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ABSTRACT

A method of making a pad oflabels and labels for use on store
shelves in a retail environment. The pad of labels include
labels with adhesive strips applied to a bottom surface of each
label and a top laminate layer with a release coating applied to
the top surface of each label. The labels in the pad are
sequenced according to a store’s planogram.
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METHOD OF MAKING A PAD OF LABELS
AND LABELS FOR USE ON STORE SHELVES
IN A RETAIL ENVIRONMENT

CROSS-REFERENCE TO RELATED
APPLICATIONS

[0001] This application is a continuation of U.S. patent
application Ser. No. 14/084,733, which was filed in the U.S.
Patent and Trademark Office on Nov. 20, 2013. Application
Ser. No. 14/084,733 claims priory to U.S. Patent Application
No.61/835,219, which was filed in the U.S. Patent and Trade-
mark Office on Jun. 14, 2013 and to U.S. Patent Application
No. 61/880,410, which was filed in the U.S. Patent and Trade-
mark Office on Sep. 20, 2013.

FIELD OF THE INVENTION

[0002] The embodiments of the present invention relate to
a method of making a pad of labels and labels for use on store
shelves in a retail environment. Specifically, the embodi-
ments of the present invention are directed to methods of
making a pad of peel-and-stick labels having product specific
display information on a top surface, where the labels in the
pad area are sequenced according to a retail store’s plano-
gram.

BACKGROUND OF THE INVENTION

[0003] The current practice of updating labels in retail
stores involves receiving labels in preprinted sheet format
(typically 11-inch by 14-inch sheets) having label-removal
perforations. The sheets are typically printed on a paper or
vinyl substrate. Each sheet includes approximately 8 to 44
preprinted labels, with label-removal perforations die cut into
the sheet, and each label having adhesive on the back covered
by a release liner to be removed prior to installing the label on
a store shelf. Store personnel must break down the sheets by
tearing the sheet along the label-removal perforations to
obtain individual labels. Store personnel then sort the indi-
vidual labels and containerize or bundle them, before distrib-
uting and installing the labels on the shelves throughout the
store. A person of ordinary skill in the art will readily appre-
ciate that it takes a significant amount of time to break down
the sheets into individual labels, to sort them, and to install
them on the store’s shelves. The store personnel do not take
the sheets out to the shelf, i.e., the store personnel typically
work in a back office room, break down the sheets, sort them,
bring them out to the shelf| verify location and placement of
each label, remove the release liner on the back of each label,
and apply the label to the shelf.

[0004] A single store can average 3,000 to 10,000 price
changes per week and receive approximately 300 to 400
sheets at a time. In a recent example, a number of assignee’s
employees watched store personnel receive, break down, sort,
and install its labels based on the approach described above.
The store received 10,000 label changes and used two to three
employees to receive, break down, sort, and install the labels.
The store personnel devoted approximately 86 hours per
week to this work; approximately 27 ofthose hours—roughly
30% of the total time involved—was devoted to breaking
down the sheets. Based on a $15 hourly rate, and using 86
total hours for exemplary purposes, the relabeling process
cost the store about $1,300 for the week. This store is one of
800 stores in a chain of stores. Thus, if each of the stores in the
chain had an average of 10,000 price changes per week, the
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estimated total cost of label changes is around $1 million per
week or $52 million per year. If the store chain can eliminate
the approximate 27 hours per week devoted to breaking down
sheets of labels, the store chain could save approximately
$300,000 per week or $15-16 million per year. That is a
significant amount of money. Additionally, the store chain in
the example above includes 800 stores throughout the United
States. There are approximately 30,000 stores around the
country, and even more stores globally, that can benefit from
using the embodiments of the present invention, as described
in more detail below.

[0005] Consequently, a need exists for a labeling system
that does not require breaking down, sorting, and container-
izing or bundling before the labels can be installed on store
shelves. The embodiments of the present invention solve this
problem by providing a pad of labels that do not require: (1)
breaking down sheets of labels; (2) sorting individual labels;
and (3) containerizing or bundling the individual labels.
[0006] Furthermore, installation of traditional labels
requires that a release liner be peeled from the bottom surface
of each label, in order to expose an adhesive strip, before
affixing the label to a shelf The release liner must then be
discarded. Thus, a further need exists for a labeling system
which does not require store personnel to remove and discard
a release liner for each individual label. The embodiments of
the present invention solve this further problem by providing
a pad of labels without release liners.

SUMMARY OF THE INVENTION

[0007] An embodiment of the present invention is directed
a method of making a pad of labels comprising printing
display information on a top surface of a substrate; affixing a
first layer of lamination material to a bottom surface of the
substrate; affixing a second layer of lamination material to the
top surface of the substrate, the second layer of lamination
material having a release coating applied to a top surface
thereof; applying an adhesive strip to a bottom surface of the
first layer of lamination material; cutting the substrate having
first and second layers of lamination material affixed into at
least one label; and arranging the at least one label into a pad
of labels; wherein the printing, cutting, and arranging steps
are controlled with reference to a store’s planogram, such that
the pad of labels are sequenced according to the store’s plano-
gram.

[0008] Another embodiment of the present invention is
directed to a method of making a pad of labels comprising
printing display information on a top surface of a substrate;
affixing a first layer of lamination material to a bottom surface
of'the substrate; affixing a second layer of lamination material
to the top surface of the substrate, the second layer of lami-
nation material having a release coating applied to a top
surface thereof; applying at least one adhesive strip to a bot-
tom surface of the first layer of lamination material; cutting
the substrate having first and second layers of lamination
material affixed into at least one sheet; arranging the at least
one sheet into a pad of sheets; and cutting the pad of sheets
into at least one pad of labels; wherein the printing, cutting,
and arranging steps are controlled with reference to a store’s
planogram, such that the pad of labels are sequenced accord-
ing to a store’s planogram.

[0009] Yet another embodiment of the present invention is
directed to a method of making a pad of labels comprising
printing display information on a top surface of a substrate;
loading the substrate into a friction feeder; transporting the
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substrate along a registration-and-transport table; wherein the
registration-and-transport table comprises guides to control
the orientation of the substrate; and sensors to detect the
location of a leading edge of the substrate; adjusting the speed
of transporting the substrate along the registration-and-trans-
port table in response to the sensors detecting the location of
the leading edge of the substrate, in order to ensure the sub-
strate has proper registration as it enters a first nip roller
station; entering the substrate into a web of material created at
the first nip roller station; wherein the web of material com-
prises a first layer of lamination material adhered to a bottom
surface of the substrate; and a second layer of lamination
material adhered to a top surface of the substrate, the second
layer of lamination material having a release coating applied
to a top surface thereof; maintaining a tension in the web of
material through use of a tensioning station; controlling the
orientation of the web of material, including the substrate
suspended within the web of material, through use of a web
control guide; applying at least one adhesive strip to a bottom
surface of the first layer of lamination material; cutting the
web of material into at least one label; transporting the at least
one label to a stacking station; and arranging the labels into a
pad of labels; where the printing, cutting, and arranging steps
are controlled with reference to a store’s planogram, such that
the labels within the pad of labels are sequenced according to
a store’s planogram.

