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The present invention relates to a device for producing 
a continuous tobacco rod, such rod being intended to be 
subsequently enclosed in a paper wrapper to form a con 
tinuous cigarette rod from which individual cigarette 
lengths or multiple lengths are to be cut. The invention 
is in particular concerned with the production of a tobac 
co rod containing in the same cross-sectional dimensions 
additional quantities of tobacco, which are spaced at 
distances corresponding to the length or to twice the 
length of cigarettes to be cut from the cigarette rod so 
as to provide cigarettes which have a greater tobacco 
density at the cutting point than over the remainder of 
the length of the cigarette. That is cigarettes which are 
relatively dense or compacted at one or both ends. 

In accordance with the present invention a tobacco rod 
is produced by forming a stream of tobacco, subjecting 
the stream to a local compression action at spaced regions 
and thereafter removing tobacco from the surface of the 
stream so that the latter is trimmed to a uniform depth 
and contains more tobacco at said spaced regions than 
in the remainder of the stream. 

Preferably the tobacco stream is con?ned within a 
channel guide and is subjected to the action of a periodi 
cally operating compression device operated to provide 
compacted regions in the tobacco stream at distances cor 
responding to one or two cigarette lengths subsequently 
to be cut from a cigarette rod formed by enclosing the 
tobacco stream in a paper wrapper. ‘ 
The removal of tobacco from the stream is performed 

for the purpose of ensuring that the tobacco stream pro 
duced is of uniform cross-section but it is to be under 
stood that after removal of the tobacco from the surface 
of the stream the tobacco may expand at said spaced 
regions so that such regions are of greater cross-section 
than the remainder of the stream. In the subsequent 
formation of the cigarette rod the latter is formed to a 
substantially uniform cross-section where the said regions 
comprise zones of greater density. 

Various means may be provided for effecting the local 
compression of the tobacco stream and in one arrange 
ment a periodically reciprocable plunger may be used 
the operative head of which may be formed by a roller 
and said roller may be driven at a peripheral speed cor 
responding to the speed of travel of the stream. Alterna 
tively the compression .of the stream may be effected by 
means of a rotary member having a number of spaced 
projections which during the rotation of the wheel press 
against the tobacco to effect local compression at a point 
immediately before the removal or trimming of tobacco 
from the surface of the stream. In either case the degree 
of compression is conveniently such that there is sub 
stantially no tobacco to be trimmed from the surface of 
the stream at the points where compression has been 
effective. In some cases, however, the arrangement may 
be such that a certain amount of tobacco, is trimmed off 
the stream at the points where compression has previous 
ly been effected, but more tobacco is trimmed off the 
rest of the stream. 

Preferably the stream of tobacco is carried by a con 
veyor feeder, for example a rotary feeder wheel, and 
said tobacco is subjected to the action of suction while 
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it is being conveyed by said feeder wheel. The suction 
action may, however, be released at or near the point 
at which the trimming operation is carried out so that the 
tobacco is allowed to expand to some extent before trim 
ming is effected but with less expansion at the points 
where precompression has been effected by the presser 
means described. 
The tobacco stream is then passed through a conven 

tional cigarette rod-forming device to form a cigarette 
rod of uniform cross-section but with denser portions at 
the points at which the cigarettes are to be subsequently 
severed from the continuous rod. 

Several embodiments of the invention are shown by 
way of example on the accompanying drawings, wherein: 

FIG. 1 is a sectional view illustrating one of the suc 
cessive stages in the formation of a continuous tobacco 
rod with spaced compacted portions according to one 
embodiment of ‘the invention in which the compacting 
element is in a raised position, 

FIG. 2 is a sectional view similar to FIG. 1 but show 
ing the compacting element in its operative position to 
compact a section of the tobacco stream, 

FIG. 3 is a sectional view similar to FIGS. 1 and 2 
but showing the compacting element being moved away 
from the tobacco stream, and 

FIG. 4 is a sectional view similar to FIGS. 1, 2 and 
3 with the compacting element raised to its initial start 
ing position, 

FIG. 5 is a diagrammatic view showing the inter 
mediate and ?nal stages of a cigarette rod with spaced 
compacted portions and the areas in which said com 
pacted sections are cut to form cigarettes with compacted 
end portions, 

FIG. 6 is a diagrammatic view similar to FIGURE 
5 and showing cigarette rod material with compacted 
portions and the zone in which the same are cut to form 
individual cigarettes with a compacted portion on one 
end only, 

FIG. 7 illustrates in diagrammatic form one form of 
a device embodying the features of the invention, and 

