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Description

[0001] Thisinvention relates to a machine and method
for making rod-shaped articles for smoking (hereinafter
"rod-shaped smoking articles").

[0002] In particular, the rod-shaped smoking articles
referred to herein are articles made from a web of material
for the tobacco industry such as, for example: tobacco-
based material (reconstituted, pre-treated, homogenized
or cast-leaf tobacco), filter paper material or PLA. These
articles can be used in the tobacco industry to make tra-
ditional filter cigarettes, that is, cigarettes which can be
smoked by burning the end of the cigarette opposite the
filter, or electronic cigarettes such as, for example: heat
not burn, electronic-cig, mixed electronic-cig and tobac-
co.

[0003] Known in the art are crimping systems, as de-
scribed in document WO 2016/071267 A1, designed to
create corrugations on the web which can subsequently
be compacted to create a longitudinal stream containing
the crimped web; it was found, however, that the articles
made according to this solution are not uniformly com-
pacted but tend to become loose.

[0004] In other systems, a web of material for the to-
bacco industry is cut lengthways into longitudinal strips
which are then gathered and wrapped in a web of paper
to form a continuous rod containing a plurality of longitu-
dinal strips placed side by side. Itis then possible to obtain
a plurality of articles from the rod, each comprising a plu-
rality of longitudinal strips placed side by side.

[0005] For example, document US 4,889,143 de-
scribes a machine and a method for making rod-shaped
smoking articles where two webs of material for the to-
bacco industry are unwound from rolls and fed to a cutting
station configured to cut the webs into strips. The strips
thus obtained are then gathered and sent to a garniture
conveyor to make a continuous rod of material for the
tobacco industry which can be cut to obtain a plurality of
rod-shaped articles.

[0006] US 3188924 A (PETER DAVEY FREDERICK
ET AL) 15 June 1965 (1965-06-15) describes a method
for the production of cross-linked tapes from thin strips
of fibrous material.

[0007] The Applicant found, however, that in the prior
art methods, the step of gathering the strips following the
step of cutting them may be difficult, often on account of
jams and interruptions of the production process.
[0008] The Applicant also found that in the prior art
machines, high speed and/or local non-uniformity of the
materials and/or possible cutting imprecision, due for ex-
ample to worn cutting means, may cause the strips at
the gathering means, downstream of the cutting station,
to be torn transversely, thus becoming separated from
the remaining strips which continue along their path.
[0009] The articles obtained accordingto the teachings
of the prior art may thus be non-uniform because some
of the strips are missing.

[0010] Moreover, some of the strips may fall out of the
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tips of an article on account of ineffective cohesion be-
tween adjacent strips in the article. In this context, the
technical purpose which forms the basis of this invention
is to propose a machine and a method for making rod-
shaped smoking articles to overcome one or more of the
above mentioned drawbacks of the prior art.

[0011] More specifically, this invention has for an aim
to provide a machine for making rod-shaped smoking
articles and which is capable of making longitudinal strips
which allow reducing the risk of entanglement and jam-
ming.

[0012] A further aim of this invention is to provide a
method for making rod-shaped smoking articles and
which allows improving the efficiency and effectiveness
of the production process by reducing or eliminating the
risk of entanglement, tearing and jamming.

[0013] The technical purpose indicated and the aims
specified are substantially achieved by a machine and a
method for making rod-shaped smoking articles, com-
prising the technical features described in one or more
of the appended claims.

[0014] In particular, this invention provides a machine
for making rod-shaped smoking articles, comprising:

- unwinding means for unwinding at least one roll of
web of material for the tobacco industry, where the
web is adapted to be unwound along a longitudinal
feed direction;

- first cutting means for cutting the web, located down-
stream of the unwinding means and configured to
receive and cut the web in such a way as to create
a plurality of longitudinal strips along the longitudinal
feed direction, where the first cutting means com-
prise at least a first roller and a second roller acting
in conjunction with each other and configured to cre-
ate the plurality of longitudinal strips on the web slid-
ing between the rollers;

- gatheringand conveying means configured to gather
and convey the longitudinal strips from the first cut-
ting means to create at least one continuous stream;

- agarniture tongue configured to receive the contin-
uous stream and to progressively wrap it in a paper
web to make at least one continuous rod, where the
continuous rod comprises a plurality of longitudinal
strips;

- second cutting means for cutting the continuous rod,
located downstream of the garniture tongue and con-
figured to cut the continuous rod into a plurality of
rod-shaped smoking articles.

[0015] Advantageously, the firstcutting means accord-
ing to this invention are configured to make a plurality of
longitudinal, broken cutting lines in such a way that two
longitudinal strips which are transversely adjacent each
other relative to the longitudinal feed direction remain
connected to each other by at least one joining portion.
[0016] Thanks to this invention, therefore, each longi-
tudinal strip is connected at least to the longitudinal strip
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adjacent to it so that it is easier for them to be gathered
and conveyed without tearing and without causing ma-
chine jams.

[0017] Advantageously, the shape of the longitudinal
strips gives the smoking article a compact, cohesive fill-
ing; the presence of the joining portions guarantees the
integrity of the strips while they are being processed and
prevents detachment of each strip from the others.
[0018] The invention also provides a method for mak-
ing rod-shaped smoking articles, comprising the follow-
ing steps:

- unwinding at least one roll of web of material for the
tobacco industry along a longitudinal feed direction;

- cutting the web in such a way as to create a plurality
of longitudinal strips along the longitudinal feed di-
rection;

- gathering and conveying the longitudinal strips to
make a continuous stream;

- forming at least one continuous rod by progressively
wrapping the continuous stream in a paper web;

- cutting the at least one continuous rod into a plurality
of rod-shaped smoking articles.

[0019] Advantageously, the step of cutting the web
comprises making a plurality of longitudinal, broken cut-
ting lines in such a way that two longitudinal strips which
are transversely adjacent each other relative to the lon-
gitudinal feed direction remain connected to each other
by at least one joining portion.

[0020] Inotherwords, makingaplurality of longitudinal,
broken cutting lines makes it possible to define stretches
by which the longitudinal strips are joined to each other
in such a way that after they have been cut and while
they are being gathered and conveyed, the strips do not
get entangled or jammed in the machine and in such a
way that the longitudinal strips made in this way are less
subject to tearing since each strip is urged along by the
one adjacent to it.

[0021] The dependent claims, which are incorporated
herein by reference, correspond to different embodi-
ments of the invention.

