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Description

Technical Field

[0001] The present invention relates to butt splices
between sheet materials, a splicing tape for use in pro-
ducing such splices and methods of producing butt
splices.

Background to the Invention

[0002] In this application and merely for clarity pur-
poses, the leading end and edge of sheet material on a
roll is considered to be the last quadrant of sheet mate-
rial exposed on the outside of the roll, i.e. the section 52
of sheet material shown in Fig. 1 from the imaginary line
A-A' to the edge 53. The underlying winding of such a
roll is then the piece of sheet material on which the lead-
ing edge 52 rests from A-A' through 360° to A-A' again.
[0003] Joining of the leading edge of one roll or part
roll to the trailing edge of a further roll or part roll is typ-
ically accomplished by either permanent or flying splic-
ing. The permanent splice should provide a flexible
strong connection between the two webs and should
maintain substantially all of the properties of the sheet
material. For example if the sheet material is paper
which can be printed or coated, the permanent splice is
preferably thin, flexible, printable, coatable and should
also have the same repulpable properties of paper. Fly-
ing splices are usually temporary splices made at ma-
chine running speed between rolls when it is undesira-
ble to stop the machine, e.g. during coating or printing.
[0004] Two common types of splices are known for
webs of sheet materials, overlap and butt splices.
[0005] For an overlap splice, the leading and trailing
edges of the first and second rolls of sheet material are
typically joined together by a double-sided adhesive
tape as shown in Fig. 2A or B. The double-sided adhe-
sive tape is either a double-coated adhesive tape having
a backing member 30 and an adhesive layer 31 and 33
on each side (Fig. 2A) or a transfer tape with a single
adhesive layer 31 (Fig 2B). Such tapes are typically sup-
plied with a single release liner 32. An overlap splice has
a disadvantage that there is a considerable step at the
change from the first to second sheet material which can
disrupt the printing process. Further there is the possi-
bility of the adhesive bleeding out of the splice, which
could then adhere layers of sheet material together or
damage or obstruct printing machinery.
[0006] A typical permanent butt splice is shown in Fig.
3. Here the leading edge of sheet material from one roll
52 and the trailing edge of a further roll 58 are attached
to an adhesive layer 11 on a backing 10, and then the
splice is covered with a covering adhesive tape 3,4.
Such a splice can be made using a splicing tape as
shown in Fig. 4 with a single adhesive surface 11 cov-
ered with a removable protective film comprising two
longitudinal parts 12 and 13 which can be separately

removed from the adhesive surface, i.e. a "split release
liner". The butt splice reveals a low profile step, and the
possibility of adhesive bleeding is minimal because the
butt splice has no exposed adhesive portions. Although
the butt splice would be preferred for both and perma-
nent and flying splicing due to above-mentioned advan-
tages, several disadvantages with the application of the
tape of the kind shown in Fig. 4 have resulted in this tape
not being widely used for permanent or flying splicing.
First, the tape must be stretched across the width of a
roll, which may be 4 to 10 meters wide with the non-
adhesive side of the backing adjacent to the roll. This is
usually accomplished by two or more operators, who
provisionally place the tape into its final position on the
roll using small pieces of adhesive tape. Such a proce-
dure suffers from a number of disadvantages, for exam-
ple inter alia it is worker-intensive and time-consuming
and there is the possibility that the small pieces of tape
are inadvertently not removed after application of the
tape.
[0007] In US 5,212,002, a modified flying butt splice
tape is proposed as shown in Fig. 5. The proposed tape
consists of a substrate 10, e.g. backing, with an adhe-
sive layer 11 with a split cover liner (12 and 13) on one
side and on the opposite at least one narrow adhesive
strip 60, 61, 63. After splicing, this splice tape leaves the
adhesive strip 60, 61, 63 and thus an exposed surface
of adhesive 61 on the underlying winding of the first roll
at a distance of approximately one circumference of this
roll from the actual splice. This exposed adhesive layer
is capable of picking up sheet remnants or attaching it-
self to other objects or parts of machinery which can dis-
rupt smooth operation, in particular machine printing.
[0008] To overcome the above-mentioned disadvan-
tages, WO 94/25380 and WO 95/29115 propose a
number of splicing tapes. One general type of proposed
tape is shown in Fig. 6A and B. Said tapes include a
splicing portion comprising a backing 10 with an adhe-
sive layer 11 on one side covered with at least one. re-
lease liner 12, 13 and an attachment portion 21 or 20.
21, which is connected to and distributed along the splic-
ing portion. As shown in Figs. 6A and B, the attachment
portion is connected to release liner 13, and the attach-
ment portion includes an adhesive layer 21. The attach-
ment portion allows for a releasable and self-supportive
attachment of the splicing portion to the outer surface of
the underlying winding of the roll of sheet material
across the width of the roll. For example, WO 94/25380
discloses a roll of sheet material provided with a pre-
pared slice on the leading edge of the roll, where the
attachment portion of a splicing tape of the type shown
in Figs. 6A or B is releasably and self-supportively at-
taching the slice to the outer surface of the underlying
winding of the roll substantially across the width of the
roll. Also, the attachment portion is adapted for releasing
at least the splicing portion from the underlying winding
of the roll while leaving the outer surface of the under-
lying winding in a substantially non-tacky condition. The
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proposed tapes offer a number of advantages. The tape
can be placed on the roll of sheet material by a single
operator and may be repositionable. Also after splicing
substantially no exposed adhesive remains on the outer
surface of the underlying wind of the roll.
[0009] WO 94/25380 and WO 95/29115 also disclose
a method for preparing a splice using the splicing tapes
shown in Figure 6A and B. In the disclosed method, the
splicing tape is attached to the outer surface of the un-
derlying winding using the attachment portion substan-
tially across the width of the roll. The first part of the ad-
hesive layer is exposed by removing the first release lin-
er 12 and then the leading edge is attached to the ex-
posed adhesive layer. The attachment of the leading
edge is typically accomplished by pressing the leading
edge against the exposed adhesive by hand. Any ex-
cess of the leading edge extending over the second re-
lease liner of the second part of adhesive layer is folded
back, creased and torn off, as is usual in the paper in-
dustry, at the transition between first and second release
liner. Subsequently, the second part of the adhesive lay-
er is exposed by removing the second release liner 13
manually, which means that the attachment portion
comes away from the underlying winding as well as the
splicing portion attached to the leading edge. Thereaf-
ter, the further end (e.g. the trailing edge) of a second
web of sheet material can be fixed in a similar manner
on the exposed part of the adhesive layer. Alternatively
the roll can be rotated to simplify the application of the
further end of second sheet material. For example the
further end can be fixed on the exposed adhesive layer
as the splicing tape with the exposed adhesive layer ro-
tates through and catches the second sheet material
drawn over a guide roller or drum from the web supply.
Again any excess of the further end can be subsequent-
ly torn off to the correct length in order to form a neat
butt splice.
[0010] The fixing of the further end of the second web
of sheet material to the exposed adhesive layer by hand
may be disadvantageous in that it sometimes may be
difficult to maintain the proper tension of the roll during
said attachment. This is especially true because the ten-
sion of the second web is often temporarily released in
order to bring further end of said web into position for
fixing. The alternative method of rotating the splicing
tape with the exposed adhesive layer through to catch
the further end of the second web of sheet material can
also be disadvantageous, in particular for splicing per-
formed on winders or rewinders having a rider-means.
Upon rotation of the roll with the attached splicing tape,
the exposed adhesive layer passes over the rider-
means. The exposed adhesive layer can pick up dirt,
web remnants or the like present on the rider-means.
[0011] The term "rider-means" as used above and be-
low is to be understood here as any relatively horizontal
means riding on the roll of the web, such as a supporting
drum or belt-support or a conventional rider roll. For ex-
ample, the winder/rewinder available from Valmet Cor-

poration, Helsinki, Finland under the trademark Win-
Drum L Winder has a supporting drum as a rider-means.
Winders/rewinders having a drum as a rider-means are
also for example described in US 4,485,979. The wind-
er/rewinders available from Valmet under the trade-
marks Winbelt Winder, WinRoll Winder and JR 1000 E
Winder are examples of winder/rewinders having a belt-
support as a rider-means. Winders comprising a belt-
support are also for example described in WO
99/55608, US 4,746,076 and US 5,732,902.

Summary of the Invention

[0012] Thus, it is desirable to provide butt splicing
tapes and methods of butt splicing which overcome the
above-mentioned disadvantages, while maintaining ad-
vantageous aspects of splicing tapes shown in Fig. 6A
and B and methods of preparing and making a splice
with such splicing tapes.
[0013] The present invention provides a butt splicing
tape comprising:

a splicing portion, an attachment portion and a grip-
ping portion,

wherein said splicing portion comprises
an elongated first backing member having two fac-

es and two longitudinal edges,
a first adhesive layer on the first face of said first

backing member, said first adhesive layer extending
across the width of said first backing member substan-
tially along the first longitudinal edge of said first backing
member and optionally being covered by a first release
liner, and

a second adhesive layer on the first face of said
first backing member, said second adhesive layer ex-
tending across the width of said first backing member
substantially along the second longitudinal edge of said
first backing member and being covered by a second
release liner having two faces and two longitudinal edg-
es, the first face of said second releaser liner being ad-
jacent to second adhesive layer;
wherein said attachment portion is distributed substan-
tially along said splicing portion and is connected to a
free face of said second release liner of splicing portion
and, said attachment portion including a third adhesive
layer;
and characterized in that the butt splicing tape further
comprises a gripping portion, said gripping portion com-
prising either

a fourth adhesive layer, both faces of said layer
being adhesive, and

wherein said fourth adhesive layer is optionally
covered by a third release liner; or

a third backing member having two faces, a fourth
adhesive layer and a fifth adhesive layer, wherein said
fourth adhesive layer is on the first face of said third
backing member and said fifth adhesive layer is on the
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second face of said third backing member and optionally
covered by a third release liner ; and
said gripping portion being connected to and distributed
substantially along said second release liner (13) of
splicing portion.
[0014] The present invention also provides a pre-
pared splice on the leading edge of a roll of sheet ma-
terial, each winding of said sheet material on said roll
having an outer surface facing radially outwards from
said roll and said roll having an underlying winding, com-
prising:

a splicing portion, an attachment portion and a grip-
ping portion,

wherein said splicing portion comprises
an elongated first backing member having

two faces and two longitudinal edges,
a first adhesive layer on the first face of said

first backing member attaching the leading edge of the
roll substantially across the width of said roll to said first
backing member, said first adhesive layer extending
across the width of said first backing member substan-
tially along the first longitudinal edge, and

a second adhesive layer on the first face of
said first backing member, said second adhesive layer
extending across the width of said first backing member
substantially along the second longitudinal edge of said
first backing member and being covered by a second
release liner having two faces and two longitudinal edg-
es, the first face of said second release liner being ad-
jacent to second adhesive layer,
wherein said attachment portion is distributed substan-
tially along said splicing portion and connected to a free
face of said second release liner of splicing portion, and
is releasably and self-supportively attaching said splice
to the outer surface of the underlying winding of said roll
substantially across the width of said roll, said attach-
ment portion including a third adhesive layer;
and characterized in that the prepared splice further
comprises a gripping portion, said gripping portion com-
prising either

a fourth adhesive layer, both faces of said layer
being adhesive, and

wherein said fourth adhesive layer is optionally
covered by a third release liner; or

a third backing member having two faces, a fourth
adhesive layer and a fifth adhesive layer, wherein said
fourth adhesive layer is on the first face of said third
backing member and said fifth adhesive layer is on the
second face of said third backing member and optionally
covered by a third release liner; and
said gripping portion being connected to and distributed
substantially along said second release liner of splicing
portion.
[0015] In addition the invention provides a method for
making a butt splice on winder or rewinder having a rider
means between the leading edge of a roll of sheet ma-

terial and a further sheet material using a butt splicing
tape according to the invention, each winding of said
sheet material on said roll having an outer surface facing
radially outwards away from said roll and said roll having
an underlying winding, said method comprising the fol-
lowing steps:

attaching said splicing tape to the outer surface of
said underlying winding using the third adhesive
layer substantially across the width of the said roll;
attaching the said leading edge to the first adhesive
layer thereby removing the first release liner, if
present; removing the third adhesive liner from the
gripping portion, if present, to expose the underlying
adhesive layer; and
rotating said roll of sheet material, so that the grip-
ping portion grips onto the rider means, whereby the
attachment portion is removed from the outer sur-
face of the underlying winding and the second re-
lease liner is removed to expose the second adhe-
sive layer, and so that the further sheet material is
attached to the exposed second adhesive layer;
wherein the step of removing the third release liner,
if present, can be performed, prior to the step of at-
taching the splicing tape or prior to the step of at-
taching the leading edge.