FIG. 8 is a detail view illustrating a modi?ed form 
of the device according to the invention. 
As shown in FIGS. 1 to 4 inclusive, a horizontal con 

veyor belt 1 is provided and moves in the direction of the 
arrow A. The conveyor belt 1 carries a tobacco stream 
2 which has an irregular surface and contains tobacco 
in excess of the amount required to form the desired to 
bacco rod and which has an average height h. The 
tobacco stream 2 is conveyed along the conveyor pathway 
and trimming means 3 is interposed in said pathway 
which removes the surplus tobacco 2a from the top sur 
face of said stream. Beyond the trimming means 3 the 
stream of tobacco is thus reduced to the required cross 
sectional dimensions for uniform rod formation-corre 
sponding to a height h——and now has a smooth top sur 
face. 
The surplus tobacco 2a accumulates in front of the 

cutter 3 to a certain extent and the remainder is carried 
away by any suitable conveyor means and it may, for 
instance, be returned to a tobacco distributor which ini 
tially supplies the tobacco forming the stream 2. 

Immediately in front of the trimming means '3 there 
is arranged a mechanically acting compacting means 4 
which presses the accumulated tobacco against a horizon~ 
tal counter plate 4a mounted beneath said conveyor. 
In the example illustrated the compacting means 4 com 
prises a vertically reciprocable and movable plunger pro 
vided on its lower end with a roller head 5. The com 
pacting means 4 is so controlled that it will periodically 
descend on the stream 2 passing beneath it and compress 
the accumulated tobacco in front of said cutting means 
to an extent corresponding approximately to the height 
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h, thus increasing‘the density of the stream, as shown at 
2c in FIG. 2. 
As long as the compacting means -4 is operative in the 

effective position shown in FIG. 2, only a little or no 
tobacco is removed from the travelling stream by the 
trimming means 3 because the tobacco beneath the com 
pacting means 4 is compacted ‘approximately to the height 
h which is the operative depth of the trimming means 3. 
When, as shown in'FIG. 3, a section of the stream of 
desired length C has passed underneath the compacting 
means 4, the latter is ‘retracted or moved upwardly so 
that-as shown in FIG. 4—the surplus tobacco can again 
be removedby the trimming means 3. When the com 
pacted section of the stream has cleared the trimming de 
vice, the structure of the tobacco will in most cases again 
expand so that the depth of tobacco in section C will be 
greater than the depth h of the trimmed sections of 
stream, as shown in FIG. 4. Suitable means well known 
in the art can be provided for intermittently raising and 
lowering the compacting member 4 such as a cam en 
gaging a follower roller on the member 4 or a crank driv-' 
ingly connected to said member. 

In order to avoid the adherence of tobacco to the pe 
riphery of the roller 5 of the compacting means 4, which 
might occur in the case of certain types and kinds of to 
bacco, it is advisable to rotate the roller at a peripheral 
speed which corresponds to the linear speed of travel of 
the stream. 
The compacting means 4'may be periodically oper 

ated in such ‘a way that the suitable selection of the length 
C of the compacted section and of the relative distance L 
‘between two consecutive compacted sections will produce 
cigarette lengths Z or a cigarette Z1, as shown in FIG. 5, 
with a compressed head and end, or, as shown at Z2 in 
FIG. 6, with only a compressed head; that is after the 
stream has been fed through a cigarette rod forming de 
vice of a known kind and after the cigarette rod has been 
divided into individual cigarettes of single or double 
length. 

FIG. 7 illustrates one form of a device according to the 
invention in which a tobacco stream 2 is formed fro-m 
tobacco deposited by a low-level tobacco distributor 10 
on a horizontal conveyor belt 1 which is moved in the di 
rection of the arrow B into the circumferential groove '8 
of a rotary feed wheel 6 revolving in a vertical plane. 
The stream 2 in this instance contains tobacco in excess of 
predetermined requirements. 
The circumferential groove 8 of the feed wheel 6 is 

provided with a perforated bottom wall so that reduced 
pressure within a chamber de?ned between the two dotted 
radial lines 11 will hold the tobacco stream in the groove. 
Ifdesired, the reduced pressure may be made to approach 
atmospheric pressure in a zone adjacent the trimming de 
vvice 3’ as indicated by the space between the two dotted 
radial lines 12. 
The trimming means 3’ and the tobacco compacting 

means are located adjacent the rotary feed wheel and are 
arranged on the upwardly moving portion thereof and 
the trimming means is positioned immediately beyond 
the compacting means 4', the surplus tobacco accumulat 
ing to a certain extent as before as at 211 and the surplus 
is removed by the trimming means 3'. The trimmed 
stream containing compacted zones at intervals then 
moves through a guide device E and is then- fed together > 
with a cigarette paper strip 14 into a cigarette rod form 
ing device F. In this embodiment the roller 5' of the 
compacting means 4’ may be driven to conform with the 
peripheral speed of the suction feed wheel ‘6. 