[0022] Further features and advantages of this inven-
tion are more apparent in the detailed description below,
with reference to a preferred, but non-exclusive embod-
iment of a machine for making rod-shaped smoking ar-
ticles, as illustrated in the accompanying drawings, in
which:

- Figure 1 is a functional diagram of a machine for
making rod-shaped smoking articles according to
this invention;

- Figure 2 is a schematic front view of the first cutting
means of the machine of Figure 1;

- Figures 2A-2H and 3A-3H are schematic enlarged
views of a detail B from Figure 2, showing possible
embodiments of the first cutting means of the ma-
chine according to this invention, in a non-operating
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and an operating configuration, respectively;

- Figures 4A, 4B and 4D are schematic perspective
views of possible embodiments of broken cutting
lines made on the web by the first cutting means
according to this invention;

- Figure 4C shows an enlarged detail from Figure 4B;

- Figures 5A-5G show schematic plan views of possi-
ble embodiments of a longitudinal strip according to
this invention; and

- Figures 6A-6B are, respectively, a schematic front
view and a schematic plan view of an alternative em-
bodiment of the gathering and conveying means ac-
cording to this invention.

[0023] With reference to the accompanying drawings,
the numeral 1 denotes in its entirety a machine for making
rod-shaped smoking articles and hereinafter referred to
simply as machine 1.

[0024] The machine 1 comprises unwinding means 2
for unwinding at least one roll 2a of web 100 of material
for the tobacco industry such as, for example, tobacco
based material, filter paper or PLA.

[0025] The web 100 is adapted to be unwound along
a longitudinal feed direction, indicated by the arrow X in
Figure 1.

[0026] Downstream ofthe unwinding means 2, the ma-
chine 1 preferably comprises one or more systems for
adjusting the tension of the web 100 (for example, an
unwinding feedback sensor) and/or one or more sys-
tems, not illustrated, for centring the web 100.

[0027] The machine 1 comprises first cutting means 3
for cutting the web 100, located downstream of the un-
winding means 2, and configured to receive and cut the
web 100 in such a way as to create a plurality of longitu-
dinal strips 101 along the longitudinal feed direction "X".
The first cutting means 3 comprise at least a first roller 4
and a secondroller 5 acting in conjunction with each other
and configured to create the plurality of longitudinal strips
101 on the web 100 sliding between the rollers 4, 5.
[0028] Advantageously, the first cutting means 3 are
configured to make a plurality of longitudinal, broken cut-
ting lines 102, in such a way that two longitudinal strips
101 which are transversely adjacent each other relative
to the longitudinal feed direction "X" remain connected
to each other by at least one joining portion 103, as illus-
trated in Figures 4A-4D.

[0029] In other words, as illustrated in the detail 4C
from Figure 4B, the joining portion 103 is defined by an
ideal surface of web 100 lying in the thickness of the web
100 and connecting two adjacent longitudinal strips 101
and is interposed between consecutive cut portions 102’
of a broken cutting line 102 along the longitudinal feed
direction.

[0030] Figures4A-4D showsome embodiments of por-
tions of web 100 on which longitudinal strips 101 obtain-
able with this invention have been made.

[0031] In particular, in Figures 4A-4C, the longitudinal
strips 101 between a first edge 100a of the web 100 and
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a second edge 100b of the web 100 are connected by
joining portions 103 disposed along at least one ideal
orientation lines "Y" transverse to the longitudinal feed
direction "X"; more specifically the ideal orientation lines
"Y" in Figure 4A are perpendicular to the longitudinal feed
direction "X", while the ideal orientation lines "Y" in Figure
4B are diagonal.

[0032] In Figure 4D, on the other hand, the joining por-
tions 103 transverse to the longitudinal feed direction "X"
are alternated with broken cutting lines 102.

[0033] With reference to Figure 2, preferably at least
one between the first roller 4 and the second roller 5
comprises a plurality of cutting discs 6, preferably rotary
(alternatively, they may be fixed, while the roller 4, 5 ro-
tates) and the first cutting means 3 are configured in such
a way as to vary the distance between the cutting profile
of each cutting disc 6 and the web 100 during rotation of
the cutting discs 6, so as to make in the cut a break which
defines the joining portion 103.

[0034] It should be noted that in the example shown in
Figure 2, only the first roller 4 is provided with cutting
discs 6, whilst the second cutting disc 5 is "plain": that is
to say, it has a substantially flat surface, without grooves
or other cutting discs 6.

[0035] In a possible embodiment, the first cutting
means 3 are configured to move the cutting discs 6 be-
tween a distal position, where the cutting discs 6 are not
in contact with the web 100, and a cutting position, where
the cutting discs 6 are in contact to create longitudinal
cut segments 102’ alternated with the joining portions
103. In other words, the cutting discs 6 can be moved
translationally towards or away from the web 100.
[0036] Alternatively, in another embodiment of the first
cutting means 3, each cutting disc 6 has a cutting profile
which, along its circumferential extension, has at least
one angular stretch with an increased diameter such as
to cut the web 100 as the cutting disc 6 rotates, thereby
making a longitudinal cut segment 102’, and at least one
angular stretch with a reduced diameter, not illustrated
in the accompanying drawings, such as not to cut the
web 100 as the cutting disc 6 rotates, so that the web
100 defines the at least one joining portion 103. In other
words, the cutting discs 6 have beaks in their cutting pro-
files so each disc 6 does not make an uninterrupted cut
in the web 100 and instead defines a joining portion 103
in the zone which is not cut.

[0037] The angular, reduced diameter stretches of the
cutting disc 6 may be disposed according to different an-
gular combinations in such a way as to cut the web 100
according to cutting patterns like those illustrated in Fig-
ures 4A-4D.

[0038] The embodiments shown in Figures4B and4D,
for example, are obtainable using first cutting means 3
whose angular, reduced diameter stretches are angularly
offset from each other.

[0039] Still more preferably, the angular, reduced di-
ameter stretches may be angularly offset from each other
in such a way that, as the cutting discs 6 rotate, at least
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one joining portion 103 of the web 100 is defined in each
transverse section of the web 100, as in the example
embodiment shownin Figure 4B. Advantageously, there-
fore, each transverse cross section of the articles is pro-
vided with at least one joining portion 103 capable of
effectively holding the longitudinal strips 101 together co-
hesively.

[0040] According to this invention, each cutting disc 6
is preferably configured to make longitudinal strips 101
whose edges are defined by straight or wavy or zig-zag
cut segments 102’ alternated with at least one joining
portion 103.

[0041] Advantageously, cut segments 102’ with wavy
or zig-zag edges allow improving the cohesion between
the longitudinal strips 101 during subsequent processes
so as to prevent material from falling out of the tips of the
articles.