[0016] The methods for preparing a butt splice or
making a butt splice according to the invention can also
be advantageously adapted so that they can be per-
formed using two separate tapes, instead of a single
composite tape. One tape can be a splicing tape com-
prising a splicing portion and an attachment portion,
such as the known splicing tapes shown in Fig. 6A and
B. The second tape can be a double-sided adhesive
tape, for example a double-coated adhesive tape or a
transfer tape as shown in Fig. 2A or B.
[0017] Thus in another aspect of the present invention
there is provided a method of preparing a splice on the
leading edge of a roll of sheet material using, a splicing
tape, each winding of said sheet material on said roll
having an outer surface facing radially outwards away
from said roll and said roll having an underlying winding,

said splicing tape comprising a splicing portion
and an attachment portion,

wherein said splicing portion comprises
an elongated backing member having two

faces and two longitudinal edges,
a first adhesive layer on the first face of said

backing member, said first adhesive layer extending
across the width of said backing member substantially
along the first longitudinal edge of said backing member
and optionally being covered by a first release liner, and

a second adhesive layer on the first face of
said backing member, said second adhesive layer ex-
tending across the width of said backing member sub-
stantially along the second longitudinal edge of said
backing member and being covered by a second re-
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lease liner having two faces and two longitudinal edges,
the first face of said second release liner being adjacent
to second adhesive layer, and
wherein said attachment portion is connected to and dis-
tributed substantially along said splicing portion, said at-
tachment portion including a third adhesive layer,

said method comprising the following steps:

(i) attaching said splicing tape to the outer surface
of the underlying winding using said third adhesive
layer substantially across the width of the roll;

(ii) attaching said leading edge to the first adhesive
layer thereby removing the first release liner (12), if
present; characterized in that the method compris-
es the following step :

(iii) attaching a double-sided adhesive tape to said
splicing tape such that one side of said double-sid-
ed adhesive tape is connected to and substantially
distributed along said second release liner of said
splicing tape extending across the width of second
release liner from substantially the first longitudinal
edge of the second release liner and extending to-
wards second longitudinal edge of the second re-
lease liner; the second side of said double-sided ad-
hesive tape is optionally covered with a release lin-
er.

[0018] Further, in an additional aspect of the inven-
tion, there is a method of making a butt splice on a wind-
er or rewinder having a rider means between the leading
edge of a roll of sheet material and a further sheet ma-
terial using a splicing tape, each winding of said sheet
material on said roll having an outer surface facing ra-
dially outwards away from said roll and said roll having
an underlying winding,

said splicing tape comprising a splicing portion
and an attachment portion,

wherein said splicing portion comprises
an elongated backing member having two

faces and two longitudinal edges,
a first adhesive layer on the first face of said

backing member, said first adhesive layer extending
across the width of said backing member substantially
along the first longitudinal edge of said backing member
and optionally being covered by a first release liner, and

a second adhesive layer on the first face of
said backing member, said second adhesive layer ex-
tending across the width of said backing member sub-
stantially along the second longitudinal edge of said
backing member and being covered by a second re-
lease liner having two faces and two longitudinal edges,
the first face of said second release liner being adjacent
to second adhesive layer; and

wherein said attachment portion is connect-
ed to and distributed

substantially along said splicing portion,

said attachment portion including a third adhesive layer,
said method comprising the following steps:

(i) attaching said splicing tape to the outer surface
of the underlying winding using said third adhesive
layer substantially across the width of the roll;
(ii) attaching said leading edge to the first adhesive
layer thereby removing the first release liner, if
present; characterized in that said method further
comprises the following steps :
(iii) attaching a double-sided adhesive tape to said
splicing tape such that one side of said double-sid-
ed adhesive tape is connected to and substantially
distributed along said second release liner of said
splicing tape extending across the width of second
release liner from substantially the first longitudinal
edge of the second release liner and extending to-
wards second longitudinal edge of the second re-
lease liner, the second side of said double-sided ad-
hesive tape is optionally covered with a release lin-
er;
(iv) removing the release liner from the second side
of the double-sided adhesive tape, if present, to ex-
pose the underlying adhesive layer, and
(v) rotating said roll of sheet material, so that the
double-sided adhesive tape grips onto the rider
means, whereby the attachment portion of said
splicing tape is removed from the outer surface of
the underlying winding and the second release liner
is removed to expose the second adhesive layer,
and so that the further sheet material is attached to
the exposed second adhesive layer.

[0019] The use of the butt splicing tapes of the inven-
tion as well as the methods of preparing a splice and
making a butt splice according to the invention over-
comes disadvantages associated with the butt splicing
tapes and butt splicing methods known in the art. In par-
ticular, the attachment of the further end of a second
web of sheet material can be achieved without releasing
the tension of the feed of the further web of sheet ma-
terial, and thus the proper tension of the roll is main-
tained throughout said attachment. Also the attachment
of the further sheet material can be accomplished upon
rotation of the roll with the attached splicing tape passing
any machinery, e.g. a rider means, without incorporating
dirt, web remnants or the like in the final splice or attach-
ment of the actual splicing portion on machinery, e.g. a
rider-means.
[0020] The butt splicing tapes of the invention and the
methods of preparing a splice and making a butt splice
according to the invention find particularly advanta-
geous use for splicing on a winder or rewinder having a
rider means, in particular such winders or rewinders also
having a guide means. Under the term "guide means"
is to be understood a guide roller, drum, winder drum or
the like over which the second web of sheet material is
drawn from a web supply.
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[0021] The dependent claims define further embodi-
ments of the invention.
[0022] The invention, its embodiments and further ad-
vantages will be described in the following with refer-
ence to the following drawings.

Brief Description of the Drawings

[0023]

Fig. 1 shows a roll of sheet material.
Fig. 2A and B show typical double-sided adhesive
tapes used for overlap splicing.
Fig. 3 shows a typical permanent butt splice
Fig. 4 shows the butt splicing tape described in WO
90/08032.
Fig. 5 shows the butt splicing tape proposed in
DE-A-4033900.
Fig. 6A and 6B show a general type of butt splicing
tapes disclosed in WO 94/25380 and WO 95/29115.
Fig. 7A and 7B show a first embodiment of a butt
splicing tape in accordance with the present inven-
tion.
Fig. 8A and 8B show a second embodiment of a butt
splicing tape in accordance with the present inven-
tion.
Fig. 9A and 9B show a third embodiment of a butt
splicing tape in accordance with the present inven-
tion.
Fig. 10 A to L show the method of preparing a splice
and making a butt splice using an embodiment of a
butt splicing tape in accordance with the present in-
vention.
Fig. 11 A to F show the method of preparing a splice
and the initial steps of making a butt splice using
two separate types according to the present inven-
tion.

Detailed description

[0024] In the following description the same reference
signs are used for similar components of the splicing
tapes throughout the figures. It should be noted that the
thickness of adhesive layers, liners and backing mem-
bers has been exaggerated in the figures for clarity pur-
poses. Also merely for the purposes of clarity the back-
ing member of the splicing portion of the splicing tapes
will be referred to as the first backing member, while
backing members of the attachment portion and the
gripping portion of the splicing tapes, if present, will be
referred to as the second and third backing member, re-
spectively.
[0025] In all embodiments of the butt splicing tapes
and prepared splices according to the invention, the
splicing portion comprises an elongated first backing
member with a first adhesive layer on the one face of
the first backing member and a second adhesive layer
on the same face of the first backing member. The sec-

ond face of the first backing member is preferably free
of any adhesive layer. The first adhesive layer extends
across the width of the first backing member substan-
tially along the first longitudinal edge. The first adhesive
layer is used for the attachment of the leading edge of
the roll substantially across the width of the roll to first
backing member. The first adhesive layer may optionally
be covered by a first release liner. The second adhesive
layer extends across the width of the first backing mem-
ber substantially along the second longitudinal edge.
The second adhesive is used for the attachment of the
first backing member to the further sheet material. The
second adhesive layer is covered by a second release
liner.
[0026] The first backing member is typically similar in
strength and flexibility of the sheet materials to be joined
and may be plastic or paper or any similar sheet mate-
rial. When paper sheets are to be joined, it is preferable
that the material of the first backing as well as all other
materials which remain in the completed splice are re-
pulpable and/or water soluble and/or water dispersible.
The thickness of the first backing member is typically in
the range 30 to 250 µm and the width is typically 30 to
100 mm. The surface of the first backing member should
preferably be coatable and/or printable. Suitable mate-
rials may include super calendered (glassine) or semi-
bleached Kraft paper.
[0027] The first and second adhesive layers may be
applied such that a continuous adhesive layer is formed
over the width of the first backing member or there may
be two separate strips of adhesive layer with a gap there
between. The first and/or second adhesive layer is pref-
erably a pressure sensitive adhesive (PSA) layer. Suit-
able PSA for the first or second adhesive layer include
an adhesive of the acrylic, natural or synthetic rubber-
based, silicone type or similar types. A repulpable ad-
hesive is preferable. A repulpable acrylic adhesive is
particularly preferred. The thickness of the first and/or
second adhesive layer may typically be 2 to 100 µm.
[0028] The release liners may be a single release liner
with a slit, a longitudinal weakness or a perforation in
the middle thereof. The release liners may also be two
separate release liners adjacent to each other. The re-
lease liners may be of any suitable conventional kind of
release liner known in the art, e.g. silicon or waxed pa-
pers with a typical thickness of 30 to 150 µm.
[0029] In all embodiments of the butt splicing tapes
and prepared splices according to the invention, the at-
tachment portion is connected to and distributed sub-
stantially along the splicing portion and comprises an
adhesive layer, the "third adhesive layer". The attach-
ment portion is used to temporarily attach the splicing
tape to the roll of sheet material, e.g. on the outer sur-
face of the underlying winding of the roll. The attachment
portion of the splicing tape is sufficient in that the splicing
tape is self-supporting on the roll, i.e. when applied in a
straight line it is capable of supporting its own weight
without sagging or pulling. The third adhesive layer of
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the attachment portion is used to leave the outer surface
of the underlying winding of the roll in a substantially
non-tacky condition upon release.
[0030] The third adhesive layer may be a weakly ad-
hering adhesive layer. The third adhesive layer may be
a repositionable adhesive layer made from any known
repositionable adhesive. For the purposes of this inven-
tion, a repositionable adhesive has a property of adher-
ing to and being removable from a substrate surface
without transfer of substantial quantities of adhesive
material to the substrate surface. Further, it is preferable
that the adhesive layer substantially retains, after re-
moval, its adhesive properties so that it may be reap-
plied to the same substrate surface. A repositionable ad-
hesive usually has a peel strength to the substrate sur-
face lower than that for a conventional aggressively
tacking PSA. In particular, it is preferable that the remov-
al of the repositionable adhesive layer from a paper sub-
strate does not damage the surface fibers of the paper.
Suitable repositionable adhesive include the adhesive
types used on the memo-stickers of the Post-It brand,
on Correction and Cover-up Tape 658 brand, on Scotch
Masking Tape 1104 brand, all made by Minnesota Min-
ing and Manufacturing Company, St. Paul, Minnesota,
USA. The thickness of the third adhesive layer may typ-
ically be 2 to 100 µm.
[0031] In certain embodiments of the butt splicing
tapes and prepared splices according to the invention,
the attachment portion may further comprise a second
backing member. Second backing member may be any
suitable backing material and is not necessarily repul-
pable, water soluble or water dispersible as this backing
member does not become part of the final splice. It is
however, preferable, if all materials used in the splicing
tapes in accordance with the invention are repulpable.
Suitable materials for the second backing member may
include crepe papers or Kraft paper. The second back-
ing member is typically 15 to 50 mm wide and 30 to 250
µm thick.
[0032] In all embodiments of the butt splicing tapes
and prepared splices according to the invention, the
gripping portion comprises an adhesive layer, "fourth
adhesive layer" and is connected to and distributed sub-
stantially along the second release liner of the splicing
portion. The fourth adhesive layer may optionally be
covered by a release liner, which would be removed pri-
or to making the splice. The material of the release liner
may be similar to those described with respect to the
release liners of the splicing portion.
[0033] In certain embodiments of the butt splicing
tapes and prepared splices according to the invention,
the gripping portion may be connected to and distributed
substantially along both the second release liner of the
splicing portion and the attachment portion.
[0034] The gripping portion is used to grip onto, i.e. to
attach itself, onto a rider means during splicing as the
roll of sheet material with the attached splicing tape is
rotated. Once the gripping portion adheres onto a rider