FIG. ‘8 shows another embodiment of the invention 
similar to FIG. 17 but with a modi?ed compacting means 
and trimmer including a rotary member 7 which rotates 
about a horizontal axis 10' and is provided with two or 
more radially projecting parts 15. This member 7 is 
driven at a speed which is such that the peripheral speed 
of the end projections 15 is approximately the same as 
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the peripheral speed of the tobacco stream in the feed 
wheel 6 and is positioned so as to exert a desired local 
compression on the moving tobacco stream. This mem 
ber 7 is positioned as closely as possible in advance of 
the tobacco stream trimming means which may be ar 
ranged as shown in FIG. 7. 
What I claim is: 
1. In an apparatus for continuously forming a tobac 

co rod having longitudinally spaced equidistant portions 
of greater density alternating with portions of lesser den 
sity, in combination,-conveyor means for feeding a stream 
oftobacco along a conveyor pathway, trimming means 
adjacent said pathway and located in the path of said 
tobacco stream for trimming excess tobacco from said 
stream and for thereby transforming the stream into a 
tobacco rod of uniform cross sectional dimensions as the 
stream moves along said pathway, compacting means 
mounted along said pathway in juxtaposed relation to and 
in front ‘and in close proximity to said trimming means, 
and means for moving said compacting means in a direc 
tion transverse to the direction of said stream to compact 
longitudinally spaced equidistant portions of the tobacco 
stream before the stream is engaged by said trimming 
means, the compacting action of said compacting means 
being such that at least the major part of tobacco con 
tained in said equidistant portions may bypass said trim 
ming means. 

2. A device for producing a stream of tobacco which 
is compacted at spaced zones thereof, comprising means 
including a reciprocable plunger for intermittently com 
pacting laid stream of tobacco at lengthwise and longi 
tudinally spaced zones; a conveyor for moving the stream 
past said plunger so that the plunger compacts tobacco 
against said conveyor; and means disposed beyond and in 
closely spaced relation to said compacting means for re 
moving tobacco from the surface of the stream so that the 
latter is trimmed to a uniform height and contains more 
tobacco at said compacted spaced zones than in the re 
mainder of the stream, said reciprocable plunger being 
arranged to compress the tobacco in said stream immedi 
ately in front of said tobacco removing means, whereby 
the major portion of the tobacco in said zones will not be 
engaged by said tobacco removing means. 

3. A device for producing a stream of tobacco which is 
compacted at spaced zones, comprising means including ‘a 
plunger with a rotatable roller at the free end thereof 
acting upon a travelling tobacco stream for intermittently 
compacting the stream at lengthwise and longitudinally 
spaced zones, ‘and means for driving said roller at a pe 
ripheral speed corresponding to the travel speed of the 
tobacco stream; and means disposed beyond and in close 
ly spaced relation to said roller for removing tobacco 
from the surface of the stream so that the latter is 
trimmed to a uniform height and contains more tobacco 
at said compacted spaced zones than in the remainder 
of the stream, said roller being arranged to compress 
the tobacco in said stream immediately in front of said 
tobacco removing means, whereby the major portion of 
the tobacco in said zones will not be engaged by said 
tobacco removing means. 

4.‘In a tobacco rod making machine, in combination, 
a conveyor adapted to advance a ?ller stream; tobacco 
feeding means adapted to feed tobacco to said conveyor 
so as to form on said conveyor a ?ller stream containing 
an excess‘of tobacco over that required for the tobacco 
rod, said conveyor being adapted to move in an elongated 
path to advance said ?ller stream toward a rod forming 
means; tobacco compressing means located adjacent to 
said conveyor and being arranged to move in a path 
having a component which is transversely directed with 
respect to said elongated path and being adapted to com 
press spaced portions of the stream against said conveyor 
providing compacted spaced zones therein; and trimming 
means located adjacent to said elongated path and down 
stream of said compressing means for removing said ex 
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cess of tobacco from the stream thereby forming a ?ller 
stream having a uniform cross section and having com~ 
pacted zones alternating with zones of lesser density. 

5. In a tobacco rod making machine as set forth in 
claim 4, wherein said conveyor is arranged to move in a 
straight path. 

'6. In a tobacco rod making machine, as set forth 
in claim 4, wherein said conveyor is arranged to move the 
tobacco stream in a circular path and wherein the tobacco 
compressing means is arranged to compress the tobacco 
stream substantially radially with reference to said cir 
cular path. 
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