[0010] Another embodiment of an embodiment of the
present invention is directed to a method of making a pad of
labels for use in a retail store comprising removably attaching
a plurality of labels to form the pad, the method comprising
displaying information printed on a top surface of a substrate;
applying an adhesive strip to a bottom surface ofthe label; and
applying a release coating to the top surface of the label,
wherein the adhesive strip is removably affixed to the release
coating, and wherein the plurality of labels are sequenced
according to the retail store’s planogram.

BRIEF DESCRIPTION OF THE DRAWINGS

[0011] Preferred features of the embodiments ofthe present
invention are disclosed in the accompanying drawings,
wherein similar reference characters denote similar elements
throughout the several views, and wherein:

[0012] FIG. 11is a top view of a label having display infor-
mation printed on its top surface.

[0013] FIG. 2 is a perspective view of a label after installa-
tion on a store shelf.

[0014] FIG. 3 is a cross-sectional view of a label.
[0015] FIG. 4 is a perspective view of a pad of labels.
[0016] FIG. 5 is a flow diagram for a method of installing

labels from a pad of labels.

[0017] FIG. 6 is a perspective view of a laminating and
converting machine that may be used in a method of making
a pad of labels.

[0018] FIG. 7 is a perspective view of a feeding and regis-
tration station within the laminating and converting machine.
[0019] FIG. 8 is a perspective view of a laminating station
within the laminating and converting machine.

[0020] FIG. 9 is a perspective view of a first die station
within the laminating and converting machine.

[0021] FIG.10is a perspective view of a second die station
within the laminating and converting machine.

[0022] FIG. 11 is a perspective view of a stacking station
within the laminating and converting machine.
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DETAILED DESCRIPTION

[0023] The embodiments of the present invention will now
be described more fully hereinafter with reference to the
accompanying drawings, in which preferred embodiments of
the invention are shown. This invention may, however, be
embodied in many different forms and should not be con-
strued as limited to the illustrated embodiments set forth
herein. Rather, these illustrated embodiments are provided so
that this disclosure will be thorough and complete and will
convey the scope of the invention to those skilled in the art.

[0024] In the following description, like reference charac-
ters designate like or corresponding parts throughout the fig-
ures. Additionally, in the following description, it is under-
stood that terms such as “top,” “bottom,” “side,” “front,”
“back,” “inner,” “outer,” and the like, are words of conve-
nience and are not to be construed as limiting terms. In addi-
tion, the word “approximate” or “approximately” as used in
this application means +'2 inch.

[0025] A person of ordinary skill in the art will understand
the meaning of terms of art used throughout this disclosure.
Included among these terms is “planogram.” The term
“planogram” means a diagram, model, or database that con-
tains information regarding where products are placed or
displayed for sale within a retail store, including without
limitation, the aisle, shelf location, and quantity.

[0026] A padoflabels, preprinted and sequenced according
to a retail store’s planogram is described herein. The embodi-
ments of the present invention are designed to provide a
system of labels that does not require: (1) breaking down a
sheet of labels by tearing along label-removal perforations;
(2) sorting individual labels; and (3) containerizing or bun-
dling the individual labels. Furthermore, because the labels
are peeled directly from a pad of peel-and-stick labels, there
is no separate release liner utilized that must be removed from
each individual label and discarded.

[0027] An embodiment of the present invention includes a
label 100 as depicted in FIGS. 1-3. Specifically, FIG. 1 shows
alabel 100 having display information 101 printed so as to be
visible on its top surface. The display information 101
includes, without limitation, product information, descrip-
tions, marketing content, store and shelf location, pricing,
discounts and promotions, UPCs and bar codes, and effective
dates. More specifically, in a preferred embodiment shown in
FIG. 1, the label 100 is three inches long (see “L.1” on FIG. 1)
and two inches wide (see “W1” on FIG. 1).

[0028] The label includes at least three quadrants of infor-
mation. As shown on FIG. 1, quadrant A includes an approxi-
mately square box of information within the label 100, the
square being 1V2-inches long (see “L2” on FIG. 1) and 1%4-
inches wide (see “W2” on FIG. 1), with an approximate
¥6-inch border (B1) from the lowest horizontal section of the
square box to the edge (E1) of the label 100. Preferred Y4-inch
(B2) and %16-inch (B3) borders from the sides of the square
box to the label’s edges (E2) and (E3), respectively are pro-
vided. The quadrant A includes data related to the overall
product such as “Buy One, Get One Free!,” “Clearance,
$1.00, While Supplies Last,” “New Item,” and “Sale $xx, You
Save $xx.” For the purpose of understanding the embodi-
ments of the present invention, the information included in
quadrant A is referred to throughout this application and in the
claims as “General Product Information.”

[0029] As shown on FIG. 1, quadrant B includes informa-
tion generally found in the upper right hand corner of the label
100. Quadrant B is preferably confined in a rectangular area
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having a width of %4 inch (see “W3” on FIG. 1) and a length
of %6 inch (see “L3” on FIG. 1), with preferred Ys-inch (B2)
and % (B4) borders to the label’s edges (E2) and (E4) respec-
tively. More specifically, a preferred embodiment of quadrant
B includes specific pricing information such as the unit price
for each product such, e.g., “2.99 ea,” “3.99 ea,” or “5.50 ea.”
The specific pricing information preferably includes a hori-
zontal line directly under the pricing information, which
observes the Vs-inch border B2 to edge E2 and extends 74 inch
from edge E2, for a preferred total width of %4 inch. A unit
price of information is included in a preferably shaded rect-
angular box disposed directly underneath the horizontal line,
with the rectangular box having the same or similar 3/4-inch
width as quadrant B generally (see “W3” on FIG. 1) and a
length of ¥ inch. The unit price information included in the
shaded box is preferably provided on three lines of informa-
tion and includes, for example, “UNIT PRICE” on a first line,
preferably in capital letters; on a second line, a specific unit
price of, for example, “$0.31;” and on a third line, words
indicating a unit of measure, for example “per 0z,” in small
letters. For the purpose of understanding the embodiments of
the present invention, the information included in quadrant B
is referred to throughout this application and in the claims as
“Unit Price Information”