means, as the roll of sheet material continues to rotate,
the attachment portion and the second release liner can
be removed from the outer surface of the underlying
winding of the roll and from the second adhesive layer,
respectively. The second adhesive layer of the splicing
portion is thus exposed and can be attached to the fur-
ther end of the second sheet material.
[0035] The fourth adhesive layer is preferably a PSA
layer, more preferably an aggressive PSA layer. Suita-
ble PSAs for the fourth adhesive layer of the gripping
portion include an adhesive of the acrylic, natural or syn-
thetic rubber-based, silicone type or similar types, pref-
erably a natural or synthetic rubber-based or silicone
type adhesive, more preferably a natural or synthetic
rubber-based adhesive. The fourth adhesive layer may
have fibers dispersed therein. Preferably, the fourth ad-
hesive layer leaves substantially no quantities of adhe-
sive material on the rider means once the gripping por-
tion is removed from the rider means after splicing. More
preferably, the peel strength of the fourth adhesive layer
to the second release liner is greater than that for the
second adhesive layer of the splicing portion to the sec-
ond release liner. The surface of the second release lin-
er on the opposite side of the second adhesive layer
may be treated, e.g. by corona treatment, liquid priming,
chemical etching and the like, so that a strong or per-
manent bond is produced between the second release
liner and the fourth adhesive layer. This is however not
necessary for the invention.
The thickness of the fourth adhesive layer may be be-
tween 2 to 100 µm.
[0036] The gripping portion may further comprise a
third backing member and an additional an adhesive
layer, "fifth adhesive layer", where one face of the third
backing member is adjacent to the fourth adhesive layer
and the fifth adhesive layer is on the opposite face of
the third backing member.
[0037] The third backing member may be any suitable
backing material and is not necessarily repulpable, wa-
ter soluble or water dispersible as the third backing
member does not become part of the final splice. The
third backing member may be paper or a polymeric film
or fabric. Suitable polymeric films include polyester,
polypropylene, biaxially oriented polypropylene, vinyl
films and the like. The thickness of the third backing
member may be in the range of 30 to 250 um. The width
of the third backing member may be in the range of 15
to 50 mm.
[0038] The fifth adhesive layer may be the same as
the fourth adhesive layer. In case the gripping portion
comprises a third backing member with the fourth and
fifth adhesive layers, it is preferably that the fourth and
fifth adhesive layers are different from one another. Here
it is preferred that the fourth adhesive layer is an aggres-
sive and permanent PSA towards the second release
liner, while the fifth adhesive layer is an aggressive PSA,
which leaves substantially no quantities of adhesive ma-
terial on the rider means once the gripping portion is re-
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moved from the rider means after splicing.
[0039] Fig. 7A shows a first embodiment of a butt
splicing tape according to the invention. Splicing tape
100 comprises a splicing portion including a first backing
member 10 with the first and second adhesive layers 11'
and 11" applied on one face to provide a continuous ad-
hesive layer 11 over the width of first backing member
10. The splicing portion also includes an optional first
release liner 12, which extends over approximately half
of the width of the adhesive layer 11 on the backing 10,
and a second release liner 13 located on the remaining
surface of the adhesive layer 11 on the backing member
10.
[0040] An additional adhesive tape 20, 21 is applied
to, i.e. connected to and distributed along the splicing
portion, i.e. the free face of the second release liner 13.
The additional adhesive tape comprises a second back-
ing member 20 and, on one face of the second backing
member, a third adhesive layer 21. Tape 20, 21 extends
over the longitudinal edge of the second release liner
13 and provides the attachment portion of the splicing
tape 100.
[0041] A fourth adhesive layer 31 is applied to, i.e.
connected to and distributed along the free face of the
second release liner 13 and the free face of the second
backing member 20. The fourth adhesive layer 31 be-
gins substantially at first longitudinal edge of the second
release liner and extends across the width of the second
release liner 13 and over the first longitudinal edge of
the second backing member 20 towards the second lon-
gitudinal edge of second backing member 20, to provide
the gripping portion. The fourth adhesive layer may be
covered with a release liner 32.
[0042] Suitable adhesive tape 20, 21 is Correction &
Cover-up brand Tape 658 or Scotch brand Masking
Tape 1104 made by Minnesota Mining and Manufactur-
ing Company, St. Paul, Minnesota, USA. The adhesive
tape 20, 21 may be applied continuously over the length
of the splicing portion or discrete lengths of the adhesive
tape 20, 21 may be pre-applied intermittently, i.e. dis-
tributed along the splicing portion. The spacing for the
intermittent stripes should be sufficient to maintain the
splicing tape 100 in a self-supporting manner when ap-
plied to the roll. The adhesive tape 20, 21 is preferably
applied continuously over the length of the splicing por-
tion.
[0043] The fourth adhesive layer 31 may be applied
continuously or in discrete portions intermittently over
the length of the second release liner and attachment
portion. The spacing for the intermittent portions should
be sufficient to grip onto to a rider means during splicing,
such that the attachment portion will be removed from
the outer surface of the underlying winding of the roll
and the second release liner 13 will be removed from
the second adhesive layer 11" as is discussed in more
detail below. The fourth adhesive layer 31 is preferably
applied continuously over the length of the second re-
lease liner 13 and attachment portion. In case discrete

lengths of the adhesive tape 20, 21 are applied intermit-
tently along the splicing portion, the fourth adhesive lay-
er 31, beginning substantially at the first longitudinal
edge of the second release liner 13 as described above,
should end before or at the second longitudinal edge of
the second release liner 13. The fourth adhesive layer
31 may be applied in the form of a transfer tape, for ex-
ample such as the transfer tape 465 available from Min-
nesota Mining and Manufacturing, St. Paul, Minnesota,
USA.
[0044] The surface of the second release liner 13 on
the opposite side to the second adhesive layer 11" may
be treated so that a permanent or strong bond is pro-
duced between the second release liner 13 and the
fourth adhesive layer 31 and/or the third adhesive layer
21. This is, however, not necessary for the invention.
The surface of the second backing member 20 on the
opposite side of the third adhesive layer 21 may be treat-
ed so that a permanent bond or strong is produced be-
tween the second backing member 20 and the fourth
adhesive layer 31. This is, however, not necessary for
the invention.
[0045] Fig. 7B shows a variation of splicing tape 100.
The splicing and attachment portions are same as those
for the tape according to Fig. 7A. In this embodiment a
double-coated adhesive tape 30, 31, 33 is applied to, i.
e. connected to and distributed along the free face of
the second release liner 13 and the free face of the sec-
ond backing member 20 to provide the gripping portion.
The double-coated adhesive tape comprises a third
backing member 30 and an adhesive layer 31, 33 on
each face of the backing member, the fourth and fifth
adhesive layer, respectively. The double-coated tape
30, 31, 33 extends substantially from the first longitudi-
nal edge of the second release liner 13, across the width
of the second release liner 13 and over the first longitu-
dinal edge of the second backing member 20 towards
the second longitudinal edge of second backing mem-
ber 20. The fifth adhesive layer 33 may be covered with
a release liner 32.
[0046] A suitable adhesive tape 30, 31, 33 is DC Tape
410 made by Minnesota Mining and Manufacturing
Company, St. Paul, Minnesota, USA.
[0047] The double-coated adhesive tape 30, 31, 33
may be applied continuously over the length of the sec-
ond release liner and attachment portion, or discrete
lengths of the adhesive tape 30, 31, 33 may be pre-ap-
plied intermittently, i.e. distributed along the second re-
lease liner and attachment portion. The spacing for the
intermittent strips should be sufficient to grip onto to a
rider means during splicing so that the attachment por-
tion is removed from the outer surface of the underlying
winding of the roll and the second release liner 13 is
removed from the second adhesive layer 11". The dou-
ble-coated adhesive tape 30, 31, 33 is preferably ap-
plied continuously over the length of the second release
liner and attachment portion. In case discrete lengths of
the adhesive tape 20, 21 are applied intermittently along
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the splicing portion, the adhesive tape 30, 31, 33, ex-
tending substantially from at the first longitudinal edge
of the second release liner 13 as described above,
should end before or at the second longitudinal edge of
the second release liner 13.
[0048] Fig. 10 schematically illustrates a preferred
method of preparing and making a butt splice using an
embodiment of a butt splicing tape according to the in-
vention, butt splicing tape 100 as shown in Fig. 7B. For
ease in viewing, Fig. 10 shows only the backings and
liners of the butt splicing tape and the appropriate ad-
hesive layer when it plays in role in the illustrated pro-
cedural step. Fig. 7B should be consulted for details,
when following the different steps of the process out-
lined in Fig. 10 A to L. Splicing tape 100 is attached to
the outer surface of the underlying winding 51 using the
third adhesive layer 21 substantially across the width of
the roll 50 (Fig. 10 A and B). The first release liner 12,
if present, can then removed exposing the underlying
first adhesive layer 11'. The leading edge of the sheet
material 52 of the roll 50 is attached onto the first adhe-
sive layer 11'. It can be attached in such a way that the
edge of the end is close to the longitudinal edge of the
second release liner 13. Alternatively a part of the sheet
material may extend over the second release liner 13
(Fig. 10 C and D), which can then be torn off straight,
as is usual in the paper industry, near the transition 15
between the first and the second release liners 12, 13.
At this point, the leading edge of the sheet material 52
is prepared for a splice (Fig. 10 E and F). The release
liner 32 of the gripping portion, if present, can be re-
moved to expose the underlying adhesive layer 33. The
roll 50 of sheet material is then rotated. The gripping
portion grips onto, i.e. adheres to, the rider means 90,
whereby the attachment portion is removed from the
outer surface of the underlying winding and the second
release liner 13 is removed to expose the underlying
second adhesive layer 11" (Fig. 10 G and H). As the roll
50 of sheet material continues to rotate, the further sheet
material 58 of the second web is attached to the ex-
posed second adhesive layer 11 ". The second web of
sheet material may be drawn over a guide means 91.
Any part of the further sheet material 58 extending over
the web part 52 can then be torn off to the correct length
in order to form a neat splice (Fig. 10 I and J). Sheet
material 58 could be, for example, at or near the begin-
ning of a new roll of material, to which the leading edge
of sheet material 52 is to be spliced. A covering adhesive
tape 3, 4 can be now simply applied over the splice thus
formed to give a final permanent butt splice as shown
in Fig 3 (Fig. 10 K and L). The gripping portion together
the second release liner and attachment portion can be
removed from the rider means (Fig. 10 1).
[0049] The application of the butt splicing tape as
shown in Fig. 7A is similar to that described for the butt
splicing tape as shown in Fig. 7B. The general proce-
dural steps described above for preparing a splice or
making a butt splice with splicing tape 100 as shown in

