allowing the gel precursor composition to cure, thereby 

forming a layer of hydrophobic gel.

Where the hydrophobic gel is a silicone gel, the hydrophobic gel precursor 

composition is preferably prepared by mixing immediately prior to application to 

the structural layer. Typically, such a composition will comprise a vinyl substituted 

silicone and a hydride-containing silicone.

Embodiments of the invention will now be described in greater detail, by way of 

illustration only, with reference to the accompanying drawings, in which
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Figure 1 is a partial cross-sectional view, schematic and not to scale, of a laminate 

according to the invention;

Figure 2 is a cross-sectional view, again schematic and not to scale, of a first 

embodiment of a dressing incorporating the laminate of Figure 1 as a skin contact 

film;

Figure 3 is an exploded view of the dressing of Figure 2;

Figure 4 is a cross-sectional view, again schematic and not to scale, of a second 

embodiment of a dressing according to the invention, that incorporates a laminate 

similar to that of Figure 1 as a skin contact film;

Figure 5 is an underside plan view of the dressing of Figure 4;

Figure 6 is a partial cross-sectional view of a third embodiment of a dressing 

according to the invention, which dressing is provided with a coupling for 

connection to a gas or suction line; and

Figure 7 is a schematic view, from behind and to one side, of a strapless, backless 

bra incorporating patches of a laminate according to the invention.

Referring first to Figure 1, a laminate according to the invention is generally 

designated 1. The laminate 1 is useful as the skin contact film in a composite 

wound dressing, as described below, but also in numerous other applications. 

The laminate 1 comprises a structural layer 2 in the form of a film of melt-blown 

polyurethane. The structural layer 2 is coated on one side (the underside as 

viewed in Figure 1) with a layer of acrylic contact adhesive 3, which in turn carries 

a paper (or paper/film laminate) backing 4. On the other side (the upper side as 

viewed in Figure 1) the structural layer 2 carries a layer of hydrophobic silicone 

gel 5. The silicone gel layer 5 may have a thickness that varies widely, depending 

on the form and intended use of the laminate 1 or of a composite article, eg a 

dressing, that the laminate 1 is incorporated into. The thickness of the silicone gel
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layer 5 may be as little as 5pm, but more commonly will be of the order of 

20-15pm or greater, and may be as much as several millimetres, eg 3-4mm.

A two-part release liner 6a,6b is applied to the upper (as viewed in Figure 1) 

surface of the silicone gel layer 5. The release liner 6a,6b is typically formed from 

high density polyethylene (HDPE). The two components 6a,6b of the release liner 

overlap, with a fold being formed in one of them 6a so as to create a first tab 6c 

that is upstanding from the laminate 1 and the other 6b overlying the first tab 6c so 

as to form a second tab 6d. The tabs 6c,6d can be grasped by a user to enable 

the components of the release liner 6a,6b to be peeled away from the silicone gel 

layer 5 prior to application of the silicone gel layer 5 to a substrate.

The laminate 1, formed by the structural layer 2, the acrylic adhesive layer 3, the 

paper backing 5 and the silicone gel layer 5 is perforated, having a regular array of 

perforations 7. The perforations 7 may vary considerably in size and shape, again 

depending on the form and intended use of the article that the laminate 1 is 

incorporated into, but are typically circular, with a diameter of the order of a few 

millimetres, eg 2-4mm, though smaller and larger diameter perforations may be 

appropriate in certain applications. Usually, the perforations will all be of the same 

shape and size, but different forms of perforation may be present in the same 

product. Most commonly, the perforations are arranged in a regular array, the 

separation between adjacent perforations typically being comparable with, or 

greater than, the diameter of the perforations. However, an irregular or random 

distribution of perforations may also be possible.

As shown in Figure 1, the release liner 6a,6b is not perforated, as it is applied to 

the silicone gel layer 5 after the perforations 7 have been formed. However, it is 

also possible for the perforations to be formed after application of the release 

liner 6a,6b, in which case the release liner 6a,6b would be perforated.