[0030] As shown on FIG. 1, quadrant C includes informa-
tion generally in the upper left hand corner of the label.
Quadrant C is preferably confined in a rectangular area hav-
ing a width of %4 inch (see “W3” on FIG. 1) and a length of
%16 inch (see “L3” on FIG. 1), with preferred ¥1s-inch (B3)
and ¥4-inch (B4) borders to the label’s edges (E3) and (E4)
respectively. The quadrant C includes specific information
about the product and includes a bar code along a horizontal
line within the quadrant C that identifies the product. The bar
code observes the Vs-inch border B3 to edge E3 and extends
7 inch from edge E3, for a preferred total width of approxi-
mately ¥ inch. The quadrant C preferably includes 4-6 other
horizontal lines of product-specific information, preferably
with no information extending further than 74 inch from edge
E3. Each of quadrants B and C have a preferred space S5 of 3%
inch between lower limits of quadrants B and C, and the upper
limit of quadrant A. In addition, quadrants B and C are sepa-
rated by a space S6 that is preferably %4 inch wide, and is
preferably consistent for the entire length .3 of the quadrants
B and C. For the purpose of understanding the embodiments
of'the present invention, the information included in quadrant
C is referred to throughout this application and in the claims
as “Specific Product Information.” A person of ordinary skill
in the art will appreciate that other embodiments may include
different sizes and shapes for the quadrants of data therein,
not just the square or rectangular shapes shown in FIG. 1.

[0031] The embodiment depicted in FIG. 1 also includes
one or more relief perforations 103. The relief perforations
103 serveto relieve any “memory” in the lamination materials
or substrate of the label 100. The lamination materials or
substrate, which are described more fully below, tend to
return to their rolled form (“memory”), which can create
difficulty when adhering the label 100 to the contoured sur-
faces of a store shelf 102. The relief perforations 103 relieve
this memory, which allows the label 100 to more readily
conform to the surface of a store shelf 102.

[0032] FIG. 2 shows a label 100 according to an embodi-
ment of the present invention, similar to FIG. 1, except that
FIG. 2 shows the label 100 as it appears after installation on a
shelf 102 within a retail store. As shown, a first portion 104 of
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the label 100 is affixed to the shelf 102, while a second portion
105 of the label 100 hangs below the shelf 102 without being
affixed to the shelf 102. According to the embodiment, the
relief perforations 103 preferably fall along a line parallel to,
and approximately centered on, the shelf 102 once the label
100 is in its installed position on the shelf 102. Thus, the relief
perforations 103 approximately bisect the first portion 104,
which is affixed to the shelf 102, while having a horizontal
orientation after the label 100 has been installed on the shelf
102. More specifically, the relief perforations 103 bisect both
quadrants B and C, not the area covered by quadrant A.
[0033] FIG. 3 shows a cross-sectional view of a label 100
according to a preferred embodiment of the present invention.
The label 100 depicted in FIG. 3 includes a paper substrate
111. The paper substrate 111 of FIG. 3 may be a 20 1b bond
paper, sourced as sheets measuring 11-inches long and
14-inches wide. However, an array of paper products, avail-
able in various weights and provided as continuous rolls or
sheets of various sizes, may serve as the paper substrate 111
according to the embodiment of FIG. 3. Furthermore, one
skilled in the art will recognize that the substrate material may
be chosen from a variety of natural and synthetic materials
known within the art, including without limitation, paper,
vinyl, plastic films or foils, fabrics, and textiles.

[0034] The label 100 of FIG. 3 also includes a layer of
adhesive 113 affixing a first layer of lamination material 112
to a bottom surface of the paper substrate 111. According to
the embodiment, the first layer of lamination material 112
comprises a layer of polypropylene or polyester film. One
skilled in the art, however, will recognize that the first layer of
lamination material 112 may be chosen from a variety of
lamination materials known in the art. Exemplary polypro-
pylene films include “410” sourced from ACPO, Ltd. and
“812C film” sourced from QSPAC Industries, Inc., and an
exemplary polyester film is “609” sourced from ACPO, Ltd.
These products are clear films that include the layer of adhe-
sive 113 already applied on one surface. Thus, when one of
these products is selected for use as the first layer of lamina-
tion material 112, affixing the first layer of lamination mate-
rial 112 involves applying the polypropylene or polyester film
to the bottom surface of the paper substrate 111 using the
pre-applied adhesive 113. Polypropylene and polyester films
provide the advantage of allowing an adhesive strip 120 to
permanently adhere to a bottom surface of the first layer of
lamination material 112. Thus, the adhesive strip 120 stays
entirely on the bottom surface of a label 100 when it is peeled
from a pad of labels 200, with no adhesive residue left behind
on the top surface of the label 100 directly below.

[0035] The label 100 of FIG. 3 includes an adhesive strip
120 affixed to the bottom surface of the first layer of lamina-
tion material 112. As previously described, a first portion 104
ofthe label 100 is to be affixed to the shelf102, while a second
portion 105 of the label 100 hangs below the shelf. Thus, the
adhesive strip 120 is preferably applied to the bottom surface
of the first layer of lamination material 112 only in an area
corresponding to the first portion 104 of the label 100, which
is to be affixed to the shelf 102. According to the embodiment
of FIG. 3, a first edge of the adhesive strip (ES1) is applied at
a distance (D1) ¥ inch from edge E4. The distance D1 can
vary %16 inch. The adhesive strip of the depicted embodi-
ment has a width WS1 ranging from % inch to 1 inch, and its
length continues for the full width W1 of the label 100.
[0036] According to the embodiment of FIG. 3, the adhe-
sive strip 120 is a double-coated tape comprising a layer of
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polyester film 121 having layers of adhesive 122 pre-applied
on top and bottom surfaces thereof. Such double-coated poly-
ester tapes provide the advantage that they may be placed over
the relief perforations 103, thus reinforcing the relief perfo-
rations 103 so that the labels 100 are unlikely to tear. How-
ever, one skilled in the art will appreciate that the adhesive
strip 120 may be chosen from a variety of materials known in
the art, including without limitation, pattern-coated adhesives
or double-coated tapes utilizing various substrate materials,
such as paper, vinyl, plastic films or foils (including polyester
and polypropylene), fabrics, and textiles.