Fig. 7A apply to all embodiments of the methods for pre-
paring a splice or making a butt splice using a butt splic-
ing tape according to the invention.
[0050] Fig. 8A shows a second embodiment of a butt
splicing tape according to the invention.
The splicing portion of the butt splicing tape 200 as well
as the adhesive tape 20, 21 are the same as those of
the butt splicing tape 100 according to Fig. 7A. In this
embodiment, the adhesive tape 20, 21 is not applied to
the free face of the second release liner 13, but is dis-
tributed along the longitudinal edge of the splitting por-
tion adjacent to the second release liner 13. The adhe-
sive tape 20, 21 is connected to the splicing portion by
the fourth adhesive layer 31 of the gripping portion.
[0051] Similar to the butt splicing tape 100 as shown
in Fig. 7A, the fourth adhesive layer 31 is applied to, i.
e. connected to and distributed along the free face of
the second release liner 13 and the free face of the sec-
ond backing member 20. The fourth adhesive layer 31
begins at first longitudinal edge of the second release
liner and extends across the width of the second release
liner and over the first longitudinal edge of the second
backing member towards the second longitudinal edge
of second backing member, to provide the gripping por-
tion. The fourth adhesive layer 31 may be covered with
a release liner 32.
[0052] The adhesive tape 20, 21 may be distributed
continuously or intermittently, as discrete lengths, along
the splicing portion. The spacing for the intermittent
strips should be sufficient to maintain the splicing tape
200 in a self-supporting manner when applied to the roll.
The adhesive tape 20, 21 is preferably applied continu-
ously along the length of the splicing portion.
[0053] The fourth adhesive layer 31 may be applied
continuously or in discrete portions intermittently over
the length of the second release liner and attachment
portion. The spacing for the intermittent portions should
be sufficient to connect the attachment portion to the
splicing portion. The spacing for the intermittent portions
should also be sufficient to grip onto to a rider means
during splicing, such that the attachment portion will be
removed from the outer surface of the underlying wind-
ing of the roll and the second release liner 13 will be
removed from the second adhesive layer 11". The fourth
adhesive layer 31 is preferably applied continuously
over the length of the second release liner and attach-
ment portion. In case discrete lengths of the adhesive
tape 20, 21 are distributed intermittently along the splic-
ing portion, the fourth adhesive layer 31, beginning sub-
stantially at the first longitudinal edge of the second re-
lease liner as described above, should end before or at
the second longitudinal edge of the second release liner
13 in the intermediate spaces between the strips of the
attachment portion. The fourth adhesive layer 31 may
be applied in the form of a transfer tape, for example
such as the transfer tape 465 available from Minnesota
Mining and Manufacturing, St. Paul, Minnesota, USA.
[0054] The surface of the second release liner 13 on
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the opposite side to the second adhesive layer 11" may
be treated so that a permanent or strong bond is pro-
duced between the second release liner 13 and the
fourth adhesive layer 31. This is, however, not neces-
sary for the invention. The surface of the second backing
member 20 on the opposite side of the third adhesive
layer 21 may be treated so that a permanent or strong
bond is produced between the second backing member
20 and the fourth adhesive layer 31. This is, however,
not necessary for the invention.
[0055] Fig. 8B shows a variation of splicing tape 200.
The splicing and attachment portions are same as those
for the adhesive tape according to Fig. 8A. In this em-
bodiment, a double-coated adhesive tape 30, 31, 33 is
applied to, i.e. connected to and distributed along the
free face of the second release liner 13 and the free face
of the second backing member 20 to provide the grip-
ping portion. The double-coated adhesive tape is the
same as that described for the butt splicing tape 100
shown in Fig. 7B.
[0056] The double-coated adhesive tape 30, 31, 33
extends substantially from the first longitudinal edge of
the second release liner 13, across the width of the sec-
ond release liner 13 and over the first longitudinal edge
of the second backing member 20 towards the second
longitudinal edge of second backing member 20. The
fifth adhesive layer 33 may be covered with a release
liner 32.
[0057] The double-coated adhesive tape 30, 31, 33
may be applied continuously over the length of the sec-
ond release liner and attachment portion, or discrete
lengths of the adhesive tape 30, 31, 33 may be pre-ap-
plied intermittently, i.e. distributed along the second re-
lease liner 13 and the attachment portion. The spacing
for the intermittent strips should be sufficient to connect
the attachment portion to the splicing portion. The spac-
ing for the intermittent strips should also be sufficient to
grip onto to a rider means during splicing so that the
attachment portion is removed from the outer surface of
the underlying winding of the roll and the second release
liner 13 is stripped from the second adhesive layer 11".
The double-coated adhesive tape 30, 31, 33 is prefera-
bly applied continuously over the length of the second
release liner and attachment portion. In case discrete
lengths of the adhesive tape 20, 21 are applied intermit-
tently along the splicing portion, the adhesive tape 30,
31, 33, should also be applied intermittently with the
same spacing.
[0058] The butt splicing tapes 200 as shown in Fig.
8A or B show a lower profile than the butt splicing tapes
100 shown in Fig 7A or B and may, thus, be more suit-
able for providing a roll of the corresponding composite
tape.
[0059] The application of the butt splicing tapes as
shown in Fig. 8A and B is similar to that described for
the butt splicing tape as shown in Fig. 7B.
[0060] Fig. 9A shows a third embodiment of a butt
splicing tape according to the invention.

The splicing portion of the butt splicing tape 300 is sim-
ilar to that described for butt splicing tape 100 shown in
Fig. 7A, but now second release liner 13 comprises a
first part 13' and a second part 13". The first part 13'
covers the second adhesive layer 11". The second part
13" extends beyond the longitudinal edge of the first
backing member 10 and has a third adhesive layer 21
on the face facing the second adhesive layer 11" to pro-
vide the attachment portion. The third adhesive layer 21
is applied to, i.e. connected to and distributed along said
face of second release liner 13 beginning substantially
at the longitudinal edge distant to backing member and
extending across the width of the second release liner
13 towards the center thereof, but not beyond the lon-
gitudinal edge of the first backing member 10.
[0061] The fourth adhesive layer 31 is applied to, i.e.
connected to and distributed along the free face of the
second release liner 13. The fourth adhesive layer 31
begins at first longitudinal edge of the second release
liner 13 and extends across the width of the second re-
lease liner 13 and towards the second longitudinal edge
of second release liner 13, to provide the gripping por-
tion. The fourth adhesive layer 31 may be covered with
a release liner 32.
[0062] The third adhesive layer 21 may be applied
continuously or in discrete portions intermittently over
the length of the second release liner 13 . The spacing
for the intermittent portions should be sufficient to main-
tain the splicing tape 300 in a self-supporting manner
when applied to the roll. The adhesive layer 21 is pref-
erably applied continuously over the length of the sec-
ond release liner.
[0063] The fourth adhesive layer 31 may be applied
continuously or in discrete portions intermittently over
the length of the second release liner 13. The spacing
for the intermittent portions should also be sufficient to
grip onto to a rider means during splicing, such that the
attachment portion will be removed from the outer sur-
face of the underlying winding of the roll and the second
release liner 13 will be removed from second adhesive
layer 11". The fourth adhesive layer 31 is preferably ap-
plied continuously over the length of the second release
liner. The fourth adhesive layer 31 may be applied in the
form of a transfer tape, for example such as the transfer
tape 465 available from Minnesota Mining and Manu-
facturing, St. Paul, Minnesota, USA.
[0064] Fig. 9B shows a variation of splicing tape 300.
The splicing and attachment portions are same as those
for the adhesive tape according to Fig. 9A. Now a dou-
ble-coated adhesive tape 30, 31, 33 is applied to, i.e.
connected to and distributed along the free face of the
second release liner 13 to provide the gripping portion.
The double-coated adhesive tape is the same as that
described for the butt splicing tape 100 shown in Fig. 7B.
[0065] The double-coated adhesive tape 30, 31, 33
extends substantially from the first longitudinal edge of
the second release liner 13, across the width of the sec-
ond release liner towards the second longitudinal edge
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of the second release liner. The fifth adhesive layer 33
may be covered with a release liner 32.
[0066] The double-coated adhesive tape 30, 31, 33
may be applied continuously over the length of the sec-
ond release liner and attachment portion, or discrete
lengths of the adhesive tape 30, 31, 33 may be pre-ap-
plied intermittently, i.e. distributed along the second re-
lease liner. The spacing for the intermittent strips should
also be sufficient to grip onto to a rider means during
splicing so that the attachment portion is removed from
the outer surface of the underlying winding of the roll
and the second release liner 13 is removed from the sec-
ond adhesive layer 11 ". The double-coated adhesive
tape 30, 31, 33 is preferably applied continuously over
the length of the second release liner 13.
[0067] The application of the butt splicing tapes as
shown in Fig. 9A and B is similar to that described for
the butt splicing tape as shown in Fig. 7B.
[0068] A further aspect of the present invention in-
cludes methods of preparing a splice and making a butt
splice using two separate tapes, referred to in the fol-
lowing as the "two- tape methods".
[0069] One tape is a splicing tape comprising a splic-
ing portion and an attachment portion. The materials
used in and the construction of the splicing and attach-
ment portions of splicing tapes used in the two-tape
methods may be the same as those described for the
splicing and attachment portions of the butt splicing
tapes of the invention. The known splicing tapes as
shown in Fig. 6A and B are examples of suitable splicing
tapes. The commercially available splicing tapes 9111,
9114, 9117 made by Minnesota Mining and Manufactur-
ing Company, St. Paul, Minnesota, USA are further ex-
amples of suitable splicing tapes for use in the two-tape
methods according to the invention.
[0070] The second tape is a double-sided adhesive
tape. Double-side adhesive tapes used in the two-tape
methods of the present invention may include transfer
tapes and double-coated adhesive tapes. Double-coat-
ed adhesive tapes comprise a backing member and an
adhesive layer on each face of said backing member.
Such double-sided adhesive tapes are typically provid-
ed with a single release liner on one side of the tape, e.
g. component 32 of the double-sided adhesive tapes as
shown in Fig. 2A and B. Alternatively, the adhesive tape
may include two release liners, one on each side, or no
release liner at all. The materials used in the double-
sided adhesive tapes applied in the two-tape methods
can be the same as those described for the correspond-
ing components of the gripping portion of the butt splic-
ing tapes of the invention. In particular, the adhesive lay-
er of the transfer tape may be the same as the fourth
adhesive layer of the gripping portion of the butt splicing
tapes of the invention. For double-coated adhesive
tapes, the backing member may be the same as the
backing member of the gripping portion, while the two
adhesive layers may be the same as the fourth and fifth
adhesive layers of the gripping portion of the butt splic-

ing tapes of the invention. The commercially available
double-coated adhesive tape DC 410 and the transfer
tape 465 made by Minnesota Mining and Manufacturing
Company, St. Paul, Minnesota, USA are examples of
suitable double-sided adhesive tapes for use in the two-
tape method according to the invention.
[0071] Fig. 11 illustrates a preferred method of pre-
paring a splice and the initial steps of making a butt
splice using two separate tapes. In particular Fig. 11
shows the application of a splicing tape 70 as shown in
Fig. 6B and a double-coated adhesive tape 80 with an
optional release liner as shown in Fig. 2A. For ease in
viewing, Fig. 11 shows only the backings and liners of
the tapes and the appropriate adhesive layer when it
plays in role in the illustrated procedural step.
Fig. 6B and Fig. 2A should be consulted for details,
when following the different steps of the process out-
lined in Fig. 11 A to F. Splicing tape 70 is attached to the
outer surface of the underlying winding 51 using the third
adhesive layer 21 substantially across the width of the
roll (Fig. 11 A and B). Release liner 12, if present, can
then be removed exposing the underlying adhesive lay-
er 11. The leading edge of the sheet material 52 is at-
tached onto said adhesive layer. It can be attached in
such a way that the edge of the end is close to the lon-
gitudinal edge of the second release liner 13. Alterna-
tively, a part of the sheet material may extend over the
second release liner 13, which can then be torn off
straight, as is usual in the paper industry, near the tran-
sition between the first and second release liners 12,13
(Fig. 11 C and D). The double-coated adhesive tape 80
is attached to the splicing tape, such that one side of the
double-sided adhesive tape is connected to and sub-
stantially distributed along the second release liner of
the splicing tape extending across the width of second
release liner from substantially the first longitudinal edge
of the second release liner and extending towards sec-
ond longitudinal edge of the second release liner. At this
point, the leading edge of sheet material is prepared for
a splice (Fig. 11 E and F).
[0072] The general procedural steps described above
apply to all embodiments of the two tape methods ac-
cording to the invention.
[0073] An shown in Fig. 11, the attachment of the dou-
ble-sided adhesive tape may be performed, such that
one side of said double-sided adhesive tape is connect-
ed to and substantially distributed along both the second
release liner and attachment portion beginning substan-
tially at the first longitudinal edge of the second release
liner and extending towards said attachment portion of
said splicing tape.
[0074] In alternative methods, the double-sided adhe-
sive tape can be attached to the splicing tape before the
leading edge has been attached to the first adhesive lay-
er of the splicing tape or before the splicing tape is at-
tached to the outer surface of the underlying winding.
[0075] Once the splice has been prepared, the re-
maining procedural steps for making the butt splice are
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the similar as those described above for the method of
making a butt splice using a butt splicing tape of the in-
vention and shown in Fig. 10 G to L.
[0076] The release liner from the second side of the
double-sided adhesive, if present, can be removed to
expose the underlying adhesive layer. The roll of sheet
material is then rotated. The double-sided adhesive
tape grips onto, i.e. adheres to, the rider means, where-
by the attachment portion is removed from the outer sur-
face of the underlying winding and the second release
liner is removed to expose the underlying second adhe-
sive layer. As the roll of sheet material continues to ro-
tate, the further sheet material is attached to the ex-
posed second adhesive layer. Any part of the further
sheet material extending over the web part can then be
torn off to the correct length in order to form a neat splice.
A covering adhesive tape can be now simply applied
over the splice thus formed to give a final permanent
butt splice as shown in Fig 3. The double-sided adhesive
tape together the second release liner and attachment
portion can be removed from the rider means.
[0077] As mentioned above, the butt splicing tapes of
the invention and the methods of preparing a splice and
making a butt splice according to the invention find par-
ticular use for splicing on a winder or rewinder having a
rider means. During splicing on conventional winders
and rewinders, upon rotation of the roll of sheet material
with the attached splicing tape, said tape typically pass-
es over one single rider means before attachment of the
further end of the second sheet material. In case due to
the particular construction of the winder/rewinder, said
tape will pass over two rider means before attachment
of the further end of the second sheet material, the butt
splicing tapes and the prepared splices according to the
invention may further comprise a second gripping por-
tion. Here the outermost adhesive layer of the first grip-
ping portion is covered with a release liner, "third release
liner" and the second gripping portion comprising an ad-
hesive layer is connected to and distributed along the
third release liner of the first gripping portion. The sec-
ond gripping portion is used to grip onto, i.e. to attach
itself onto, the first rider means during splicing as the
roll of sheet material with the attached splicing tape is
rotated. Once the second gripping portion adheres onto
the first rider means, as the roll of sheet material con-
tinues to rotate, the third release liner of the first gripping
portion can be removed to expose the outermost adhe-
sive layer of the first gripping portion. Upon further rota-
tion, the first gripping portion can grip onto, i.e. attach
itself onto, the second rider means, and the attachment
portion and the second release liner can be then re-
moved from the outer surface of the underlying winding
of the roll and from the second adhesive layer, respec-
tively. The second adhesive layer of the splicing portion
is thus exposed and can be attached to the further end
of the second sheet material. Similar to the first gripping
portion the second gripping portion may further com-
prise a backing member and an additional adhesive lay-