The laminate 1 may be manufactured as follows. First, a pre-formed pre-laminate 

consisting of the structural layer 2, acrylic adhesive layer 3 and paper backing 4 is 

fed to a conveyor that transports the pre-laminate through successive stations of a
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manufacturing line. The conveyor preferably comprises one or more looped belts, 

eg of PTFE-coated glass fibre. Suction may be applied from beneath the belts to 

hold the pre-laminate flat during at least the initial stages of the manufacturing 

process. The pre-laminate is fed to the belt with the paper backing 4 lowermost, ie 

with the paper backing 4 in contact with the belt and the surface of the structural 

layer 2 opposite to that to which the acrylic adhesive 3 is applied uppermost.

At a first station of the manufacturing line, the silicone gel layer 5 is applied. As is 

conventional, the silicone gel layer 5 is formed by application of a curable mixture 

of two components via an applicator in which the two components are intimately 

mixed. Prior to curing, the mixture is fluid and can be applied as a uniform film 

with the desired thickness. The mixture may be applied by spraying, but more 

commonly is applied from the edge of a suitably formed blade that is positioned 

close to the surface of the laminate passing beneath it.

After application of the curable silicone mixture, the coated laminate passes into a 

first curing stage where the laminate passes beneath a bank of medium wave 

infra-red heaters that operate continuously. The thermal energy from these 

heaters initiates curing of the silicone mixture, and in particular cures the upper 

surface of the mixture, which maintains the structural integrity of the silicone layer 

during passage of the laminate through a second, longer curing stage. In the 

second curing stage, the laminate passes beneath further medium wave infra-red 

heaters. Curing of the silicone mixture, to form a layer of gel of the desired 

thickness and other properties, is completed during passage of the laminate 

through the second curing stage. The operating parameters may be optimised to 

suit the particular product being manufactured. Variables that may be adjusted 

include the power of the infra-red heaters, the speed of passage through the 

various stages of the process, as well as the length of the curing stages. 

Typically, the time taken for the laminate to pass through the curing stages is 

between 5 and 15 minutes.
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At a suitable stage of the process, perforations are introduced into the laminate. 

This may be achieved by means of pins that reciprocate into and out of the 

laminate, or which are mounted on a rotating drum.

After completion of curing, the release liner is applied to the exposed surface of 

the silicone gel layer. This may be achieved by conventional means, involving the 

feeding of the two components of the release liner from rollers and passing the two 

components over suitable formers to introduce the fold into the first component 6a 

and to cause the two components 6a,6b to overlap to the desired extent.

Figure 2 shows a cross-section, and Figure 3 an exploded view, of a first 

embodiment, generally designated 20, of a wound dressing according to the 

invention, in which the laminate 1 of Figure 1 is incorporated.

To produce the dressing 20 of Figures 2 and 3, the paper backing 4 is stripped off 

the laminate 1, most conveniently with the laminate 1 inverted relative to its 

orientation shown in Figure 1. An absorbent pad 21 is then positioned on the 

exposed acrylic adhesive layer 3 and a gas-permeable but fluid-impermeable 

cover sheet 22 is placed over the absorbent pad 21. The cover sheet 22 may be 

formed from any suitable material, but is generally a synthetic plastics film or 

laminate, eg a laminate of a nylon material and polyurethane. The cover sheet 22 

is pressed into adhesive contact with the acrylic adhesive layer 3 around the 

periphery of the absorbent pad 21. The cover sheet 22 is applied as a planar 

sheet but may stretch and deform to fit around the absorbent pad, as indicated in 

Figure 3.

Finally, the assembled dressing 20 is completed by cutting to the desired size. It 

will be appreciated that full-scale manufacture of the dressing 20 would normally 

involve continuous feed of the laminate 1 to an assembly line, stripping off of the 

paper backing 4, positioning of absorbent pads 21 and application of the cover 

sheet 22, followed by cutting of the completed dressings 20 from the continuous 

material. Passage of the product through the various stages of assembly may be
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continuous, or it may be intermittent, the product being indexed from one stage to 

the next.

The assembled dressings 20 will normally be sterile-packaged as individual units. 