[0037] One skilled in the art will recognize that many sup-
pliers offer adhesive strips 120, including double-coated
tapes utilizing various materials, that fall within the broader
scope of the present invention. But examples of adhesive
strips 120 according to the depicted embodiment include “FT
8380 and “FT 9380 products sourced from Avery Denison
Corporation. These products are double-coated polyester
tapes available in various widths, but commonly sourced in
widths ranging from %4 inch to 1 inch, and designed for clean
removability. Both of these products include a release liner
123 installed on one of its two adhesive surfaces. Yet, the
embodiments of the present invention do not incorporate
release liners 123. Thus, when one of these products is
selected for use as the adhesive, the release liner 123 is
removed in the manufacturing process. FT 8380 and FT 9380
are standard adhesive strips 120 that have proven reliable for
adhering labels 100 to store shelves 102, while still allowing
for any necessary repositioning. The FT 9380 product is a
more aggressive adhesive strip 120, suitable for use in appli-
cations where label adhesion may present challenges. Selec-
tion of these products for use as the adhesive provides the
advantage that no changes are necessary with respect to pro-
cessing and stocking adhesive strips 120, when compared to
the production processes for traditional sheets of labels with
label-removal perforations. These products also provide the
advantage of assuring store personnel that the embodiments
of the present invention will provide the adhesive perfor-
mance to which they are accustomed.

[0038] The label 100 of FIG. 3 preferably includes a layer
of'adhesive 113 affixing a second layer of lamination material
114 to a top surface of the paper substrate 111. According to
the embodiment, the second layer of lamination material 114
comprises a layer of polyester film. However, one skilled in
the art will recognize that the second layer of lamination
material 114 may be chosen from a variety of lamination
materials known in the art. The label 100 of FIG. 3 further
incorporates a release coating 115 on a top surface of the
second layer of lamination material 114. According to the
embodiment, the release coating 115 comprises a silicone
release coating, which covers the entire top surface of the
second layer of lamination material. The release coating 115
allows each label 100 to function as the release liner 123 for
the label 100 directly above it. That is, the release coating 115
will allow the adhesive strip 120 permanently affixed to the
bottom surface of one label 100 to be cleanly and easily
peeled from the top surface of the label 100 directly beneath
it, without any risk of tearing the labels 100 or leaving adhe-
sive residue behind.

[0039] An exemplary polyester film that, according to the
depicted embodiment, may be selected for use as the second
layer of lamination material 114 includes “Hostaphan
2SLKN” sourced from Mitsubishi Polyester Film, Inc. This
product is a clear polyester film, available in multiple thick-
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nesses and commonly sourced in 92 and 102 gauge thick-
nesses. Hostaphan 2SL.KN comes pre-coated on one surface
with a silicone release coating 115. Thus, when Hostaphan
2SLKN is selected for use as the second layer of lamination
material 114, adhesive 113 must be applied to the film’s
surface opposite the silicone release coating 115. Alterna-
tively, the adhesive 113 may be applied to the top surface of
the paper substrate 111. The Hostaphan 2SLKN is then
applied to the top surface of the paper substrate 111 using the
adhesive 113. There is no need to apply a release coating 115
because Hostaphan 2SKLN comes with a silicone release
coating 115 pre-applied.

[0040] Another embodiment of the present invention
includes a pad of labels 200 as depicted in FIG. 4. Specifi-
cally, FIG. 4 shows multiple labels 100, according to the
above-described embodiment, arranged into a pad 200 such
that each individual label 100 may be peeled from the pad 200
and installed directly onto a store shelf 102. Thus, the
depicted embodiment potentially eliminates dozens of hours
that store personnel traditionally spend each week breaking
down sheets of labels by tearing along the label-removal
perforations, sorting the individual labels, and containerizing
or bundling the individual labels before installation.

[0041] The embodiments of the present invention provide
further time savings and waste minimization by eliminating
the release liner 123 from the individual labels 100. The
embodiment depicted in FIG. 4 requires removing a label 100
from the pad of labels 200 and affixing it to the store shelf 102
using the exposed adhesive strip 120. Because the individual
labels 100 in the pad 200 adhere to one another without any
intermediate release liner 123, the labels 100 are referred to
throughout this specification and in the claims as “peel-and-
stick.” Thus, the embodiments of the present invention elimi-
nate the need for store personnel to peel away and discard a
separate release liner 123 before installing a label 100.

[0042] Further, the pad of labels 200 depicted in FIG. 4 is
preferably sequenced according to a store’s planogram. That
is, the labels 100 are preferably arranged within the pad 200
by taking into account the store’s planogram, such that store
personnel tasked with installing the labels 100 need only walk
down a store aisle, peel the labels 100 from the pad 200, and
affix them to the store shelves 102.

[0043] Another embodiment of the present invention
includes a method of installing labels 100 using a pad of
labels 200, as depicted in FIG. 5. Specifically, FIG. 5 shows
obtaining a pad of labels 200 from a shipping container 301.
Next, alabel 100 is peeled from the pad of labels 200. Finally,
the label 100 is affixed to a store shelf 102 using the exposed
adhesive strip 120 on the bottom surface of the label 100.

[0044] Further, the installation method depicted in FIG. 5
may utilize a pad of labels 200 wherein the labels 100 are
sequenced according to the store’s planogram. Thus, the store
personnel tasked with installing the labels 100 need only walk
down a store aisle, peel the labels 100 from the pad 200, and
affix them to the store shelves 102.

[0045] Another embodiment of the present invention
includes a method of making a pad of labels 200, as depicted
in FIGS. 6-11. Specifically, FIG. 6 shows a laminating and
converting machine 400, such as Vestcom’s 9514XLS lami-
nating and converting machine, that may be used to produce
a pad of labels 200, according to an embodiment of the
present invention. FIGS. 7-11 include detailed stations of the
laminating and converting machine shown in FIG. 6.
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[0046] FIG. 7 shows the process steps associated with a
feeding and registration station 410 within the laminating and
converting machine 400. Specifically, FIG. 7 shows loading a
sheet of paper substrate 111 into a bottom-fed friction feeder
411. One skilled in the art will recognize that a number of
feeding mechanisms known in the art may be used in accor-
dance with the present invention to feed substrate material
into the laminating and converting machine 400, including
without limitation, bottom-fed and top-fed friction feeders.
The sheet of paper substrate 111 has preprinted on its top
surface display information 101, which may include, without
limitation, product information, descriptions, marketing con-
tent, store and shelf location, pricing, discounts and promo-
tions, UPCs and bar codes, and effective dates.

[0047] The bottom-fed friction feeder 411 feeds the sheet
of paper substrate 111 onto belt 412, which carries the sheet
of'paper substrate 111 along a registration-and-transport table
413. The registration-and-transport table 413 includes adjust-
able guides 414 to orient the sheet of paper substrate 111. The
registration-and-transport table 413 also includes multiple
sensors 415 that detect the location of the leading edge 130 of
the sheet of paper substrate 111 over time. The laminating and
converting machine 600 adjusts the speed of the transport so
that the sheet of paper substrate 111 has proper registration as
it enters the lamination web.