er, where one face of said backing member is adjacent
to the one adhesive layer and the additional adhesive
layer is on the opposite face of said backing member.
The materials used in the second gripping portion may
be the same as the corresponding components of the
first gripping portion. The outermost adhesive layer of
the second gripping portion may optionally be covered
by a release liner, which would be removed prior to mak-
ing the splice, in particular rotating the roll of sheet ma-
terial with the attached splicing tape. The material of the
release liner may be similar to those described with re-
spect to the release liners of the splicing portion.
[0078] The second gripping portion may be provided
during the process of preparing a splice or making a butt
splice using a butt splicing tape of the invention by at-
taching a double-sided adhesive tape to the butt splicing
tape, such that one side is connected to and substan-
tially distributed along the third release liner of gripping
portion. Such a step may be performed after the step of
attaching the leading edge to the first adhesive layer.
The double-sided adhesive tape applied here may be
the same as those described for use in the two-tape
methods of the invention.
[0079] The methods of preparing a splice and making
a butt splice according to the two-tape methods of the
invention may also further comprise a similar procedural
step. For example, after step (iii), e.g. attaching one side
the double-sided adhesive tape to the splicing tape, a
further step of attaching a second double-sided adhe-
sive tape to the splicing tape can be performed, such
that one side of the second double-sided adhesive tape
is connected to and substantially distributed along the
release liner of the first double-sided adhesive tape.

Claims

1. A butt splicing tape (100) comprising:

a splicing portion and an attachment portion,

wherein said splicing portion comprises
an elongated first backing member (10) hav-

ing two faces and two longitudinal edges,
a first adhesive layer (11') on the first face of

said first backing member (10), said first adhesive
layer extending across the width of said first backing
member substantially along the first longitudinal
edge of said

first backing member and optionally being
covered by a first release liner (12), and

a second adhesive layer (11") on the first face
of said first backing member (10), said second ad-
hesive layer extending across the width of said first
backing member substantially along the second
longitudinal edge of said first backing member and
being covered by a second release liner (13) having
two faces and two longitudinal edges, the first face
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of said second releaser liner being adjacent to sec-
ond adhesive layer;

wherein said attachment portion is distributed
substantially along said splicing portion and is con-
nected to a free face of said second release liner
(13) of splicing portion and, said attachment portion
including a third adhesive layer (21);

and characterized in that the butt splicing
tape further comprises a gripping portion, said grip-
ping portion comprising either

a fourth adhesive layer (31), both faces
of said layer being adhesive, and wherein said
fourth adhesive layer is optionally covered by a third
release liner (32); or

a third backing member (30) having two
faces, a fourth adhesive layer (31) and a fifth adhe-
sive layer (33), wherein said fourth adhesive layer
(31) is on the first face of said third backing member
(30). and said fifth adhesive layer is on the second
face of said third backing member (30) and option-
alty covered by a third release liner (32); and

said gripping portion being connected to and
distributed substantially along said second release
liner (13) of splicing portion.

2. A butt splicing tape according to claim 1, wherein
said gripping portion is connected to and distributed
substantially along both said second release liner
(13) of splicing portion and said attachment portion.

3. A butt splicing tape according to claim 2, wherein
said attachment portion further comprises a second
backing member (20) having two faces and two lon-
gitudinal edges and said third adhesive layer (21)
is on the first face of said second backing member
(20); and wherein said fourth adhesive layer (31) is
on the second face of said second release liner (13)
and the second face of said second backing mem-
ber (20) beginning substantially at first longitudinal
edge of said second release liner and extending
across the width of said second release liner and
over the first longitudinal edge of said second back-
ing member towards the second longitudinal edge
of said second backing member.

4. A butt splicing tape according to claim 1, wherein
said second release liner (13) extends beyond the
second longitudinal edge of said first backing mem-
ber (10) and said third adhesive layer (21) is applied
on the first face of second release liner (13) begin-
ning substantial at said second longitudinal edge of
second release liner and extending across the width
of said second release liner towards the center
thereof, but not beyond said second :

longitudinal edge of said first backing member
(10); and wherein said fourth adhesive layer
(31) is on the second face of said second re-

lease liner (13) beginning substantially at first
longitudinal edge of said second release liner
and extending across the width of said second
release liner towards the second longitudinal
edge of said second release liner.

5. A roll (50) of sheet material comprising a prepared
splice on the leading edge (52) of said roll, each
winding of said sheet material on said roll. having
an outer surface facing radially outwards from said
roll and said roll having an underlying winding (51),
said prepared splice comprising:

a splicing portion and an attachment portion,

wherein said splicing portion comprises
an elongated first backing member (10) hav-

ing two faces and two longitudinal edges,
a first adhesive layer (11') on the first face of

said first backing member (10) attaching the leading
edge (52) of the roll (50) substantial across the
width of said roll to said first backing member, said
first adhesive layer extending across the width of
said first backing member substantially along the
first longitudinal edge, and

a second adhesive layer (11") on the first face
of said first backing. member (10), said second ad-
hesive layer extending across the width of said first
backing member substantially along the second
longitudinal edge of said first backing member and
being covered by a second release liner (13) having
two faces and two longitudinal edges, the first face
of said second release liner being adjacent to sec-
ond adhesive layer;

wherein said attachment portion is distributed
substantially along said splicing portion and con-
nected to a free face of said second release liner
(13) of splicing portion, and is releasably and self-
supportively attaching said splice to the outer sur-
face of the underlying winding (51) of said roll (50)
substantially across the width of said roll, said at-
tachment portion including a third adhesive layer
(21);

and characterized in that the prepared
splice further comprises a gripping portion, said
gripping portion comprising either

a fourth adhesive layer (31), both faces
of said layer being adhesive, and wherein said
fourth adhesive layer is optionally covered by a third
release liner (32); or

a third backing member (30) having two
faces, a fourth adhesive layer (31) and a fifth adhe-
sive layer (33), wherein said fourth adhesive layer
(31) is on the first face of said third backing member
(30) and said fifth adhesive layer is on the second
face of said third backing member (30) and option-
ally covered by a third release finer (32); and

said gripping portion being connected to and
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distributed substantially along said second release
liner (13) of splicing portion.

6. A method for making a butt splice on winder or re-
winder having a rider means (90) between the lead-
ing edge (52) of a roll (50) of sheet material and a
further sheet material (58) using a butt splicing tape
(100) according to any one of claims 1 to 4, each
winding of said sheet material on said roll having an
outer surface facing radially outwards away from
said roll and said roll having an underlying winding
(51 ), said method comprising the following steps:

attaching said splicing tape (100) to the outer
surface of said underlying winding (51) using
the third adhesive layer (21) substantially
across the width of the said roll (50);
attaching the said leading edge (52) to the first
adhesive layer (11'), thereby removing the first
release liner (12), if present, removing the third
release liner (32), if present, from the gripping
portion to expose the underlying adhesive layer
(31, 33); and rotating said roll (50) of sheet ma-
terial, so that the gripping portion grips onto the
rider means (90), whereby the attachment por-
tion is removed from the outer surface of the
underlying winding (51) and the second release
liner (13) is removed to expose the second ad-
hesive layer (11"), and so that the further sheet
material (58) is attached to the exposed second
adhesive layer (11"); wherein the step of remov-
ing the third release liner (32), if present, can
be perfomed prior to the step of attaching the
splicing tape (100) a prior to the step of attach-
ing the leading edge (52).

7. A method for preparing a splice on the leading edge
(52) of a roll (50) of sheet material using a splicing
tape (70), each winding of said sheet material on
said roll having an outer surface facing radially out-
wards away from said roll and said roll having an
underlying winding (51).
said splicing tape (70) comprising a splicing portion
and an attachment portion,

wherein said splicing portion comprises
an elongated backing member (10) having

two faces and two longitudinal edges,
a first adhesive layer (11') on the first face of

said backing member (10), said first adhesive layer
extending across the width of said backing member
substantially along the first longitudinal edge of said
backing member and optionally being covered by a
first release liner (12), and a second adhesive layer
(11") on the first face of said backing member (10),
said second adhesive layer extending across the
width of said backing member substantially along
the second longitudinal edge of said backing mem-
ber and being covered by a second release liner

(13) having two faces and two longitudinal edges,
the first face of said second release liner being ad-
jacent to second adhesive layer, and

wherein said attachment portion is distributed
substantially along said splicing portion and is con-
nected to a free face of said second release liner
(13) of splicing portion and, said attachment portion
including a third adhesive layer (21),
said method comprising the following steps:

(i) attaching said splicing tape (70) to the outer
surface of the underlying winding (51) using
said third adhesive layer (21) substantially
across the width of the roll (50);
(ii) attaching said leading edge (52) to the first
adhesive layer (11'), thereby removing the first
release liner (12), if present, characterized in
that said method comprises the following step:
(iii) attaching a double-sided adhesive tape
(80) to said splicing tape (70) such that one side
of said double-sided adhesive tape is connect-
ed to and substantially distributed along said
second release liner (13) of said splicing tape
extending across the width of second release
liner from substantially the first longitudinal
edge of the second release liner and extending
towards second longitudinal edge of the sec-
ond release liner; the second side of said dou-
ble-sided adhesive tape is optionally covered
with a release liner (32).

8. A method for preparing a splice according to claim
7, wherein step (iii) is performed prior to step (i).

9. A method for preparing a splice according to claim
7, wherein step (iii) is performed prior to step (ii).

10. A method for preparing a splice according to any
one of claims 7 to 9, wherein step (iii) is performed,
such that said double-sided adhesive tape (80) is
connected to and substantially distributed along
both said second release liner (13) and attachment
portion of said splicing tape (70), said double-sided
adhesive tape extending across the width of second
release liner (13) from substantially the first longi-
tudinal edge of the second release liner and to-
wards said attachment portion.