For use, the dressing 20 is removed from its packaging, the release liner 6a,6b 

removed to expose the silicone gel layer, and the dressing applied to a wound, 

with the silicone gel layer in contact with the wound. The dimensions of the 

dressing 20 are chosen such that the entire wound is overlaid by the absorbent 

pad 21. Wound exudate is able to pass through the perforations 7 in the 

laminate 1, and is absorbed by the absorbent pad 21. The absorbent pad 21 may 

comprise a foam or other porous material that is capable of absorbing fluid by 

capillary or similar action. Alternatively, the absorbent pad 21 may consist of, or 

comprise, a so-called superabsorbent material, eg based on a hydrogel, that is 

capable of absorbing aqueous fluid and swelling to several times its original 

dimensions.

Turning now to Figures 4 and 5, a second embodiment of a wound dressing 

according to the invention is generally designated 30. The dressing 30 is broadly 

similar in construction to the first embodiment (Figures 2 and 3), but differs 

therefrom in two principal respects. First, the laminate 31 that constitutes a skin 

contact film is not formed with a regular array of perforations, but instead has only 

a single central opening 32, the peripheral part of the skin contact film that 

surrounds the opening 32 being continuous. Secondly, the absorbent component 

that is captivated between the peripheral part of the skin contact film and a fluid- 

impermeable cover sheet 33 is not a simple pad of absorbent material. Instead, 

the absorbent component comprises an envelope formed from a sheet of a non

woven viscose 34 and a sheet of a nylon-based material 35. The envelope 

contains an absorbent material in the form of a sheet 36 of superabsorbent 

material.

The dressing 30 is manufactured in a generally similar manner to the first 

embodiment 20. The skin contact film 31 is produced by applying a layer of 

silicone gel 41 to a structural layer 42 that is coated on the other side with a layer
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of acrylic adhesive that carries a paper backing. Release lines 43a,43b are then 

applied to the surface of the silicone gel 41. The skin contact film 31 is then fed 

through an assembly line in which the paper backing is stripped off the acrylic 

adhesive, the opening 32 is cut and the preformed envelope containing the 

absorbent material is positioned over the opening 32. The cover sheet 33 is then 

pressed into contact with the acrylic adhesive, thereby captivating the envelope 

between the cover sheet and the skin contact film. As for the first embodiment 20, 

the manufacturing process is normally a continuous process that involves 

continuous feed of the skin contact film 31 to an assembly line, stripping off of the 

paper backing, positioning of the envelopes of absorbent material and application 

of the cover sheet 33, followed by cutting of the completed dressings 30 from the 

continuous material. Passage of the product through the various stages of 

assembly may be continuous, or it may be intermittent, the product being indexed 

from one stage to the next.

Referring now to Figure 6, a third embodiment of a composite wound dressing 

according to the invention is broadly similar in construction to the embodiment of 

Figures 2 and 3. The dressing comprises a structural layer 62 of melt-blown 

polyurethane, one side of which is coated with a layer of silicone gel 65 and the 

other side of which carries a layer of acrylic pressure-sensitive adhesive 63. An 

absorbent pad 67 is affixed to the acrylic adhesive 63. A fluid-impermeable barrier 

layer 68 covers the absorbent pad 67 and is bonded to the acrylic adhesive 63 

around the periphery of the pad 67 (not visible in Figure 6). A release liner in two 

parts 66a,66b overlies the layer of silicone gel 65. Perforations 68 are formed in 

the layers of silicone gel 65, the structural layer 62 and the acrylic adhesive 63.

The embodiment of Figure 6 differs from that of Figures 2 and 3 in that an opening 

is formed in the barrier layer 68 and a coupling 70 is bonded to the periphery of 

that opening. The coupling 70 is injection moulded in rigid plastics material and is 

generally conical in form. The coupling 70 has an open base and a hollow interior 

with an upwardly-extending blind bore 71. A tubular extension 72 extends from 

the body of the coupling 70, generally parallel to the surface of the barrier layer 68.
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The extension 72 has a bore 73 that opens into the upwardly-extending blind 

bore 71.

In use, the release liner 66a,66b is removed and the dressing applied to a wound, 

as for the other embodiments described above. A gas supply line can be 

connected to the extension 72 in order for air or oxygen to be supplied under slight 

positive pressure to the interior of the dressing. Alternatively, reduced pressure 

may be applied to the coupling in order to draw excess fluid from the interior of the 

dressing.