[0048] FIG. 8 shows the process steps associated with a
laminating station 420 within the laminating and converting
machine 400. Specifically, FIG. 8 shows the sheet of paper
substrate 111 entering a first nip roller station 421 where it
becomes part of a continuous roll, or web, of material 140.
[0049] The sheet of paper substrate 111 joins a roll of
polypropylene film, which serves as the first layer of lamina-
tion material 112 on the bottom surface of the paper substrate.
The roll of polypropylene film is fed from a first laminate
station 422. The polypropylene film 112 is affixed to the
bottom surface of the paper substrate 111 through use of an
adhesive 113. As previously described, the polypropylene
film allows an adhesive strip 120 to permanently adhere to the
bottom surface of the first layer of lamination material 112.
Thus, the adhesive strip 120 stays entirely on the bottom
surface of a label 100 when it is peeled from a pad of labels
200, and no adhesive residue is left behind on the top surface
of the label 100 directly below.

[0050] Additionally, the sheet of paper substrate 111 joins a
roll of polyester film, which serves as the second layer of
lamination material 114 on the top surface of the paper sub-
strate 111. The roll of polyester film is fed from a second
laminate station 423. The polyester film is affixed to the top
surface of the paper substrate 111 through use of an adhesive
113. The polyester film forming the second layer of lamina-
tion material 114 incorporates a release coating 115 on its top
surface. As previously described, the release coating 115
allows the adhesive strip 120 on the bottom surface of one
label 100 to be cleanly and easily peeled from the top surface
of'the label 100 directly beneath it, without any risk of tearing
the labels 100 or leaving adhesive residue behind. Accord-
ingly, the sheet of paper substrate 111 is suspended in a web
of material 140 created by continuous rolls of lamination
material, which will serve as first 112 and second 114 layers
of lamination material.

[0051] The web of material 140 next travels through a web
tensioning station 424 that ensures that proper and consistent
tension is maintained in the web 140 throughout the process.
A web control guide 425 senses the edge 141 of the web of

Jan. 1, 2015

material 140 and pivots in order to eliminate any skewing and
to ensure that the sheet of paper substrate 111 suspended
within the web of material 140 enters the die stations in a
square position and orientation.

[0052] FIG. 9 showsthe process steps associated with a first
die station 430 within the laminating and converting machine
400. Specifically, FIG. 9 shows the web of material 140
undergoing cutting operations performed by a first die cutter
431. The first die cutter 431 generally creates relief perfora-
tions 103 in certain areas of the web of material 140. As
previously described, the label’s 100 relief perforations 103
preferably fall along a line parallel to, and approximately
centered on, the shelf 102 once the label 100 is in its installed
position. Consequently, the first die cutter 431 creates the
relief perforations 103 at locations on the web of material 140
that will correspond to the appropriate locations for relief
perforations 103 in the finished labels 100. The relief perfo-
rations 103 relieve any “memory” in the paper substrate 111,
first layer of lamination material 112, or second layer of
lamination material 114. Thus, the relief perforations 103
added at the first die station 430 will allow the labels 100 to
more readily conform to the surface of store shelving 102.

[0053] Next, adhesive strips are added to the web of mate-
rial 140. As previously described, the adhesive strips 120 are
double-sided tape and may include a release liner 123. The
size and location of the adhesive strips 120 are preferably
controlled to ensure that several objectives are met. First, the
adhesive strips 120 are added preferably only to areas of the
web of material 140 that corresponds to the first portions 104
of the finished labels 100, such that the first portion 104 of a
label 100 may be affixed to a store shelf 102 using the adhe-
sive strips 120. Thus, the adhesive strips 120 are not included
on the second portion 105 of the label 100, so that the second
portion 105 may hang below the store shelf 102 without any
exposed adhesive strips 120 that might potentially cling to the
bottom surface of the store shelf 102 or to products placed
beneath the store shelf 102. Second, the adhesive strips 120
are added only to areas of the web of material 140 that cor-
responds to the first portions 104 of the finished labels 100,
such that for each label 100 in the finished pad of labels 200,
only the first portion 104 of the label 100 is removably
adhered to the top surface of the label 100 directly below. This
allows store personnel to lift or peel the label 100 from the pad
of'labels 200 using the second portion 105 of the label 100,
which has no adhesive strip 120 on its bottom surface, and
thus is not adhered to the label 100 directly below. Third, once
exposed, the adhesive strips 120 will not come in contact with
any part of the laminating and converting machine 400
throughout the remaining steps in the manufacturing process,
except for those parts intended to contact the adhesive strips
120, such as the second die cutter 441, which has a non-stick
coating 442 applied to its surfaces. Finally, the adhesive strips
120 are preferably placed over the relief perforations 103
created at the first die station 431, thus reinforcing the relief
perforations 103 so that the labels 100 preferably do not tear.
After application of the adhesive strips 120, the web of mate-
rial 140 enters a second nip roller station 432, which controls
tension and alignment of the web of material 140.

[0054] According to the embodiment depicted, the release
liner 123 is next removed from the adhesive strips 120. The
release liner 123 material is gathered and rewound using a
first matrix rewind station 433. One skilled in the art will
recognize that other embodiments of the present invention
may include alternative adhesive strips known in the art, some
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of which may not necessitate the removal of the release liner
123. By way of example, the adhesive strip may be applied
without the use of a release liner 123 by applying pattern-
coating adhesive to the web of material 140.

[0055] FIG. 10 shows the process steps associated with a
second die station 440 within the laminating and converting
machine 400. Specifically, FIG. 10 shows the web of material
140 undergoing cutting operations performed by a second die
cutter 441. The second die cutter 441 generally trims the web
of material 140, including the adhesive strips 120, into indi-
vidual labels 100 with adhesive strip 120 backings The sec-
ond die cutter 441 used in the second die station 440 is
designed to produce a particular size and configuration of
labels 100. According to the embodiment, a non-stick coating
442 is applied to the second die cutter 441 to prevent the
exposed adhesive strips from adhering to the second die cutter
441. A second matrix rewind station 443 gathers and rewinds
the excess first lamination material 112, second lamination
material 114, and paper substrate 111 that is trimmed away.

[0056] FIG. 11 shows the process steps associated with a
stacking station 450 within the laminating and converting
machine 400. Specifically, FIG. 11 shows a series of belts and
rollers 451 transporting the labels 100 into a stacking tray 452
that lowers the pad of labels 200 as the labels 100 accumulate.
The series of belts and rollers 451 are strategically placed so
as not to contact the exposed adhesive of the adhesive strips
120. Precision side guides 453 control the side-to-side regis-
tration of the labels 100 as they move along the transport belts
and rollers 451. Downward air flow 454 directs the labels 100
onto the pad 200 accumulating in the stacking tray 452.
Alternatively, mechanical or electro-mechanical devices may
handle and accurately place the labels 100 into stacks 200.
The adhesive strip 120 on the bottom surface of each label 100
adheres to the top surface of the label 100 below it, resulting
in a pad 200 of peel-and-stick labels 100.