[0042] Furthermore, still more preferably, each cutting
disc 6 has a straight or wavy or zig-zag cutting profile.
[0043] Figures 5A-5D illustrate some embodiments of
longitudinal strips 101 obtainable using the first cutting
means 3 just described, whilst

[0044] Figures 2A-2E and 3A-3E illustrate some em-
bodiments of cutting rollers 4, 5 used to obtain the lon-
gitudinal strips 101.

[0045] As shown in Figures 2A, 3A, the first roller 4 is
provided with cutting discs 6 whose cutting profiles are
straight, whilst the second roller 5 has grooves 5a adapt-
ed to receive the cutting profiles of the cutting discs 6 of
the first roller 5. The longitudinal strips 101 obtainable
with this configuration of the rollers 4, 5 are, for example,
of the type illustrated in Figure 5A.

[0046] In Figures 2B, 3B, the first roller 4 is provided
with cutting discs 6 whose cutting profiles are straight,
whilst the second roller 5 is plain.

[0047] The longitudinal strips 101 obtainable with this
configuration of the rollers 4, 5 are, for example, of the
type illustrated in Figure 5A.

[0048] In Figures 2C, 3C, the first roller 4 is provided
with cutting discs 6 whose cutting profiles are wavy or
zig-zagged, whilst the second roller 5 is plain. The lon-
gitudinal strips 101 obtainable with this configuration of
the rollers 4, 5 are, for example, of the type illustrated in
Figures 5B-5D. However, based on the geometry of the
cutting discs 6, it is also possible to obtain longitudinal
strips 101 of the type illustrated in Figures 5C and 5D.
[0049] In Figures 2D, 3D, both the first roller 4 and the
second roller 5 are provided with cutting discs 6 whose
cutting profiles are straight. The longitudinal strips 101
obtainable with this configuration of the rollers 4, 5 are,
for example, of the type illustrated in Figure 5A.

[0050] Figures 2E and 3E illustrate an alternative em-
bodiment of the first cutting means 3 where, preferably,
the first roller 4 is provided with cutting discs 6 having a
planar cutting profile, substantially defining a toothed
edge, whilst the second roller 5 is provided with grooves
5a shaped to match the toothed edge of the discs 6 of
the first roller 4 so that the web 100, during operation, is
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cut by shearing. The longitudinal strips 101 obtainable
with this configuration of the rollers 4, 5 are, for example,
of the type illustrated in Figure 5A.

[0051] Preferably, also, the machine 1 comprises
means 7 for making a plurality of longitudinal easy folding
zones 104 in such a way that each longitudinal strip 101
has at least one easy folding zone 104.

[0052] Advantageously, the easy folding zones 104 al-
low improving the step of gathering and conveying the
longitudinal strips 101 which can be folded more easily
so as to make rod-shaped smoking articles which are
more compact and cohesive, with better filling uniformity.
[0053] Advantageously, the easy folding zones 104 al-
low weakening the structure of the material so it can be
folded more easily during the subsequent step of gath-
ering.

[0054] In a possible embodiment not illustrated in the
accompanying drawings, the forming means 7 for making
a plurality of easy folding zones 104 can be disposed
upstream of the first cutting means 3. However, with ref-
erence to the embodiments illustrated in Figures 2F-2H
and 3F-3H, the forming means 7 for making a plurality
of longitudinal easy folding zones 104 are located on at
least one between the first roller 4 and the second roller
5 and comprise at least one between:

- aplurality of crimping discs 8 configured to compress
the web 100 in such a way that each easy folding
zone 104 has at least one longitudinal crimp;

- aplurality of reduced diameter scoring discs 9 con-
figured to partly cut the thickness of the web 100 in
such a way that each easy folding zone 104 has at
least one longitudinal score line.

[0055] It should be noted that the expression "reduced
diameter" is used to mean that the diameter of the re-
duced diameter scoring discs 9 is smaller than the diam-
eter of the cutting discs 6.

[0056] Preferably, also, the cutting discs 6 are alter-
nated with the crimping discs 8 and/or with the reduced
diameter scoring discs 9, so that each longitudinal strip
101 comprises at least one crimp or one longitudinal
score line.

[0057] As shown in particular in Figures 2F, 3F, the
firstroller 4 is provided with cutting discs 6 whose cutting
profiles are straight, whilst the second roller 5 is provided
with crimping discs 8 which are offset relative to the cut-
ting discs 6 so as to make longitudinal strips 101 of the
type shown in Figure 5E, where the easy folding zones
104 made on the underside of the web 100 create longi-
tudinal strips 101 which have a triangular cross section
and which are easy to fold.

[0058] As shown in particular in Figures 2G, 3G, the
firstroller 4 is provided with cutting discs 6 whose cutting
profiles are straight, with alternately interposed crimping
discs 8, whilst the second roller 5 is of the plain type so
as to make longitudinal strips 101 of the type shown for
example in Figure 5F, where each longitudinal strip 101
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has two easy folding zones 104 made on the top side of
the web 100 to facilitate folding of the longitudinal strips
101 themselves.

[0059] As shown in particular in Figures 2H, 3H, the
first roller 4 is provided with cutting discs 6 whose cutting
profiles are straight, with two alternately interposed re-
duced diameter scoring discs 9, whilst the second roller
5is of the plain type so as to make longitudinal strips 101
of the type shown for example in Figure 5G, where each
longitudinal strip 101 has one longitudinal easy folding
zone 104 made on the top side of the web 100 to facilitate
folding of the longitudinal strips 101 themselves.

[0060] Thanks to this invention, therefore, itis possible
to make longitudinal strips 101 of various shapes and
sizes which are advantageously connected to each other
by at least one joining portion 103.

[0061] With reference to Figure 1, the machine 1 ac-
cording to the invention also comprises gathering and
conveying means 10 configured to gather and convey
the longitudinal strips 101 from the first cutting means 3
to create at least one continuous stream 100’. Advanta-
geously, the joining portions 103 facilitate the step of
gathering and conveying the longitudinal strips 101 by
significantly reducing the risk of the longitudinal strips
101 falling out as the web 100 moves forward, since each
longitudinal strip 101 is connected to the one adjacent to
it.

[0062] Preferably, the gathering and conveying means
10 comprise at least one funnel-shaped member 11 hav-
ing an infeed cross section 11a suitable for receiving the
longitudinal strips 101 and an outfeed cross section 11b
suitable for expelling the continuous stream 100’ formed
as the longitudinal strips 101 are fed through the funnel-
shaped member 11.

[0063] Still more preferably, the gathering and convey-
ing means 10 comprise at least two funnel-shaped mem-
bers 11 horizontally juxtaposed or at least partly super-
posed.

[0064] With reference to the embodiment illustrated in
Figures 6A and 6B, the gathering and conveying means
10 comprise three funnel-shaped elements 11: two be-
low, juxtaposed horizontally; and one above, partly su-
perposed on the two below.