11. A method for making a butt splice on a winder or
rewinder having a rider means (90) between the
leading edge (52) of a roll (50) of sheet material and
a further sheet material (58) using a splicing tape
(70), each winding of said sheet material on said roll
having an outer surface facing radially outwards
away from said roll and said roll having an underly-
ing winding (51 ),
said splicing tape (70) comprising a splicing portion
and an attachment portion,
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wherein said splicing portion comprises
an elongated backing member (10) having

two faces and two longitudinal edges,
a first adhesive layer (11') on the first face of

said backing member (10), said first adhesive layer
extending across the width of said backing member
substantially along the first longitudinal edge of said
backing member and optionally being covered by a
first release liner (12), and

a second adhesive layer (11") on the first face
of said backing member (10), said second adhesive
layer extending across the width of said backing
member substantially along the second longitudinal
edge of said backing member and being covered
by a second release liner (13) having two faces and
two longitudinal edges, the first face of said second
release liner being adjacent to second adhesive lay-
er; and

wherein said attachment portion is distributed
substantially along said splicing portion and is con-
nected to a free face of said second releaser liner
(13) of splicing portion and, said attachment portion
including a third adhesive layer (21),
said method comprising the following steps:

(i) attaching said splicing tape (70) to the outer
surface of the underlying winding (51) using
said third adhesive layer (21) substantially
across the width of the roll (50);
(ii) attaching said leading edge (52) to the first
adhesive layer (11'), thereby removing the first
release liner (12), if present, characterized in
that said method further comprises the follow-
ing steps:
(iii) attaching a double-sided adhesive tape
(80) to said splicing tape (70) such that one side
of said double-sided adhesive tape is connect-
ed to and substantially distributed along said
second release liner (13) of said splicing tape
extending across the width of second release
liner from substantially the first longitudinal
edge of the second release liner and extending
towards second longitudinal edge of the sec-
ond release liner; the second side of said dou-
ble-sided adhesive tape is optionally covered
with a release liner (32);
(iv) removing the release liner (32) from the
second side of the double-sided adhesive tape,
if present, to expose the underlying adhesive
layer (31,33); and
(v) rotating said roll (50) of sheet material, so
that the double-sided adhesive tape (80) grips
onto the rider means (90), whereby the attach-
ment portion of said splicing tape (70) is re-
moved from the outer surface of the underlying
winding (51) and the second release liner (13)
is removed to expose the second adhesive lay-
er (11"), and so that the further sheet material

(58) is attached to the exposed second adhe-
sive layer (11").

12. A method for making a butt splice according to claim
11, wherein step (iii) is performed prior to step (i).

13. A method for making a butt splice according to claim
11, wherein step (iii) is performed prior to step (ii).

14. A method for making a butt splice according to any
one of claims 11 to 13, wherein step (iii) is per-
formed, such that said double-sided adhesive tape
(80) is connected to and substantially distributed
along both said second release liner (13) and said
attachment portion of said splicing tape (70), said
double-sided adhesive tape (80) extending across
the width of second release liner (13) from substan-
tially the first longitudinal edge of the second re-
lease liner and towards said attachment portion.

Patentansprüche

1. Stoßspleißband (100), welches umfasst:

einen Spleißabschnitt und einen Befestigungs-
abschnitt

worin der Spleißabschnitt umfasst
ein längliches erstes Rückenelement (10), welches
zwei Seiten und zwei Längskanten aufweist,
eine erste Klebeschicht (11') auf der ersten Seite
des ersten Rückenelements (10), wobei sich die er-
ste Klebeschicht über die Breite des ersten Rücken-
elements im Wesentlichen entlang der ersten
Längskante des ersten Rückenelements erstreckt
und wahlweise durch eine erste Trennschicht (12)
bedeckt ist, und
eine zweite Klebeschicht (11'') auf der ersten Seite
des ersten Rückenelements (10), wobei sich die
zweite Klebeschicht über die Breite des ersten Rük-
kenelements im Wesentlichen entlang der zweiten
Längskante des ersten Rückenelements erstreckt
und durch eine zweite Trennschicht (13) bedeckt
ist, welche zwei Seiten und zwei Längskanten auf-
weist,
worin die erste Seite der zweiten Trennschicht be-
nachbart der zweiten Klebeschicht angeordnet ist;
worin der Befestigungsabschnitt im Wesentlichen
entlang dem Spleißabschnitt angeordnet ist und mit
einer freien Seite der zweiten Trennschicht (13) des
Spleißabschnitts verbunden ist und der Befesti-
gungsabschnitt eine dritte Klebeschicht (21) um-
fasst;
und dadurch gekennzeichnet, dass das
Stoßspleißband des Weiteren einen Eingriffab-
schnitt umfasst,
worin der Eingriffabschnitt entweder
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eine vierte Klebeschicht (31), worin beide Seiten
der Schicht klebend sind und worin die vierte Kle-
beschicht wahlweise mit einer dritten Trennschicht
(32) bedeckt ist; oder
ein drittes Rückenelement (30) umfasst, welches
zwei Seiten, eine vierte Klebeschicht (31) und eine
fünfte Klebeschicht (33) aufweist, wobei sich die
vierte Klebeschicht (31) auf der ersten Seite des
dritten Rückenelements (30) und die fünfte Klebe-
schicht sich auf der zweiten Seite des dritten Rük-
kenelements (30) befindet und wahlweise durch ei-
ne dritte Trennschicht (32) bedeckt ist, und
der Eingriffabschnitt mit der zweiten Trennschicht
(13) des Spleißabschnitts verbunden ist und im We-
sentlichen entlang dieser angeordnet ist.

2. Stoßspleißband gemäß Anspruch 1, worin der Ein-
griffabschnitt sowohl mit der zweiten Trennzwi-
schenlage (13) des Spleißabschnitts als auch dem
Befestigungsabschnitt verbunden ist und im We-
sentlichen entlang dieser beiden angeordnet ist.

3. Stoßspleißband gemäß Anspruch 2, worin der Be-
festigungsabschnitt des Weiteren ein zweites Rük-
kenelement (20) mit zwei Seiten und zwei Längs-
kanten umfasst und sich die dritte Klebeschicht (21)
auf der ersten Seite des zweiten Rückenelements
(20) befindet ; und worin sich die vierte Klebe-
schicht (31) auf der zweiten Seite der zweiten
Trennschicht (13) und der zweiten Seite des zwei-
ten Rückenelements (20) befindet, wobei sie im
Wesentlichen an der ersten Längskante der zwei-
ten Trennschicht beginnt und sich über die Breite
der zweiten Trennschicht und über die erste Längs-
kante des zweiten Rückenelements in Richtung der
zweiten Längskante des zweiten Rückenelements
erstreckt.

4. Stoßspleißband gemäß Anspruch 1, worin die zwei-
te Trennschicht (13) sich über die zweite Längskan-
te des ersten Rückenelements (10) hinaus erstreckt
und die dritte Klebeschicht (21) auf die erste Seite
der zweiten Trennschicht (13) aufgebracht ist, wo-
bei sie im Wesentlichen an der zweiten Längskante
der zweiten Trennschicht beginnt und sich über die
Breite der zweiten Trennschicht in Richtung der Mit-
te derselben hin erstreckt, aber nicht über die zwei-
te Längskante des ersten Rückenelements (10)
hinaus; und worin die vierte Klebeschicht (31) sich
auf der zweiten Seite der zweiten Trennschicht (13)
befindet, wobei sie im Wesentlichen an der ersten
Längskante der zweiten Trennschicht beginnt und
sich über die Breite der zweiten Trennschicht in
Richtung der zweiten Längskante der zweiten
Trennschicht erstreckt.

5. Rolle (50) aus Bahnmaterial, umfassend einen vor-
bereiteten Spleiß am führenden Ende (52) der Rol-

le, wobei jede Wicklung des Bahnmaterials in der
Rolle eine äußere Oberfläche aufweist, welche ra-
dial nach außen in Bezug zur Rolle gewandt ist und
die Rolle eine darunter liegende Wicklung (51) auf-
weist, worin der vorbereitete Spleiß umfasst:

einen Spleißabschnitt und einen Befestigungs-
abschnitt,

worin der Spleißabschnitt umfasst
ein längliches erstes Rückenelement (10), welches
zwei Seiten und zwei Längskanten aufweist,
eine erste Klebeschicht (11') auf der ersten Seite
des ersten Rückenelements (10), welche das füh-
rende Ende (52) der Rolle (50) im Wesentlichen
über die Breite der Rolle am ersten Rückenelement
befestigt, wobei sich die erste Kleberschicht über
die Breite des ersten Rückenelements im Wesent-
lichen entlang der ersten Längskante erstreckt, und
eine zweite Klebeschicht (11'') auf der ersten Seite
des ersten Rückenelements (10), wobei die zweite
Klebeschicht sich über die Breite des ersten Rük-
kenelements im Wesentlichen entlang der zweiten
Längskante des ersten Rückenelements erstreckt
und durch eine zweite Trennschicht (13) bedeckt
ist, welche zwei Seiten und zwei Längskanten auf-
weist, worin die erste Seite der zweiten Trenn-
schicht benachbart der zweiten Klebeschicht ange-
ordnet ist;
worin der Befestigungsabschnitt im Wesentlichen
entlang dem Spleißabschnitt angeordnet ist und mit
einer freien Seite der zweiten Trennschicht (13) des
Spleißabschnitts verbunden ist, und er den Spleiß
an der äußeren Oberfläche der darunter liegenden
Wicklung (51) der Rolle (50) im Wesentlichen über
die Breite der Rolle in trennbarer und selbsttragen-
der Weise befestigt,
worin der Befestigungsabschnitt eine dritte Klebe-
schicht (21) umfasst;
und dadurch gekennzeichnet ist, dass der vorbe-
reitete Spleiß des Weiteren einen Eingriffabschnitt
umfasst, worin der Eingriffabschnitt entweder
eine vierte Klebeschicht (31), worin beide Seiten
der Schichtklebend sind und worin die vierte Klebe-
schicht wahlweise mit einer dritten Trennschicht
(32) bedeckt ist; oder
ein drittes Rückenelement (30) umfasst, welches
zwei Seiten, eine vierte Klebeschicht (31) und
eine fünfte Klebeschicht (33) aufweist, wobei sich
die vierte Klebeschicht (31) auf der ersten Seite des
dritten Rückenelements (30) und die fünfte Klebe-
schicht sich auf der zweiten Seite des dritten Rük-
kenelements (30) befindet und wahlweise durch ei-
ne dritte Trennschicht (32) bedeckt ist, und
der Eingriffabschnitt mit der zweiten Trennschicht
(13) des Spleißabschnitts verbunden ist und im We-
sentlichen entlang dieser angeordnet ist.
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6. Verfahren zum Herstellen eines Stoßspleißes auf
einer Wickelwalze oder einem Umroller, welcher ein
Reitermittel (90) zwischen der führenden Kante
(52) einer Rolle (50) aus Bahnmaterial und einem
weiteren Bahnmaterial (58) aufweist, unter Verwen-
dung eines Stoßspleißbandes (100) gemäß jedem
der Ansprüche 1 bis 4, wobei jede Wicklung des
Bahnmaterials auf der Rolle eine äußere Oberflä-
che aufweist, welche radial nach außen weg von
der Rolle weist, und die Rolle eine darunter liegen-
de Wicklung (51) aufweist, wobei das Verfahren die
folgenden Schritte umfasst:

Anbringen des Spleißbandes (100) an der äu-
ßere Oberfläche der darunter liegenden Wick-
lung (51) unter Verwendung der dritten Klebe-
schicht (21) im Wesentlichen über die Breite
der Rolle (50);
Anbringen der führenden Kante (52) an der er-
sten Klebeschicht (11'), dadurch Entfernen der
ersten Trennschicht (12), wenn vorhanden;
Entfernen der dritten Trennschicht (32), wenn
vorhanden, vom Eingriffabschnitt, um die dar-
unter liegende Klebeschicht (31, 33) freizule-
gen; und
Drehen der Rolle (50) aus Bahnmaterial, so
dass der Eingriffabschnitt auf das Reitermittel
(90) eingreift, wobei der Befestigungsabschnitt
von der äußeren Oberfläche der darunter lie-
genden Wicklung (51) entfernt wird und die
zweite Trennlage (13) entfernt wird, um die
zweite Klebeschicht (11'') freizugeben, und so
dass das weitere Bahnmaterial (58) an der frei-
gegebenen zweiten Klebeschicht (11") befe-
stigt wird, worin der Schritt des Entfernens der
dritten Trennlage (32), wenn vorhanden, vor
dem Schritt des Anbringens des Spleißbandes
(100) oder vor dem Schritt des Anbringens der
führenden Kante (52) ausgeführt werden kann.