[0057] Finally, at variable or fixed intervals, a backer 150
may be placed into the stacking tray 452 to separate multiple
pads oflabels 100. The backer 150 typically includes arelease
agent coating so that the adhesive strip 120 on the bottom
surface of the bottom-most label 100 in the pad 200 may be
easily removed from the backer 150. The backer 150 may
include printed data, including without limitation, the store
for which the labels 100 are intended and the location or
locations within the store where the labels 100 are to be
installed.

[0058] Alternatively, an embodiment of the present inven-
tion includes a method of making a pad of labels 200, follow-
ing the same steps described above, except that the second die
station 440 trims the sheet of paper substrate 111 from the
web of material 140 so that the resulting product is in a sheet
format. These sheets may then be arranged into pads of sheets
before being trimmed into pads 200 of peel-and-stick labels
100 through an off-line process that cuts the pad of sheets into
pads of labels 200.

[0059] Further, the printing, cutting, and padding processes
described above and depicted in FIGS. 6-11 may be con-
trolled by taking into account the store’s planogram, such that
the finished pad of labels 200 are sequenced according to the
store’s planogram. Thus, the store personnel tasked with
installing the labels 100 need only walk down a store aisle,
peeling the labels 100 from the pad 200, and affixing them to
the store shelves 102.

[0060] In an effort to ensure antecedent basis for the reci-
tations included in the claims below, certain claims have been
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copied and pasted below, and rewritten in the paragraphs
below to ensure a person of ordinary skill in the art under-
stands the aspects of the embodiments of present invention as
described above.

[0061] An embodiment of the present invention is directed
to a pad of labels for use in a retail store. The “retail store” as
used in the specification and more importantly in the claims is
not limited to a specific type of store and include commercial
and other types of stores where products are sold on shelves
and peel and stick labels are used to identify the product being
sold to a consumer. The pad of labels includes a plurality of
labels removably attached to form the pad, where each label
comprises a substrate having display information printed on a
top surface thereof; an adhesive strip applied to a bottom
surface of the label; and a release coating applied to the top
surface of the label, where the adhesive strip is removably
affixed to the release coating, and where the plurality of labels
are sequenced according to the retail store’s planogram. The
release coating comprises silicone, and preferably the release
coating covers the entire surface. The adhesive strip prefer-
ably includes double-coated tape having a width in the range
of approximately %% inch to 1 inch. For each label, the adhe-
sive strip is permanently applied to the bottom surface of the
label in an area that corresponds with a first portion of the
label to be affixed to a store shelf. The display information is
preprinted on the substrate. The substrate comprises paper,
vinyl, plastic films or foils, fabrics, or textiles. The labels are
preferably three-inches long and two-inches wide, and are
preferably peel and stick labels. The display information
includes a plurality of quadrants of information comprising
quadrant A General Product Information, quadrant B Unit
Price Information, and quadrant C Specific Product Informa-
tion. The quadrant A information is included in a substantially
square box disposed on a lower portion of the label. The
substantially square box is approximately 1Y2-inches long
and 1 %s-inches wide, and includes an approximate ¥is-inch
border from the lowest horizontal section of the square to an
edge E1 of the label and a %4-inch border and a 316-inch border
from the sides of the square to edges E2 and E3, respectively.
The quadrant A information includes “Buy One, Get One
Free!,” “Clearance, $1.00, While Supplies Last,” “New Item,”
or “Sale $xx, You Save $xx,” with the “xx” information pref-
erably including certain pricing information. The quadrant B
information is included in a substantially rectangular box
disposed in an upper right portion ofthe label having a shaded
rectangular box therein with a horizontal line directly above
the shaded rectangular box. The substantially rectangular box
is preferably approximately ¥4-inch wide and approximately
%46-inch long, and includes an approximate s-inch border
B2 to edge E2 and an approximate ¥4-inch border B4 to edge
E4. A unit price of information included within the shaded
rectangular box is preferably disposed on at least three hori-
zontal lines comprising “UNIT PRICE” on a first line, a
specific unit price on a second line, and on a third line words
indicating a unit of measure. The quadrant C information is
preferably included in a substantially rectangular box dis-
posed in an upper left portion of the label having a bar code
within the rectangular box. The substantially rectangular box
is approximately ¥4-inch wide and approximately '%is-inch
long, and includes an approximate ¥1s-inch border B3 to edge
E3 and an approximate 34-inch border B4 to edge E4. The bar
code is preferably horizontal and has an approximate width of
¥4 inch.
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[0062] Another embodiment of the present invention is
directed to a pad of labels for use in a retail store comprising
aplurality of labels removably attached to form the pad, each
label comprising a substrate having display information
printed on a top surface thereof; an adhesive strip applied to a
bottom surface of the label; and a release coating applied to
the top surface of the label, where the adhesive strip is remov-
ably affixed to the release coating, where the plurality of
labels are sequenced according to the retail store’s plano-
gram, and where the display information includes a plurality
of quadrants of information including a quadrant A having
General Product Information disposed in a lower portion of
the label, a quadrant B having Unit Price Information dis-
posed in an upper right portion of the label, and a quadrant C
having Specific Product Information disposed in a disposed
in an upper left portion of the label.

[0063] Yet another embodiment of a label for use in a retail
store comprises a substrate having display information on a
top surface thereof; a first layer of lamination material adhe-
sively affixed to a bottom surface of the substrate; an adhesive
strip applied to a bottom surface of the first layer of lamina-
tion material; and a second layer of lamination material adhe-
sively affixed to the top surface of the substrate, where the
second layer of lamination material includes a release coating
applied to a top surface thereof. The first layer of lamination
material comprises a layer of polypropylene or polyester film.
The polypropylene or polyester film is clear. The second layer
of lamination material comprises a layer of polyester film
having a gauge thickness of 92 or 102. The adhesive strip is
permanently applied to the bottom surface of the first layer of
lamination material in an area corresponding with a first
portion of the label to be affixed to a store shelf.