[0065] Advantageously, that way, the longitudinal
strips 101 to be gathered and conveyed can be distrib-
uted in a simple and ordered manner in order to avoid
entanglement.

[0066] The machine 1 may preferably also comprise
suction means, not illustrated, associated with the gath-
ering and conveying means 10 and configured to facili-
tate gathering of the longitudinal strips 101 by sucking
them towards the outfeed section 11b.

[0067] Downstream of the gathering and conveying
means 10, the machine 1 comprises a garniture tongue
12 configured to receive the continuous stream 100’ and
to progressively wrap it in a paper web 13 to make at
least one continuous rod 100". The continuous rod com-
prises a plurality of longitudinal strips 101 made using
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the first cutting means 3 according to this invention.
[0068] Downstream ofthe garniture tongue 12, the ma-
chine then comprises second cutting means 14 for cutting
the continuous rod 100" and configured to cut the con-
tinuous rod 100" into a plurality of rod-shaped smoking
articles, not illustrated in the accompanying drawings
[0069] Preferably, the machine 1 comprises at least
one device (not illustrated) for applying an additive (for
example a liquid or metal particles) on the web 100 and/or
on the longitudinal strips 101.

[0070] The additive may be applied in liquid or spray
form or dispersed as granules/flakes. The additive may
have a flavouring effect (for example, vanilla, menthol,
etc.) or a filtering effect (for example, activated carbon,
sepiolite, silica gel, etc.) or it may contribute to the crea-
tion of aerosols and vapours (for example, glycerine, etc.)
or improve the flowability of the materials to facilitate
gathering and formation of the rod (for example, oils, wa-
ter, alcohol, glycerine, etc.) or, in the case of metal par-
ticles, it may be capable of heating the tobacco by an
electromagnetic induction effect.

[0071] Preferably, the machine 1 may comprise a de-
vice (not illustrated in the accompanying drawings) for
reducing the electrostatic charge of the material for the
tobacco industry, more preferably located upstream of
the first cutting means 3.

[0072] Preferably,the machine 1 may comprise atleast
one detecting sensor (notillustrated in the accompanying
drawings) configured to detect jamming and/or breaks in
the longitudinal strips 101, more preferably located be-
tween the first cutting means 3 and the gathering and
conveying means 10.

[0073] For example, the detecting sensor may be an
optical sensor (vision system, standard or diffuse photo-
cells), an acoustic sensor (ultrasonic) or a capacitive sen-
sor.

[0074] In an alternative embodiment, the detecting
sensor may be located downstream of the garniture
tongue 12 and be configured to detect the density of the
continuous rod 100"

[0075] According to a further aspect of it, this invention
provides a method for making rod-shaped smoking arti-
cles, comprising the following steps:

- unwinding the roll 2a of web 100 of material for the
tobacco industry along a longitudinal feed direction
-

- cutting the web 100 so as to create a plurality of
longitudinal strips 101 along the longitudinal feed di-
rection "X", making a plurality of longitudinal, broken
cutting lines (102) in such a way that two longitudinal
strips (101) which are transversely adjacent each
other relative to the longitudinal feed direction "X"
are connected to each other by at least one joining
portion 103.

- gathering and conveying the longitudinal strips 101
to make a continuous stream 100’;

- forming the continuous rod 100" by progressively
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wrapping the continuous stream 100’ in the paper
web 13;

- cuttingthe continuous rod 100" into a plurality of rod-
shaped smoking articles.

[0076] Advantageously, this method allows making
compact, cohesive smoking articles where, besides the
joining portions 103, the shape of the longitudinal strips
101 and/or the easy folding zones 104 also contribute to
improving the efficiency of the production process and
the quality of the end product.

[0077] Also partofthe invention is a rod-shaped smok-
ing article comprising a plurality of longitudinal strips 101
obtained from a web 100 of material for the tobacco in-
dustry, where the longitudinal strips 101 extend longitu-
dinally in the rod-shaped smoking article and are
wrapped in a paper web 13, and where each longitudinal
strip 101 is connected to the transversely adjacent lon-
gitudinal strip 101 by at least one joining portion 103.
[0078] This invention achieves the preset aims, over-
coming the disadvantages of the prior art, by providing
the user with a machine for making rod-shaped smoking
articles by making longitudinal strips 101 capable of im-
proving rod filling uniformity, and with a method which
can improve the efficiency of the production process.
[0079] The rod-shaped smoking article according to
this invention is thus uniformly filled, well compacted and
cohesive and free of problems due to material falling out
of the tips and which can advantageously be used to
make high-quality products.

Claims

1. A machine for making rod-shaped smoking articles
(1), comprising:

- unwinding means (2) for unwinding atleastone
roll (2a) of web (100) of material for the tobacco
industry; the web (100) being adapted to be un-
wound along a longitudinal feed direction (X);

- first cutting means (3) for cutting the web (100),
located downstream of the unwinding means (2)
and configured to receive and cut the web (100)
into continuous strips (101)_in such a way as to
create a plurality of longitudinal strips (101)
along the longitudinal feed direction (X), the first
cutting means (3) comprising at least afirst roller
(4) and a second roller (5) acting in conjunction
with each other and configured to create the plu-
rality of longitudinal strips (101) on the web (100)
sliding between the rollers (4, 5);

- gathering and conveying means (10) config-
ured to gather and convey the longitudinal strips
(101) from the first cutting means (3) to create
at least one continuous stream (100’);

- a garniture tongue (12) configured to receive
atleast one continuous stream (100’) and to pro-
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gressively wrap it in a paper web (13) to make
at least one continuous rod (100"), the at least
one continuous rod (100") comprising a plurality
of longitudinal strips (101);

- second cutting means (14) for cutting the at
least one continuous rod (100"), located down-
stream of the garniture tongue (12) and config-
ured to cut the at least one continuous rod (100")
into a plurality of rod-shaped smoking articles;

the machine (1) being characterized in that the first
cutting means (3) are configured to make a plurality
of longitudinal, broken cutting lines (102), in such a
way that two longitudinal strips (101) which are trans-
versely adjacent each other relative to the longitudi-
nal feed direction (X) remain connected to each other
by at least one joining portion (103).

The machine (1) according to claim 1, wherein at
least one between the first roller (4) and the second
roller (5) comprises a plurality of cutting discs (6),
preferably rotary, the first cutting means (3) being
configured in such a way as to vary the distance be-
tween the cutting profile of each cutting disc (6) and
the web (100) during rotation of the cutting discs (6)
so as to make a break which defines the at least one
joining portion (103) in the cutting line.