The laminate 1 of Figure 1 may also be used in a variety of other applications. For 

instance, a patch of the laminate 1 may be applied to an item intended to be 

secured to a hard surface, by removal of the paper backing 4 and application of 

the exposed pressure-sensitive adhesive 3 to the item concerned. Removal of the 

release liner 6a,6b then exposes the silicone gel layer 5 which may be used for the 

releasable adherent and/or non-slip fixation of the item on a surface. Alternatively, 

a patch of the laminate 1 may be applied to the hard surface and the item then 

placed onto that pad.

The laminate 1 may also be used to secure items other than dressings to the skin. 

As described above, such items may include items of clothing, in particular items 

of underwear. Thus, for instance, a patch of the laminate 1 may be applied via the 

pressure-sensitive adhesive 3 to a strapless and/or backless bra in order to affix 

the bra to the wearer's skin. An example of such an application is illustrated in 

Figure 7, which shows a strapless, backless bra 80. The bra 80 has a generally 

conventional form, comprising a pair of cups 81,82 from which extend lateral wings 

83,84. Two patches of laminate 85 (only one of which is visible in Figure 7) are 

applied to the internal, body-facing surface of the bra 80, each patch 85 covering 

the majority of the internal surface of a cup 81,82 and the wing 83,84 that extends 

therefrom. The acrylic adhesive on the rear (as viewed in Figure 7) of the patches 

85 adheres each patch to the internal surface of the bra 80. Each patch 85 is 

covered by a release liner formed in two parts that overlap to form tabs 86 by 

which the release liner can be removed. In use, the release liners are removed 
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from each patch 85, exposing the silicone gel. The bra 80 may then be applied to 

the user's breasts, with the wings 83,84 extending around the torso, beneath the 

arms. The bra 80 is retained in position by the adherence of the silicone gel to the 

skin, but may be easily and comfortably removed and repositioned if desired.
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Claims

1. A wound dressing comprising a skin contact layer in the form of a releasably 

adhesive laminate comprising a melt-blown polyurethane structural layer carrying on

5 at least part of one side thereof a hydrophobic gel and carrying on at least part of the 

other side thereof a pressure-sensitive adhesive.

2. A wound dressing as claimed in Claim 1, wherein the hydrophobic gel is a 

silicone gel.

10

3. A wound dressing as claimed in Claim 1 or Claim 2, wherein the pressure

sensitive adhesive is an acrylic adhesive.

4. A wound dressing as claimed in any preceding claim, wherein the hydrophobic

15 gel is coated onto the structural layer at a coating weight of between 50g/m2 and 

800g/m2.

5. A wound dressing as claimed in any preceding claim, wherein the thickness of 

the hydrophobic gel is between 5pm and 10mm.

20

6. A wound dressing as claimed in any preceding claim, wherein the laminate is 

apertured or perforated.

7. A wound dressing as claimed in Claim 6, wherein the laminate is formed with a 

25 regular array of perforations.

8. A wound dressing as claimed in Claim 7, wherein the perforations are circular 

and have a diameter of from 50pm to 10mm.

30 9. A wound dressing as claimed in any preceding claim, wherein one or more

secondary dressing components are affixed to the laminate via the pressure-sensitive 

adhesive.
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10. A wound dressing as claimed in Claim 9, wherein said one or more secondary 

dressing components include one or more absorbent components.

11. A wound dressing as claimed in Claim 10, wherein said one or more

5 absorbent components are selected from fabric pads, hydrophilic foams, hydrogels, 

hydrocolloids and alginates.

12. A method for the manufacture of a laminate as claimed in Claim 1, which 

method comprises:

10 a) providing a preformed pre-laminate comprising the melt-blown polyurethane

structural layer and the pressure-sensitive adhesive;

b) applying to the pre-laminate a curable hydrophobic gel precursor 

composition; and

c) causing or allowing the gel precursor composition to cure, thereby forming a 

15 layer of hydrophobic gel.

13. A releasably adhesive laminate comprising a melt-blown polyurethane 

structural layer carrying on at least part of one side thereof a hydrophobic gel and 

carrying on at least part of the other side thereof a pressure-sensitive adhesive.

20

14. A wound dressing substantially as herein described with reference to 

Figures 1 to 6.

15. A method of manufacturing a laminate substantially as herein described . with 

25 reference to Figures 1 to 6.
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