[0064] Another embodiment of the present invention is
directed to a method of making a pad of labels comprising
printing display information on a top surface of a substrate;
affixing a first layer of lamination material to a bottom surface
of'the substrate; affixing a second layer of lamination material
to the top surface of the substrate, the second layer of lami-
nation material having a release coating applied to a top
surface thereof; applying an adhesive strip to a bottom surface
of' the first layer of lamination material; cutting the substrate
having first and second layers of lamination material affixed
into at least one label; and arranging the at least one label into
a pad of labels, where the printing, cutting, and arranging
steps are controlled with reference to a store’s planogram,
such that the pad of labels are sequenced according to the
store’s planogram. The affixing steps include using adhesive.
The adhesive strip is permanently applied to the bottom sur-
face of the first layer of lamination material in an area corre-
sponding with a first portion of the label to be affixed to a store
shelf. The method includes cutting at least one relief perfo-
ration into the substrate having first and second layers of
lamination material affixed. The adhesive strip is preferably
permanently applied after cutting the at least one relief per-
foration, and over the at least one relief perforation, thus
reinforcing the at least one relief perforation.

[0065] Yet another embodiment of the method of making a
pad of labels includes printing display information on a top
surface of a substrate; affixing a first layer of lamination
material to abottom surface of the substrate; affixing a second
layer of lamination material to the top surface of the substrate,
the second layer of lamination material having a release coat-
ing applied to a top surface thereof, applying at least one
adhesive strip to a bottom surface of the first layer of lamina-
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tion material; cutting the substrate having first and second
layers of lamination material affixed into at least one sheet;
arranging the at least one sheet into a pad of sheets; and
cutting the pad of sheets into at least one pad of labels, where
the printing, cutting, and arranging steps are controlled with
reference to a store’s planogram, such that the pad of labels
are sequenced according to a store’s planogram. In the pre-
ferred method, the at least one adhesive strip is permanently
applied to the bottom surface of the first layer of lamination
material in an area corresponding with a first portion of the
label to be affixed to a store shelf. The method further com-
prises cutting at least one relief perforation into the substrate
having first and second layers of lamination material affixed,
wherein the at least one adhesive strip is permanently applied
after cutting the at least one relief perforation, and over the at
least one relief perforation, thus reinforcing the at least one
relief perforation.

[0066] Another embodiment of the present invention is
directed to a method of making a pad of labels comprising
printing display information on a top surface of a substrate;
loading the substrate into a friction feeder; transporting the
substrate along a registration-and-transport table, where the
registration-and-transport table comprises guides to control
the orientation of the substrate; and sensors to detect the
location of a leading edge of the substrate; adjusting the speed
of transporting the substrate along the registration-and-trans-
port table in response to the sensors detecting the location of
the leading edge of the substrate, in order to ensure the sub-
strate has proper registration as it enters a first nip roller
station; entering the substrate into a web of material created at
the first nip roller station, where the web of material com-
prises a first layer of lamination material adhered to a bottom
surface of the substrate; and a second layer of lamination
material adhered to a top surface of the substrate, the second
layer of lamination material having a release coating applied
to a top surface thereof, maintaining a tension in the web of
material through use of a tensioning station; controlling the
orientation of the web of material, including the substrate
suspended within the web of material, through use of a web
control guide; applying at least one adhesive strip to a bottom
surface of the first layer of lamination material; cutting the
web of material into at least one label; transporting the at least
one label to a stacking station; and arranging the labels into a
pad of labels, wherein the printing, cutting, and arranging
steps are controlled with reference to a store’s planogram,
such that the labels within the pad of labels are sequenced
according to a store’s planogram. The at least one adhesive
strip is permanently applied to the bottom surface of the first
layer of lamination material in an area corresponding to a first
portion of the label to be affixed to a store shelf. The method
includes cutting at least one relief perforation into the web of
material. The at least one adhesive strip is preferably perma-
nently applied after cutting the at least one relief perforation,
and over the at least one relief perforation, thus reinforcing
the at least one relief perforation.

[0067] Another embodiment of the present invention is
directed to a method of installing labels on a store shelf
comprising obtaining a pad of labels from a container, where
each label includes a substrate having display information
printed on a top surface thereot; an adhesive strip applied to a
bottom surface of the label; and a release coating applied to
the top surface of the label; peeling a label from the pad of
labels; affixing the label to a shelf; where, before peeling, the
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adhesive strip is removably affixed to the release coating; and
where the labels in the pad are sequenced according to a retail
store’s planogram.

LIST OF REFERENCE NUMERALS

100 - label

101 - display information

102 - store shelf

103 - relief perforations

104 - first portion to be affixed to store shelf
105 - second portion to hang below store shelf
111 - paper substrate

112 - first layer of lamination material
113 - adhesive

114 - second layer of lamination material
115 - release coating

120 - adhesive strip

121 - polyester film

122 - adhesive

123 - release liner

130 - edge of a sheet of paper substrate
140 - web of material

141 - edge of a web of material

150 - backer

200 - pad of labels

300 - installation process

301 - shipping container

400 - laminating and converting machine
410 - feeding and registration station
411 - bottom-fed friction feeder