The machine (1) according to claim 2, wherein the
first cutting means (3) are configured to move the
cutting discs (6) between a distal position, where the
cutting discs (6) are not in contact with the web (100),
and a cutting position, where the cutting discs (6) are
in contact with the web (100), thereby creating lon-
gitudinal cut segments (102’) alternated with the at
least one joining portion (103).

The machine (1) according to claim 2, wherein each
cutting disc (6) has a cutting profile which, along its
circumferential extension, has at least one angular
stretch with an increased diameter such as to cut the
web (100) as the cutting disc (6) rotates, thereby
making a longitudinal cut segment (102’), and at
least one angular stretch with a reduced diameter
such as not to cut the web (100) as the cutting disc
(6) rotates, so that the web (100) defines the at least
one joining portion (103).

The machine (1) according to claim 4, wherein the
angular stretches with reduced diameter are angu-
larly offset from each other.

The machine (1) according to claim 5, wherein the
angular stretches with reduced diameter are angu-
larly offset from each other in such a way that at least
one joining portion (103) is defined in each trans-
verse section of the web (100) as the cutting discs
(6) rotate.
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The machine (1) according to any one of claims 2 to
6, wherein each cutting disc (6) is configured to make
longitudinal strips (101) whose edges are defined by
straight or wavy or zig-zag segments (102’) alternat-
ed with at least one joining portion (103).

The machine (1) according to claim 7, wherein each
cutting disc (6) has a straight or wavy or zig-zag cut-
ting profile.

The machine (1) according to any one of the preced-
ing claims, wherein the machine (1) comprises
means (7) for making a plurality of longitudinal easy
folding zones (104) in such a way that each longitu-
dinal strip (101) has at least one easy folding zone
(104).

The machine (1) according to claim 9, wherein the
means (7) for making a plurality of longitudinal easy
folding zones (104) are located on at least one be-
tween the first roller (4) and the second roller (5) and
comprise at least one between:

- a plurality of crimping discs (8) configured to
compress the web (100) in such a way that each
easy folding zone (104) has at least one longi-
tudinal crimp;

- a plurality of reduced diameter scoring discs
(9) configured to partly cut the thickness of the
web (100) in such a way that each easy folding
zone (104) has at least one longitudinal score
line.

The machine (1) according to claims 2 and 9, wherein
the cutting discs (6) are alternated with the crimping
discs (8) and/or with the reduced diameter scoring
discs (9), so that each longitudinal strip (101) com-
prises at least one crimp or one score line.

The machine (1) according to claim 1, wherein the
gathering and conveying means (10) comprise at
least one funnel-shaped member (11) having an in-
feed cross section (11a) suitable for receiving the
longitudinal strips (101) and an outfeed cross section
(11b) suitable for expelling the continuous stream
(100’) formed as the longitudinal strips (101) are fed
through the funnel-shaped member (11), the gath-
ering and conveying means (10) preferably compris-
ing at least two funnel-shaped members (11) hori-
zontally juxtaposed or at least partly superposed.

The machine (1) according to claim 1, wherein the
machine (1) comprises suction means associated
with the gathering and conveying means (10) and
configured to facilitate gathering the longitudinal
strips (101).

The machine (1) according to claim 1, comprising at
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least one device for applying an additive on the web
(100) and/or on the longitudinal strips (101) - for ex-
ample a liquid or metal particles.

The machine (1) according to claim 1, comprising a
device for reducing the electrostatic charge of the
material for the tobacco industry, preferably located
upstream of the first cutting means (3).

The machine (1) according to claim 1, comprising at
least one detecting sensor configured to detect jam-
ming and/or breaks in the longitudinal strips (101),
the at least one detecting sensor being preferably
located between the first cutting means (3) and the
gathering and conveying means (10).

A method for making rod-shaped smoking articles,
comprising the following steps:

- unwinding at least one roll (2a) of web (100) of
material for the tobacco industry along a longi-
tudinal feed direction (X);

- cutting the web (100) into continuous strips
(101)_in such a way as to create a plurality of
longitudinal strips (101) along the longitudinal
feed direction (X),

- gathering and conveying the longitudinal strips
(101) to make a continuous stream (100’);

- forming at least one continuous rod (100") by
progressively wrapping the continuous stream
(100°) in a paper web (13);

- cutting the at least one continuous rod (100")
into a plurality of rod-shaped smoking articles;

the method being characterized in that the step of
cutting the web (100) comprises making a plurality
of longitudinal, broken cutting lines (102), in such a
way that two longitudinal strips (101) which are trans-
versely adjacent each other relative to the longitudi-
nal feed direction (X) remain connected to each other
by at least one joining portion (103) and in such a
manner that, for each rod-shaped smoking article,
each longitudinal strip (101) is connected by at least
one joining portion (103) to the longitudinal strip
(101) which is transversely adjacent to it.

Arod-shaped smoking article comprising afilling ma-
terial wrapped in a paper section, wherein the filling
material is formed by a plurality of longitudinal strips
(101), wherein the longitudinal strips (101) extend
longitudinally in the rod-shaped smoking article for
the entire length of the filling material and are sepa-
rated by longitudinal interrupted cutting lines so that
each longitudinal strip (101) is connected by at least
one joining portion (103) to the longitudinal strip
(101) which is transversely adjacent to it.
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Patentanspriiche

Maschine zur Herstellung von stabférmigen Rauch-
artikeln (1), umfassend:

- Abrollmittel (2) zum Abrollen von mindestens
einer Rolle (2a) einer Bahn (100) aus Material
fur die Tabakindustrie, wobei die Bahn (100) da-
zu bestimmt ist, um entlang einer Langszufiih-
rungsrichtung (X) abgerollt zu werden;

- erste Schneidemittel (3) zum Schneiden der
Bahn (100), die stromabwarts der Abrollmittel
(2) befindlich und ausgelegt sind, um die Bahn
(100) zu empfangen und in durchgehende Strei-
fen (101) zu schneiden, sodass eine Vielzahl
von Langsstreifen (101) entlang der Langszu-
fuhrungsrichtung (X) geschaffen wird, wobei die
ersten Schneidemittel (3) mindestens eine erste
Walze (4) und eine zweite Walze (5) umfassen,
die in Verknlpfung miteinander wirken und aus-
gelegt sind, um die Vielzahl von Langsstreifen
(101) aufder Bahn (100), die zwischen den Wal-
zen (4, 5) gleitet, zu schaffen;

- Sammel- und Foérdermittel (10), die ausgelegt
sind, um die Langsstreifen (101) von den ersten
Schneidemitteln (3) zu sammeln und zu férdern,
um mindestens einen durchgehenden Strom
(100°) zu schaffen;