7. Verfahren zum Vorbereiten eines Spleißes an der
führenden Kante (52) einer Rolle (50) aus Bahnma-
terial unter Verwendung eines Spleißbandes (70),
worin jede Wicklung des Bahnmaterials auf der Rol-
le eine äußere Oberfläche aufweist, die nach außen
radial weg von der Rolle gewandt ist, welche ihrer-
seits eine darunter liegende Wicklung (51) aufweist,
worin das Spleißband (70) einen Spleißabschnitt
und einen Befestigungsabschnitt aufweist,
worin der Spleißabschnitt umfasst
ein längliches erstes Rückenelement (10), welches
zwei Seiten und zwei Längskanten aufweist,
eine erste Klebeschicht (11') auf der ersten Seite
des Rückenelements (10), wobei die erste Klebe-
schicht sich über die Breite des Rückenelements im
Wesentlichen entlang der ersten Längskante des
Rückenelements erstreckt und wahlweise durch ei-
ne erste Trennschicht (12) bedeckt ist, und

eine zweite Klebeschicht (11") auf der ersten Seite
des Rückenelements (10), wobei die zweite Klebe-
schicht sich über die Breite des ersten Rückenele-
ments im Wesentlichen entlang der zweiten Längs-
kante des Rückenelements erstreckt und durch ei-
ne zweite Trennschicht (13) bedeckt ist, welche
zwei Seiten und zwei Längskanten aufweist, worin
die erste Seite der zweiten Trennschicht benach-
bart der zweiten Klebeschicht angeordnet ist; und
worin der Befestigungsabschnitt im Wesentlichen
entlang dem Spleißabschnitt angeordnet ist und mit
einer freien Seite der zweiten Trennschicht (13) des
Spleißabschnitts verbunden ist und der Befesti-
gungsabschnitt eine dritte Klebeschicht (21) um-
fasst,
wobei das Verfahren die folgenden Schritte um-
fasst:

(i) Anbringen des Spleißbandes (70) an der äu-
ßeren Oberfläche der darunter liegenden Wick-
lung (51) unter Verwendung der dritten Klebe-
schicht (21) im Wesentlichen über die Breite
der Rolle (50);
(ii) Anbringen der führenden Kante (52) an der
ersten Klebeschicht (11'), dadurch Entfernen
der ersten Trennschicht (12), wenn vorhanden;
dadurch gekennzeichnet, dass das Verfah-
ren den folgenden Schritt umfasst:
(iii)Anbringen eines doppelseitigen Klebeban-
des (80) an das Spleißband (70), so dass eine
Seite des doppelseitigen Klebebandes mit der
zweiten Trennschicht (13) des Spleißbandes
verbunden ist und sich im Wesentlichen ent-
lang dieser angeordnet ist, wobei es sich über
die Breite der zweiten Trennschicht von im We-
sentlichen der ersten Längskante der zweiten
Trennschicht erstreckt und sich in Richtung der
zweiten Längskante der zweiten Trennschicht
hin erstreckt; worin die zweite Seite des dop-
pelseitigen Klebebandes wahlweise mit einer
Trennschicht (32) bedeckt ist.

8. Verfahren zum Vorbereiten eines Spleißes gemäß
Anspruch 7, worin der Schritt (iii) vor dem Schritt (i)
ausgeführt wird.

9. Verfahren zum Vorbereiten eines Spleißes gemäß
Anspruch 7, worin der Schritt (iii) vor dem Schritt (ii)
ausgeführt wird.

10. Verfahren zum Vorbereiten eines Spleißes gemäß
jedem der Ansprüche 7 bis 9, wobei der Schritt (iii)
ausgeführt wird, so dass das doppelseitige Klebe-
band (80) sowohl mit der zweiten Trennschicht (13)
als auch mit dem Befestigungsabschnitt des
Spleißbandes (70) verbunden ist und sich entlang
beider angeordnet ist, wobei sich das doppelseitige
Klebeband über die Breite der zweiten Trennschicht
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(13) von im Wesentlichen der ersten Längskante
der zweiten Trennschicht und in Richtung des Be-
festigungsabschnitts erstreckt.

11. Verfahren zum Herstellen eines Stoßspleißes auf
einer Wickelwalze oder einem Umroller, welcher ein
Reitermittel (90) zwischen der führenden Kante
(52) einer Rolle (50) aus Bahnmaterial und einem
weiteren Bahnmaterial (58) aufweist, unter Verwen-
dung eines Spleißbandes (70), wobei jede Wick-
lung des Bahnmaterials auf der Rolle eine äußere
Oberfläche aufweist, welche radial nach außen weg
von der Rolle weist, und die Rolle eine darunter lie-
gende Wicklung (51) aufweist,
worin das Spleißband (70) einen Spleißabschnitt
und einen Befestigungsabschnitt umfasst,
worin der Spleißabschnitt umfasst
ein längliches erstes Rückenelement (10), welches
zwei Seiten und zwei Längskanten aufweist,
eine erste Klebeschicht (11') auf der ersten Seite
des Rückenelements (10), wobei die erste Klebe-
schicht sich über die Breite des Rückenelements im
Wesentlichen entlang der ersten Längskante des
Rückenelements erstreckt und wahlweise durch ei-
ne erste Trennschicht (12) bedeckt ist, und
eine zweite Klebeschicht (11") auf der ersten Seite
des Rückenelements (10), wobei die zweite Klebe-
schicht sich über die Breite des ersten Rückenele-
ments im Wesentlichen entlang der zweiten Längs-
kante des Rückenelements erstreckt und durch ei-
ne zweite Trennschicht (13) bedeckt ist, welche
zwei Seiten und zwei Längskanten aufweist, worin
die erste Seite der zweiten Trennschicht benach-
bart der zweiten Klebeschicht angeordnet ist; und
worin der Befestigungsabschnitt im Wesentlichen
entlang dem Spleißabschnitt angeordnet ist und mit
einer freien Seite der zweiten Trennschicht (13) des
Spleißabschnitts verbunden ist und der Befesti-
gungsabschnitt eine dritte Klebeschicht (21) um-
fasst,
wobei das Verfahren die folgenden Schritte um-
fasst:

(i) Anbringen des Spleißbandes (70) an der äu-
ßeren Oberfläche der darunter liegenden Wick-
lung (51) unter Verwendung der dritten Klebe-
schicht (21) im Wesentlichen über die Breite
der Rolle (50);
(ii) Anbringen der führenden Kante (52) an der
ersten Klebeschicht (11'), dadurch Entfernen
der ersten Trennschicht (12), wenn vorhanden;
dadurch gekennzeichnet, dass das Verfah-
ren den folgenden Schritt umfasst:
(iii)Anbringen eines doppelseitigen Klebeban-
des (80) an das Spleißband (70), so dass eine
Seite des doppelseitigen Klebebandes mit der
zweiten Trennschicht (13) des Spleißbandes
verbunden ist und sich im Wesentlichen ent-

lang dieser angeordnet ist, wobei es sich über
die Breite der zweiten Trennschicht von im We-
sentlichen der ersten Längskante der zweiten
Trennschicht erstreckt und sich in Richtung der
zweiten Längskante der zweiten Trennschicht
hin erstreckt; worin die zweite Seite des dop-
pelseitigen Klebebandes wahlweise mit einer
Trennschicht (32) bedeckt ist;
(iv) Entfernen der Trennschicht (32) von der
zweiten Seite des doppelseitigen Klebeban-
des, wenn vorhanden, um die darunter liegen-
de Klebeschicht (31, 33) freizugeben; und
(v) Drehen der Rolle (50) aus Bahnmaterial, so
dass das doppelseitige Klebeband (80) auf das
Reitermittel (90) eingreift, wobei der Befesti-
gungsabschnitt des Spleißbandes (70) von der
äußeren Oberfläche der darunter liegenden
Wicklung (51) entfernt wird und die zweite
Trennlage (13) entfernt wird, um die zweite Kle-
beschicht (11") freizugeben, und so dass das
weitere Bahnmaterial (58) an der freigegebe-
nen zweiten Klebeschicht (11") befestigt wird.

12. Verfahren zum Herstellen eines Stoßspleißes ge-
mäß Anspruch 11, worin der Schritt (iii) vor dem
Schritt (i) ausgeführt wird.

13. Verfahren zum Herstellen eines Stoßspleißes ge-
mäß Anspruch 11, worin der Schritt (iii) vor dem
Schritt (ii) ausgeführt wird.

14. Verfahren zum Herstellen eines Stoßspleißes ge-
mäß einem der Ansprüche 11 bis 13, worin der
Schritt (iii) ausgeführt wird, so dass das doppelsei-
tige Klebeband (80) sowohl mit der zweiten Trenn-
schicht (13) als auch mit dem Befestigungsab-
schnitt des Spleißbandes (70) verbunden ist und
sich entlang beider angeordnet ist, wobei sich das
doppelseitige Klebeband (80) über die Breite der
zweiten Trennschicht (13) von im Wesentlichen der
ersten Längskante der zweiten Trennschicht und in
Richtung des Befestigungsabschnitts erstreckt.

Revendications

1. Bande d'épissurage abouté (100) comprenant:

une partie d'épissurage et une partie de fixa-
tion,

dans laquelle ladite partie d'épissurage comprend
un premier élément d'appui allongé (10) ayant deux
faces et deux bords longitudinaux,
une première couche adhésive (11') sur la première
face dudit premier élément d'appui (10), ladite pre-
mière couche adhésive s'étendant sur la largeur du-
dit premier élément d'appui substantiellement le
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long du premier bord longitudinal dudit premier élé-
ment d'appui et étant optionnellement couverte d'un
premier film détachable (12), et
une deuxième couche adhésive (11") sur la premiè-
re face dudit premier élément d'appui (10), ladite
deuxième couche adhésive s'étendant sur la lar-
geur dudit premier élément d'appui substantielle-
ment le long du deuxième bord longitudinal dudit
premier élément d'appui et étant couverte d'un
deuxième film détachable (13) ayant deux faces et
deux bords longitudinaux, la première face dudit
deuxième film détachable étant adjacente à la
deuxième couche adhésive;
dans laquelle ladite partie de fixation est distribuée
substantiellement le long de ladite partie d'épissu-
rage et est raccordée à une face libre dudit deuxiè-
me film détachable (13) de la partie d'épissurage et
ladite partie de fixation comportant une troisième
couche adhésive (21);
et caractérisée en ce que la bande d'épissurage
abouté comprend en outre une partie de saisie, la-
dite partie de saisie comprenant soit
une quatrième couche adhésive (31), les deux fa-
ces de ladite couche étant adhésives, et dans la-
quelle ladite quatrième couche adhésive est option-
nellement couverte d'un troisième film détachable
(32); soit
un troisième élément d'appui (30) ayant deux faces,
une quatrième couche adhésive (31) et une cin-
quième couche adhésive (33), dans laquelle ladite
quatrième couche adhésive (31) est disposée sur
la première face dudit troisième élément d'appui
(30) et ladite cinquième couche adhésive est dispo-
sée sur la deuxième face dudit troisième élément
d'appui (30) et est optionnellement couverte d'un
troisième film détachable (32); et
ladite partie de saisie étant raccordée à et distri-
buée substantiellement le long dudit deuxième film
détachable (13) de la partie d'épissurage.

2. Bande d'épissurage abouté selon la revendication
1, dans laquelle ladite partie de saisie est raccordée
à et distribuée substantiellement le long dudit
deuxième film détachable (13) de la partie d'épis-
surage et de ladite partie de fixation.

3. Bande d'épissurage abouté selon la revendication
2, dans laquelle ladite partie de fixation comprend
en outre un deuxième élément d'appui (20) ayant
deux faces et deux bords longitudinaux et ladite troi-
sième couche adhésive (21) est disposée sur la
première face dudit deuxième élément d'appui (20);
et dans laquelle ladite quatrième couche adhésive
(31) est disposée sur la deuxième face dudit
deuxième film détachable (13) et la deuxième face
dudit deuxième élément d'appui (20) commençant
substantiellement au premier bord longitudinal du-
dit deuxième film détachable et s'étend sur la lar-

geur dudit deuxième film détachable et au-dessus
du premier bord longitudinal dudit deuxième élé-
ment d'appui en direction du deuxième bord longi-
tudinal dudit deuxième élément d'appui.

4. Bande d'épissurage abouté selon la revendication
1, dans laquelle ledit deuxième film détachable (13)
s'étend au-delà du deuxième bord longitudinal dudit
premier élément d'appui (10) et ladite troisième
couche adhésive (21) est appliquée sur la première
face du deuxième film détachable (13) commençant
substantiellement audit deuxième bord longitudinal
du deuxième film détachable et s'étendant sur la lar-
geur dudit deuxième film détachable en direction du
centre de celui-ci, mais pas au-delà dudit deuxième
bord longitudinal dudit premier élément d'appui
(10); et dans laquelle ladite quatrième couche ad-
hésive (31) est disposée sur la deuxième face dudit
deuxième film détachable (13) commençant subs-
tantiellement au premier bord longitudinal dudit
deuxième film détachable et s'étendant sur la lar-
geur dudit deuxième film détachable en direction du
deuxième bord longitudinal dudit deuxième film dé-
tachable.