412 - belting

413 - registration-and-transport table
414 - adjustable guides

415 - sensors

420 - laminating station

421 - first nip roller station

422 - first laminate station

423 - second laminate station

424 - web tensioning station

425 - web control guide

430 - first die station

431 - first die cutter

432 - second nip roller station

433 - first matrix rewind station

440 - second die station

441 - second die cutter

442 - non-stick coating

443 - second matrix rewind station
450 - stacking station

451 - series of belts and rollers

452 - stacking tray

453 - precision side guides

454 - downward air flow

The list of reference numerals is provided for convenience
and is intended to aid understanding of the illustrated embodi-
ments described above. The embodiments of the present
invention may be described in many different forms and
should not be construed as limited to the illustrated embodi-
ments. Likewise, the list above setting forth the reference
numerals and associated components comprising the illus-
trated embodiments do not limit the scope of the invention as
recited in the claims below.
We claim:
1. A method of making a pad of labels comprising:
printing display information on a top surface of a substrate;
affixing a first layer of lamination material to a bottom
surface of the substrate;
affixing a second layer of lamination material to the top
surface of the substrate, the second layer of lamination
material having a release coating applied to a top surface
thereof;
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applying an adhesive strip to a bottom surface of the first
layer of lamination material;
cutting the substrate having first and second layers of lami-
nation material affixed into at least one label; and
arranging the at least one label into a pad of labels;
wherein the printing, cutting, and arranging steps are con-
trolled with reference to a store’s planogram, such that
the pad of labels are sequenced according to the store’s
planogram.
2. The method of making a pad of labels according to claim
1, wherein the affixing steps include using adhesive.
3. The method of making a pad of labels according to claim
1, wherein the adhesive strip is permanently applied to the
bottom surface of the first layer of lamination material in an
area corresponding with a first portion of the label to be
affixed to a store shelf.
4. The method of making a pad of labels according to claim
1, further comprising cutting at least one relief perforation
into the substrate having first and second layers of lamination
material affixed.
5. The method of making a pad of labels according to claim
4, wherein the adhesive strip is permanently applied after
cutting the at least one relief perforation, and over the at least
one relief perforation, thus reinforcing the at least one relief
perforation.
6. A method of making a pad of labels comprising:
printing display information on a top surface of a substrate;
affixing a first layer of lamination material to a bottom
surface of the substrate;
affixing a second layer of lamination material to the top
surface of the substrate, the second layer of lamination
material having a release coating applied to a top surface
thereof;
applying at least one adhesive strip to a bottom surface of
the first layer of lamination material;
cutting the substrate having first and second layers of lami-
nation material affixed into at least one sheet;
arranging the at least one sheet into a pad of sheets; and
cutting the pad of sheets into at least one pad of labels;
wherein the printing, cutting, and arranging steps are con-
trolled with reference to a store’s planogram, such that
the pad of labels are sequenced according to a store’s
planogram.
7. The method of making a pad of labels according to claim
6, wherein the at least one adhesive strip is permanently
applied to the bottom surface of the first layer of lamination
material in an area corresponding with a first portion of the
label to be affixed to a store shelf.
8. The method of making a pad of labels according to claim
6, further comprising cutting at least one relief perforation
into the substrate having first and second layers of lamination
material affixed.
9. The method of making a pad of labels according to claim
8, wherein the at least one adhesive strip is permanently
applied after cutting the at least one relief perforation, and
over the at least one relief perforation, thus reinforcing the at
least one relief perforation.
10. A method of making a pad of labels comprising:
printing display information on a top surface of a substrate;
loading the substrate into a friction feeder;
transporting the substrate along a registration-and-trans-
port table;
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wherein the registration-and-transport table comprises:

guides to control the orientation of the substrate; and

sensors to detect the location of a leading edge of the
substrate;
adjusting the speed of transporting the substrate along the
registration-and-transport table in response to the sen-
sors detecting the location of the leading edge of the
substrate, in order to ensure the substrate has proper
registration as it enters a first nip roller station;

entering the substrate into a web of material created at the
first nip roller station;

wherein the web of material comprises:

a first layer of lamination material adhered to a bottom

surface of the substrate; and

a second layer of lamination material adhered to a top

surface of the substrate, the second layer of lamination
material having a release coating applied to a top surface
thereof;
maintaining a tension in the web of material through use of
a tensioning station;

controlling the orientation of the web of material, including
the substrate suspended within the web of material,
through use of a web control guide;

applying at least one adhesive strip to a bottom surface of

the first layer of lamination material;

cutting the web of material into at least one label;

transporting the at least one label to a stacking station; and

arranging the labels into a pad of labels;

wherein the printing, cutting, and arranging steps are con-

trolled with reference to a store’s planogram, such that
the labels within the pad of labels are sequenced accord-
ing to a store’s planogram.

11. The method of making a pad of labels according to
claim 10, wherein the at least one adhesive strip is perma-
nently applied to the bottom surface of the first layer of
lamination material in an area corresponding to a first portion
of the label to be affixed to a store shelf.

12. The method of making a pad of labels according to
claim 10, further comprising cutting at least one relief perfo-
ration into the web of material.

13. The method of making a pad of labels according to
claim 12, wherein the at least one adhesive strip is perma-
nently applied after cutting the at least one relief perforation,
and over the at least one relief perforation, thus reinforcing
the at least one relief perforation.

14. A method of making a pad of labels for use in a retail
store comprising:

removably attaching a plurality of labels to form the pad,

displaying information printed on a top surface of a sub-

strate;

applying an adhesive strip to a bottom surface of a label in

the pad of labels; and

applying a release coating to the top surface of the label,

wherein the adhesive strip is removably affixed to the

release coating, and

wherein the plurality of labels are sequenced according to

the retail store’s planogram.

15. The method of making a pad of labels according to
claim 14, wherein the release coating comprises silicone.

16. The method of making a pad of labels according to
claim 14, wherein the release coating covers the entire sur-
face.
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17. The method of making a pad of labels according to
claim 14, wherein the adhesive strip includes double-coated
tape having a width in the range of %% inch to 1 inch.

18. The method of making a pad of labels according to
claim 14, wherein for each label, the adhesive strip is perma-
nently applied to the bottom surface of the label in an area that
corresponds with a first portion of the label to be affixed to a
store shelf.

19. The method of making a pad of labels according to
claim 14, wherein the display information is preprinted on the
substrate.

20. The method of making a pad of labels according to
claim 14, wherein the substrate comprises paper, vinyl, plas-
tic films or foils, fabrics, or textiles.

21. The method of making a pad of labels according to
claim 14, wherein the labels are three-inches long and two-
inches wide, and are peel and stick labels.

22. The method of making a pad of labels according to
claim 14, wherein the display information includes a plurality
of quadrants of information comprising quadrant A General
Product Information, quadrant B Unit Price Information, and
quadrant C Specific Product Information.

23. The method of making a pad of labels according to
claim 22, wherein the quadrant A information is included in a
substantially square box disposed on a lower portion of the
label.

24. The method of making a pad of labels according to
claim 23, wherein the substantially square box is approxi-
mately 174-inches long and 1%4-inches wide, and includes an
approximate ¥1s-inch border from the lowest horizontal sec-
tion of the square to an edge E1 of the label and a Y-inch
border and a ¥1s-inch border from the sides of the square to
edges E2 and E3, respectively.

25. The method of making a pad of labels according to
claim 24, wherein the quadrant A information includes “Buy
One, Get One Free!,” “Clearance, $1.00, While Supplies
Last,” “New Item,” or “Sale $xx, You Save $xx.”

26. The method of making a pad of labels according to
claim 22, wherein the quadrant B information is included in a
substantially rectangular box disposed in an upper right por-
tion of the label having a shaded rectangular box therein with
a horizontal line directly above the shaded rectangular box.

27. The method of making a pad of labels according to
claim 26, wherein the substantially rectangular box is
approximately -inch wide and approximately '¥is-inch
long, and includes an approximate Ys-inch border B2 to edge
E2 and an approximate ¥s-inch border B4 to edge E4.

28. The method of making a pad of labels according to
claim 26, wherein a unit price of information included within
the shaded rectangular box is disposed on at least three hori-
zontal lines comprising “UNIT PRICE” on a first line, a
specific unit price on a second line, and on a third line words
indicating a unit of measure.

29. The method of making a pad of labels according to
claim 22, wherein the quadrant C information is included in a
substantially rectangular box disposed in an upper left portion
of the label having a bar code within the rectangular box.

30. The method of making a pad of labels according to
claim 29, wherein the substantially rectangular box is
approximately -inch wide and approximately '¥is-inch
long, and includes an approximate ¥1s-inch border B to edge
E3 and an approximate ¥s-inch border B4 to edge E4.
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