- einen Formungsbalken (12), der ausgelegt ist,
um mindestens einen durchgehenden Strom
(100’) zu empfangen und diesen stufenweise in
eine Papierbahn (13) einzuwickeln, um mindes-
tens einen durchgehenden Stab (100") herzu-
stellen, wobei der mindestens eine durchgehen-
de Stab (100") eine Vielzahl von Langsstreifen
(101) umfasst;

- zweite Schneidemittel (14), um den mindes-
tens einen durchgehenden Stab (100") zu
schneiden, die nach dem Formungsbalken (12)
angeordnetund ausgelegtsind, um den mindes-
tens einen durchgehenden Stab (100") in eine
Vielzahl von stabférmigen Rauchartikeln zu
schneiden, wobei die Maschine (1) dadurch ge-
kennzeichnet ist, dass die ersten Schneide-
mittel (3) ausgelegt sind, um eine Vielzahl von
gebrochenen Langsschneidelinien (102) herzu-
stellen, sodass zwei Langsstreifen (101), die
quer jeweils relativ zur Langszuflihrungsrich-
tung (X) aneinandergrenzen, durch mindestens
einen Zusammenfligungsabschnitt (103) mit-
einander verbunden bleiben.

Maschine (1) nach Anspruch 1, wobei mindestens
entweder die erste Walze (4) und/oder die zweite
Walze (5) eine Vielzahl von Schneidescheiben (6)
umfassen, die vorzugsweise rotierend sind, wobei
die ersten Schneidemittel (3) so ausgelegtsind, dass
sie den Abstand zwischen dem Schneideprofil einer
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jeden Schneidescheibe (6) und der Bahn (100) wah-
rend der Drehung der Schneidescheiben (6) variie-
ren, sodass eine Unterbrechung hergestellt wird, die
den mindestens einen Zusammenfliigungsabschnitt
(103) in der Schneidelinie definiert.

Maschine (1) nach Anspruch 2, wobei die ersten
Schneidemittel (3) ausgelegt sind, um die Schnei-
descheiben (6) zwischen einer distalen Position, in
der die Schneidescheiben (6) nicht mit der Bahn
(100) in Kontakt sind, und einer Schneideposition,
in der die Schneidescheiben (6) mit der Bahn (100)
in Kontakt sind, zu bewegen, wodurch Langsschnitt-
segmente (102’) geschaffen werden, die mit dem
mindestens einen Zusammenfiigungsabschnitt
(103) abgewechselt sind.

Maschine (1) nach Anspruch 2, wobei eine jede
Schneidescheibe (6) ein Schneideprofil aufweist,
das entlang seiner Umfangsausdehnung mindes-
tens ein winkeliges Teilstiick mit einem erhéhten
Durchmesser aufweist, sodass die Bahn (100) ge-
schnitten wird, wenn sich die Schneidescheibe (6)
dreht, wodurch ein Langsschnittsegment (102’) her-
gestellt wird, und mindestens ein winkeliges Teil-
stlick mit einem reduzierten Durchmesser, sodass
die Bahn (100) nicht geschnitten wird, wenn sich die
Schneidescheibe (6) dreht, sodass die Bahn (100)
den mindestens einen Zusammenfligungsabschnitt
(103) definiert.

Maschine (1) nach Anspruch 4, wobei die winkeligen
Teilsticke mit reduziertem Durchmesser winkelig
voneinander versetzt sind.

Maschine (1) nach Anspruch 5, wobei die winkeligen
Teilstlicke mit reduziertem Durchmesser winkelig so
voneinander versetzt sind, dass der mindestens eine
Zusammenfigungsabschnitt (103) in jeder Quer-
sektion der Bahn (100) definiert wird, wenn sich die
Schneidescheiben (6) drehen.

Maschine (1) nach einem der Anspriiche 2 bis 6,
wobei eine jede Schneidscheibe (6) ausgelegt ist,
um Langsstreifen (101) herzustellen, deren Kanten
durch gerade oder wellige oder zickzackférmige
Segmente (102’) definiert sind, die mit mindestens
einen Zusammenfligungsabschnitt (103) abge-
wechselt sind.

Maschine (1) nach Anspruch 7, wobei eine jede
Schneidscheibe (6) ein gerades oder welliges oder
zickzackférmiges Schneideprofil aufweist.

Maschine (1) nach einem der vorhergehenden An-
spriiche, wobei die Maschine (1) Mittel (7) zum Her-
stellen einer Vielzahl von langsseitig leicht umzubie-
genden Zonen (104) umfasst, sodass ein jeder
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Langsstreifen (101) mindestens eine leichtumzubie-
gende Zone (104) aufweist.

Maschine (1) nach Anspruch 9, wobei die Mittel (7)
zum Herstellen einer Vielzahl von langsseitig leicht
umzubiegenden Zonen (104) auf mindestens entwe-
der der ersten Walze (4) und/oder der zweiten Walze
(5) befindlich sind und mindestens entweder Folgen-
des umfassen:

- eine Vielzahl von Crimpscheiben (8), die aus-
gelegtsind, um die Bahn (100) zu komprimieren,
sodass eine jede leicht umzubiegende Zone
(104) mindestens eine Langscrimpverbindung
aufweist, und/oder

- eine Vielzahl von Rillscheiben mit reduziertem
Durchmesser (9), die ausgelegt sind, um die Di-
cke der Bahn (100) teilweise zu schneiden, so-
dass eine jede leicht umzubiegende Zone (104)
mindestens eine Langsrillung aufweist.

Maschine (1) nach den Anspriichen 2 und 9, wobei
die Schneidescheiben (6) mitden Crimpscheiben (8)
und/oder den Rillscheiben mit reduziertem Durch-
messer (9) abgewechselt sind, sodass ein jeder
Langsstreifen (101) mindestens eine Crimplinie oder
eine Rillung umfasst.

Maschine (1) nach Anspruch 1, wobei die Sammel-
und Férdermittel (10) mindestens ein schachtférmi-
ges Element (11) aufweisen, das einen Einflihrungs-
querschnitt (11a) aufweist, der geeignet ist, um die
Langsstreifen (101) aufzunehmen, und einen Aus-
fuhrungsquerschnitt (11b), der geeignet ist, um den
durchgehenden Strom (100’), der geformt wird,
wenn die Langsstreifen (101) durch das schachtfor-
mige Element (11) geflihrt werden, auszustof3en,
wobei die Sammel- und Férdermittel (10) vorzugs-
weise mindestens zwei schachtférmige Elemente
(11)umfassen, die quer nebeneinander oder zumin-
dest teilweise Ubereinander angeordnet sind.