5. Rouleau (50) de matériau en feuille comportant une
épissure préparée sur le bord de tête (52) dudit rou-
leau, chaque spire dudit matériau en feuille sur ledit
rouleau ayant une surface extérieure orientée ra-
dialement vers l'extérieur par rapport audit rouleau
et ledit rouleau ayant une spire sous-jacente (51),
ladite épissure préparée comprenant:

une partie d'épissurage et une partie de fixa-
tion,

dans lequel ladite partie d'épissurage comprend
un premier élément d'appui allongé (10) ayant deux
faces et deux bords longitudinaux,
une première couche adhésive (11') sur la première
face dudit premier élément d'appui (10) fixant le
bord de tête (52) du rouleau (50) substantiellement
sur la largeur dudit rouleau audit premier élément
d'appui, ladite première couche adhésive s'éten-
dant sur la largeur dudit premier élément d'appui
substantiellement le long du premier bord longitu-
dinal, et
une deuxième couche adhésive (11") sur la premiè-
re face dudit premier élément d'appui (10), ladite
deuxième couche adhésive s'étendant sur la lar-
geur dudit premier élément d'appui substantielle-
ment le long du deuxième bord longitudinal dudit
premier élément d'appui et étant couverte d'un
deuxième film détachable (13) ayant deux faces et
deux bords longitudinaux, la première face dudit
deuxième film détachable étant adjacente à la
deuxième couche adhésive;
dans lequel ladite partie de fixation est distribuée
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substantiellement le long de ladite partie d'épissu-
rage et est raccordée à une face libre dudit deuxiè-
me film détachable (13) de la partie d'épissurage,
et fixe de façon détachable et autoportante ladite
épissure à la surface extérieure de la spire sous-
jacente (51) dudit rouleau (50) substantiellement
sur la largeur dudit rouleau, ladite partie de fixation
comportant une troisième couche adhésive (21);
et caractérisé en ce que l'épissure préparée com-
prend en outre une partie de saisie, ladite partie de
saisie comprenant soit
une quatrième couche adhésive (31), les deux fa-
ces de ladite couche étant adhésives, et dans le-
quel ladite quatrième couche adhésive est option-
nellement couverte d'un troisième film détachable
(32); soit
un troisième élément d'appui (30) ayant deux faces,
une quatrième couche adhésive (31) et une cin-
quième couche adhésive (33), dans lequel ladite
quatrième couche adhésive (31) est disposée sur
la première face dudit troisième élément d'appui
(30) et ladite cinquième couche adhésive est dispo-
sée sur la deuxième face dudit troisième élément
d'appui (30) et est optionnellement couverte d'un
troisième film détachable (32); et
ladite partie de saisie étant raccordée à et distri-
buée substantiellement le long dudit deuxième film
détachable (13) de la partie d'épissurage.

6. Procédé pour réaliser une épissure aboutée sur
une enrouleuse ou une réenrouleuse ayant un
moyen de transfert (90) entre le bord de tête (52)
d'un rouleau (50) de matériau en feuille et un ma-
tériau en feuille suivant (58) en utilisant une bande
d'épissurage abouté (100) selon l'une quelconque
des revendications 1 à 4, chaque spire dudit maté-
riau en feuille sur ledit rouleau ayant une surface
extérieure orientée radialement vers l'extérieur par
rapport audit rouleau et ledit rouleau ayant une spi-
re sous-jacente (51), ledit procédé comprenant les
étapes suivantes:

attacher ladite bande d'épissurage (100) à la
surface extérieure de ladite spire sous-jacente
(51) en utilisant la troisième couche adhésive
(21) substantiellement sur la largeur dudit rou-
leau (50);
attacher ledit bord de tête (52) à la première
couche adhésive (11'), en enlevant ainsi le pre-
mier film détachable (12), s'il est présent; enle-
ver le troisième film détachable (32), s'il est pré-
sent, de la partie de saisie, pour exposer la cou-
che adhésive sous-jacente (31, 33); et faire
tourner ledit rouleau (50) de matériau en feuille,
de telle façon que la partie de saisie vienne en
prise sur le moyen de transfert (90), la partie de
fixation étant ainsi enlevée de la surface exté-
rieure de la spire sous-jacente (51) et le deuxiè-

me film détachable (13) étant enlevé pour ex-
poser la deuxième couche adhésive (11"), et de
telle façon que le matériau en feuille suivant
(58) soit attaché à la deuxième couche adhési-
ve exposée (11"); dans lequel l'étape consis-
tant à enlever le troisième film détachable (32),
s'il est présent, peut être exécutée avant l'étape
consistant à attacher la bande d'épissurage
(100) ou avant l'étape consistant à attacher le
bord de tête (52).

7. Procédé pour préparer une épissure sur le bord de
tête (52) d'un rouleau (50) de matériau en feuille en
utilisant une bande d'épissurage (70), chaque spire
dudit matériau en feuille sur ledit rouleau ayant une
surface extérieure orientée radialement vers l'exté-
rieur par rapport audit rouleau et
ledit rouleau ayant une spire sous-jacente (51),
ladite bande d'épissurage (70) comprenant une
partie d'épissurage et une partie de fixation,
dans lequel ladite partie d'épissurage comprend
un élément d'appui allongé (10) ayant deux faces
et deux bords longitudinaux,
une première couche adhésive (11') sur la première
face dudit élément d'appui (10), ladite première
couche adhésive s'étendant sur la largeur dudit élé-
ment d'appui substantiellement le long du premier
bord longitudinal dudit élément d'appui et étant op-
tionnellement couverte d'un premier film détacha-
ble (12), et
une deuxième couche adhésive (11") sur la premiè-
re face dudit élément d'appui (10), ladite deuxième
couche adhésive s'étendant sur la largeur dudit élé-
ment d'appui substantiellement le long du deuxiè-
me bord longitudinal dudit élément d'appui et étant
couverte d'un deuxième film détachable (13) ayant
deux faces et deux bords longitudinaux, la première
face dudit deuxième film détachable étant adjacen-
te à la deuxième couche adhésive; et
dans lequel ladite partie de fixation est distribuée
substantiellement le long de ladite partie d'épissu-
rage et est raccordée à une face libre dudit deuxiè-
me film détachable (13) de la partie d'épissurage et
ladite partie de fixation comportant une troisième
couche adhésive (21);
ledit procédé comprenant les étapes suivantes

(i) attacher ladite bande d'épissurage (70) à la
surface extérieure de la spire sous-jacente (51)
en utilisant ladite troisième couche adhésive
(21) substantiellement sur la largeur du rouleau
(50);
(ii) attacher ledit bord de tête (52) à la première
couche adhésive (11'), en enlevant ainsi le pre-
mier film détachable (12), s'il est présent,
caractérisé en ce que ledit procédé comprend
l'étape suivante:
(iii)attacher une bande adhésive à double face
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(80) à ladite bande d'épissurage (70) de telle
façon qu'une face de ladite bande adhésive à
double face soit raccordée à et soit distribuée
substantiellement le long dudit deuxième film
détachable (13) de ladite bande d'épissurage
s'étendant sur la largeur du deuxième film dé-
tachable substantiellement à partir du premier
bord longitudinal du deuxième film détachable
et s'étendant en direction du deuxième bord
longitudinal du deuxième film détachable; la
deuxième face de ladite bande adhésive à dou-
ble face étant optionnellement couverte d'un
film détachable (32).

8. Procédé pour préparer une épissure selon la reven-
dication 7, dans lequel l'étape (iii) est exécutée
avant l'étape (i).

9. Procédé pour préparer une épissure selon la reven-
dication 7, dans lequel l'étape (iii) est exécutée
avant l'étape (ii).

10. Procédé pour préparer une épissure selon l'une
quelconque des revendications 7 à 9, dans lequel
l'étape (iii) est exécutée de telle façon que ladite
bande adhésive à double face (80) soit raccordée
à et soit distribuée substantiellement le long dudit
deuxième film détachable (13) et de la partie de
fixation de ladite bande d'épissurage (70), ladite
bande adhésive à double face s'étendant sur la lar-
geur du deuxième film détachable (13) substantiel-
lement à partir du premier bord longitudinal du
deuxième film détachable et en direction de ladite
partie de fixation.

11. Procédé pour réaliser une épissure aboutée sur
une enrouleuse ou une réenrouleuse ayant un
moyen de transfert (90) entre le bord de tête (52)
d'un rouleau (50) de matériau en feuille et un ma-
tériau en feuille suivant (58) en utilisant une bande
d'épissurage (70), chaque spire dudit matériau en
feuille sur ledit rouleau ayant une surface extérieure
orientée radialement vers l'extérieur par rapport
audit rouleau et ledit rouleau ayant une spire sous-
jacente (51),
ladite bande d'épissurage (70) comprenant une
partie d'épissurage et une partie de fixation,
dans lequel ladite partie d'épissurage comprend
un élément d'appui allongé (10) ayant deux faces
et deux bords longitudinaux,
une première couche adhésive (11') sur la première
face dudit élément d'appui (10), ladite première
couche adhésive s'étendant sur la largeur dudit élé-
ment d'appui substantiellement le long du premier
bord longitudinal dudit élément d'appui et étant op-
tionnellement couverte d'un premier film détacha-
ble (12), et
une deuxième couche adhésive (11") sur la premiè-

re face dudit élément d'appui (10), ladite deuxième
couche adhésive s'étendant sur la largeur dudit élé-
ment d'appui substantiellement le long du deuxiè-
me bord longitudinal dudit élément d'appui et étant
couverte d'un deuxième film détachable (13) ayant
deux faces et deux bords longitudinaux, la première
face dudit deuxième film détachable étant adjacen-
te à la deuxième couche adhésive; et
dans lequel ladite partie de fixation est distribuée
substantiellement le long de ladite partie d'épissu-
rage et est raccordée à une face libre dudit deuxiè-
me film détachable (13) de la partie d'épissurage et
ladite partie de fixation comportant une troisième
couche adhésive (21);
ledit procédé comprenant les étapes suivantes

(i) attacher ladite bande d'épissurage (70) à la
surface extérieure de la spire sous-jacente (51)
en utilisant ladite troisième couche adhésive
(21) substantiellement sur la largeur du rouleau
(50);
(ii) attacher ledit bord de tête (52) à la première
couche adhésive (11'), en enlevant ainsi le pre-
mier film détachable (12), s'il est présent,
caractérisé en ce que ledit procédé comprend
en outre les étapes suivantes:
(iii)attacher une bande adhésive à double face
(80) à ladite bande d'épissurage (70) de telle
façon qu'une face de ladite bande adhésive à
double face soit raccordée à et soit distribuée
substantiellement le long dudit deuxième film
détachable (13) de ladite bande d'épissurage
s'étendant sur la largeur du deuxième film dé-
tachable substantiellement à partir du premier
bord longitudinal du deuxième film détachable
et s'étendant en direction du deuxième bord
longitudinal du deuxième film détachable; la
deuxième face de ladite bande adhésive à dou-
ble face étant optionnellement couverte d'un
film détachable (32);
(iv) enlever le film détachable (32) de la deuxiè-
me face de la bande adhésive à double face,
s'il est présent, pour exposer la couche adhé-
sive sous-jacente (31, 33); et
(v) faire tourner ledit rouleau (50) de matériau
en feuille, de telle façon que la bande adhésive
à double face (80) vienne en prise sur le moyen
de transfert (90), la partie de fixation de ladite
bande d'épissurage (70) étant ainsi enlevée de
la surface extérieure de la spire sous-jacente
(51) et le deuxième film détachable (13) étant
enlevé pour exposer la deuxième couche ad-
hésive (11"), et de telle façon que le matériau
en feuille suivant (58) soit attaché à la deuxiè-
me couche adhésive exposée (11").

12. Procédé pour réaliser une épissure aboutée selon
la revendication 11, dans lequel l'étape (iii) est exé-
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cutée avant l'étape (i).

13. Procédé pour réaliser une épissure aboutée selon
la revendication 11, dans lequel l'étape (iii) est exé-
cutée avant l'étape (ii).

14. Procédé pour préparer une épissure aboutée selon
l'une quelconque des revendications 11 à 13, dans
lequel l'étape (iii) est exécutée de telle façon que
ladite bande adhésive à double face (80) soit rac-
cordée à et soit distribuée substantiellement le long
dudit deuxième film détachable (13) et de ladite par-
tie de fixation de ladite bande d'épissurage (70), la-
dite bande adhésive à double face (80) s'étendant
sur la largeur du deuxième film détachable (13)
substantiellement à partir du premier bord longitu-
dinal du deuxième film détachable et en direction
de ladite partie de fixation.
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