Maschine (1) nach Anspruch 1, wobei die Maschine
(1) Saugmittel umfasst, die mit den Sammel- und
Fordermitteln (10) assoziiert und ausgelegt sind, um
das Sammeln der Langsstreifen (101) zu erleichtern.

Maschine (1) nach Anspruch 1, umfassend mindes-
tens eine Vorrichtung zum Aufbringen eines Hilfs-
stoffs auf der Bahn (100) und/oder auf den Langs-
streifen (101), beispielsweise einer Flissigkeit oder
Metallpartikel.

Maschine (1) nach Anspruch 1, umfassend eine Vor-
richtung zum Reduzieren der elektrostatischen La-
dung des Materials fiir die Tabakindustrie, vorzugs-
weise vor den ersten Schneidemitteln (3) befindlich.
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Maschine (1) nach Anspruch 1, umfassend mindes-
tens einen Erkennungssensor, der ausgelegtist, um
Blockierungen und/oder Briiche der Langsstreifen
(101) zu erkennen, wobei der mindestens eine Er-
kennungssensor vorzugsweise zwischen den ersten
Schneidemitteln (3) und den Sammel- und Forder-
mitteln (10) befindlich ist.

Verfahren zur Herstellung von stabférmigen Rauch-
artikeln, umfassend die folgenden Schritte:

- Abrollen von mindestens einer Rolle (2a) einer
Bahn (100) aus Material fir die Tabakindustrie
entlang einer Langszufiihrungsrichtung (X);

- Schneiden der Bahn (100) in durchgehende
Streifen (101), sodass eine Vielzahl von Langs-
streifen (101) entlang der Langszufiihrungsrich-
tung (X) geschaffen wird,

-Sammelnund Férdernder Langsstreifen (101),
um mindestens einen durchgehenden Strom
(100’) herzustellen;

- Formen von mindestens einem durchgehen-
den Stab (100"), indem der durchgehende
Strom (100’) stufenweise in eine Papierbahn
(13) eingewickelt wird;

- Schneiden des mindestens einen durchgehen-
den Stabs (100") in eine Vielzahl von stabférmi-
gen Rauchartikeln, wobei das Verfahren da-
durch gekennzeichnet ist, dass der Schritt
zum Schneiden der Bahn (100) das Herstellen
einer Vielzahl von unterbrochenen Langs-
schneidelinien (102) umfasst, sodass zwei
Langsstreifen (101), die quer jeweils relativ zur
Langszufihrungsrichtung (X) aneinandergren-
zen, durch mindestens einen Zusammenfih-
rungsabschnitt (103) miteinander verbunden
bleiben, sodass ein jeder Langsstreifen (101) fur
einen jeden stabférmigen Rauchartikel durch
mindestens einen Zusammenfligungsabschnitt
(103) mit dem Langsstreifen (101), der quer an
ihn angrenzt, verbunden ist.

Stabférmiger Rauchartikel, umfassend ein Fillma-
terial, das in einer Papiersektion eingewickelt ist, wo-
bei das Fullmaterial durch eine Vielzahl von Langs-
streifen (101) geformt ist, wobei sich die Langsstrei-
fen (101) langs im stabférmigen Rauchartikel iber
die gesamte Lange des Fullmaterials erstrecken und
von unterbrochenen Langsschneidelinien getrennt
sind, sodass ein jeder Langsstreifen (101) durch
mindestens einen Zusammenfiigungsabschnitt
(103) mitdem Langsstreifen (101) verbunden ist, der
quer an ihn angrenzt.

Revendications

1.

Machine de fabrication d’articles a fumer en forme
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de tige (1), comprenant :

- des moyens de déroulement (2) servant a dé-
rouler au moins un rouleau (2a) de bande (100)
de matiére pour I'industrie du tabac ; la bande
(100) étant adaptée pour étre déroulée le long
d’une direction d’alimentation longitudinale (X) ;
- des premiers moyens de coupe (3) servant a
couper la bande (100), situés en aval des
moyens de déroulement (2) et configurés pour
recevoir et couper la bande (100) en des rubans
continus (101) de maniere a créer une pluralité
de rubans longitudinaux (101) le long de la di-
rection d’alimentation longitudinale (X), les pre-
miers moyens de coupe (3) comprenant au
moins un premier rouleau (4) et un deuxiéme
rouleau (5) agissant conjointement I'un avec
I'autre et configurés pour créer la pluralité de
rubans longitudinaux (101) sur la bande (100)
coulissant entre les rouleaux (4, 5) ;

- des moyens de regroupement et de transport
(10) configurés pour regrouper et transporter les
rubans longitudinaux (101) provenant des pre-
miers moyens de coupe (3) pour créer au moins
un flux continu (100’) ;

- une garniture de mise en forme (12) configurée
pour recevoir au moins un flux continu (100’) et
pour I'enrouler progressivement dans une ban-
de de papier (13) pour réaliser au moins une
tige continue (100"), 'au moins une tige continue
(100") comprenant une pluralité de rubans lon-
gitudinaux (101) ;

- des deuxiemes moyens de coupe (14), servant
a couper I'au moins une tige continue (100"),
situés en aval de la garniture de mise en forme
(12) et configurés pour couper 'au moins une
tige continue (100") en une pluralité d’articles a
fumer en forme de tige ;

lamachine (1) étant caractérisée en ce que les pre-
miers moyens de coupe (3) sont configurés pour réa-
liser une pluralité de lignes de coupe longitudinales
brisées (102), de telle sorte que deux rubans longi-
tudinaux (101), qui sont transversalement adjacents
I'un a l'autre par rapport a la direction d’alimentation
longitudinale (X), restent reliés I'un a l'autre par au
moins une partie de jonction (103).

Machine (1) selon la revendication 1, dans laquelle
au moins un rouleau entre le premier rouleau (4) et
le deuxiéme rouleau (5) comprend une pluralité de
disques de coupe (6), de préférence rotatifs, les pre-
miers moyens de coupe (3) étant configurés de ma-
niére a faire varier la distance entre le profil de coupe
de chaque disque de coupe (6) et la bande (100)
pendant la rotation des disques de coupe (6) afin de
réaliser une rupture qui définit I'au moins une partie
de jonction (103) dans la ligne de coupe.
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Machine (1) selon la revendication 2, dans laquelle
les premiers moyens de coupe (3) sont configurés
pour déplacer les disques de coupe (6) entre une
position distale, ou les disques de coupe (6) ne sont
pas en contact avec la bande (100), et une position
de coupe, ou les disques de coupe (6) sont en con-
tact avec la bande (100), créant ainsi des segments
de coupe longitudinaux (102’) alternés avec l'au
moins une partie de jonction (103) .

Machine (1) selon la revendication 2, dans laquelle
chaque disque de coupe (6) a un profil de coupe qui,
le long de son extension circonférentielle, comporte
au moins une portion angulaire ayant un diameétre
augmenté de maniére a couper la bande (100) lors-
que le disque de coupe (6) tourne, réalisant ainsi un
segment de coupe longitudinal (102’), et au moins
une portion angulaire ayant un diameétre réduit de
maniére a ne pas couper la bande (100) lorsque le
disque de coupe (6) tourne, de sorte que la bande
(100) définisse I'au moins une partie de jonction
(103).

Machine (1) selon la revendication 4, dans laquelle
les portions angulaires ayant un diametre réduit sont
décalées de fagon angulaire les unes par rapport
aux autres.

Machine (1) selon la revendication 5, dans laquelle
les portions angulaires ayant un diametre réduit sont
décalées de fagon angulaire les unes par rapport
aux autres de telle sorte qu’au moins une partie de
jonction (103) est définie dans chaque section trans-
versale de la bande (100) lorsque les disques de
coupe (6) tournent.

Machine (1) selon 'une quelconque des revendica-
tions 2 a 6, dans laquelle chaque disque de coupe
(6) est configuré pour réaliser des rubans longitudi-
naux (101) dont les bords sont définis par des seg-
ments (102’) rectilignes ou ondulés ou en zigzag al-
ternés avec au moins une partie de jonction (103).

Machine (1) selon la revendication 7, dans laquelle
chaque disque de coupe (6) a un profil de coupe
rectiligne ou ondulé ou en zigzag.

Machine (1) selon 'une quelconque des revendica-
tions précédentes, danslaquelle la machine (1) com-
prend des moyens (7) pour réaliser une pluralité de
zones longitudinales a pliage facile (104) de telle ma-
niére que chaque ruban longitudinal (101) comporte
au moins une zone a pliage facile (104).

Machine (1) selon la revendication 9, dans laquelle
les moyens (7) pour réaliser une pluralité de zones
a pliage facile longitudinales (104) sont situés sur au
moins un rouleau entre le premier rouleau (4) et le
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deuxieme rouleau (5) et comprennent au moins des
disques entre :

- une pluralité de disques de sertissage (8) con-
figurés pour comprimer la bande (100) de telle
maniére que chaque zone a pliage facile (104)
comporte au moins un sertissage longitudinal ;
- une pluralité de disques d’incision de diameétre
réduit (9) configurés pour couper partiellement
I’épaisseur de la bande (100) de telle sorte que
chaque zone a pliage facile (104) comporte au
moins une ligne d’incision longitudinale.

Machine (1) selon les revendications 2 et 9, dans
laquelle les disques de coupe (6) sont alternés avec
les disques de sertissage (8) et/ou avec les disques
d’incision de diamétre réduit (9), de sorte que chaque
ruban longitudinal (101) comprend au moins un ser-
tissage ou une ligne d’incision.

Machine (1) selon la revendication 1, dans laquelle
les moyens de regroupement et de transport (10)
comprennent au moins un élément en forme d’en-
tonnoir (11) comportant une section transversale
d’entrée (11a) adaptée pour recevoir les rubans lon-
gitudinaux (101) etune section transversale de sortie
(11b) adaptée pour expulser le flux continu (100’)
formé lorsque les rubans longitudinaux (101) sont
alimentés a travers I'élément en forme d’entonnoir
(11), les moyens de regroupement et de transport
(10) comprenant de préférence au moins deux élé-
ments en forme d’entonnoir (11) juxtaposés horizon-
talement ou au moins partiellement superposés.

Machine (1) selon la revendication 1, dans laquelle
la machine (1) comprend des moyens d’aspiration
associés aux moyens de regroupement et de trans-
port (10) et configurés pour faciliter le regroupement
des rubans longitudinaux (101).

Machine (1) selon la revendication 1, comprenant
au moins un dispositif servant a appliquer un additif
surla bande (100) et/ou sur les rubans longitudinaux
(101), par exemple un liquide ou des particules mé-
talliques.

Machine (1) selon la revendication 1, comprenant
un dispositif servant a réduire la charge électrosta-
tique de la matiéere pour I'industrie du tabac, de pré-
férence situé en amontdes premiers moyens de cou-

pe (3).

Machine (1) selon la revendication 1, comprenant
au moins un capteur de détection configuré pour dé-
tecter le bourrage et/ou les ruptures dans les rubans
longitudinaux (101), I'au moins un capteur de détec-
tion étant de préférence situé entre les premiers
moyens de coupe (3) et les moyens de regroupe-
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ment et de transport (10) .

Procédé de fabrication d’articles a fumer en forme
de tige, comprenant les étapes suivantes :

- dérouler au moins un rouleau (2a) de bande
(100) de matiére pour I'industrie du tabac le long
d’une direction d’alimentation longitudinale (X) ;
- couperlabande (100) enrubans continus (101)
de maniére a créer une pluralité de rubans lon-
gitudinaux (101) le long de la direction d’alimen-
tation longitudinale (X),

- regrouper et transporter les rubans longitudi-
naux (101) pour former un flux continu (100’) ;
- former au moins une tige continue (100") en
enroulant progressivement le flux continu (100’)
dans une bande de papier (13) ;

- couper au moins une tige continue (100") en
une pluralité d’articles a fumer en forme de tige ;

le procédé étant caractérisé en ce que I'étape de
découpe de la bande (100) comprend la réalisation
d’une pluralité de lignes de coupe longitudinales bri-
sées (102), de telle sorte que deux rubans longitu-
dinaux (101) qui sont transversalement adjacents
'un a l'autre par rapport a la direction d’alimentation
longitudinale (X) restent reliés I'un a l'autre par au
moins une partie de jonction (103) et de telle sorte
que, pour chaque article a fumer en forme de tige,
chaque ruban longitudinal (101) est relié par au
moins une partie de jonction (103) au ruban longitu-
dinal (101) qui est transversalement adjacente a ce-
lui-ci.

Article a fumer en forme de tige, comprenant une
matiére de remplissage enroulée dans une section
de papier, dans lequel la matiére de remplissage est
formée par une pluralité de rubans longitudinaux
(101), dans lequel les rubans longitudinaux (101) se
prolongent longitudinalement dans l'article a fumer
en forme de tige sur toute la longueur de la matiére
de remplissage et sont séparés par des lignes de
coupe longitudinales interrompues de sorte que cha-
que ruban longitudinal (101) est relié par au moins
une partie de jonction (103) au ruban longitudinal
(101) qui est transversalement adjacente a celui-ci.
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