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Description

TECHNICAL FIELD

[0001] The presentinventionrelates toapacking meth-
od and unit for producing an outer container of a hinged-
lid, slide-open package of smoking articles.

[0002] In the following description, reference is made,
for the sake of simplicity and purely by way of example,
to a hinged-lid, slide-open packet of cigarettes.

BACKGROUND ART

[0003] Rigid, hinged-lid packets of cigarettes are cur-
rently the most widely marketed, by being easy to pro-
duce and easy and practical to use, and by effectively
protecting the cigarettes inside.

[0004] Inadditiontothe aboverigid, hinged-lid packets
of cigarettes, rigid slide-open packets have been pro-
posed comprising two partly separable containers, one
inserted inside the other. In other words, a rigid, slide-
open packet of cigarettes comprises an inner container,
which houses a foil-wrapped group of cigarettes and is
housed inside an outer container to slide, with respect to
the outer container, between a closed configuration, in
which the inner container is inserted inside the outer con-
tainer, and an open configuration, in which the inner con-
tainer is expelled from the outer container.

[0005] A rigid, hinged-lid, slide-open packet of ciga-
rettes has also been proposed in which the inner con-
tainer (or outer container) has a hinged lid, which rotates
between a closed position and an open position closing
and opening an open top end of the inner container. The
lid has a connecting tab connected at one end to the lid,
and at the other end to the outer container (or inner con-
tainer), to ’automatically’ rotate the lid (i.e. without the
user having to touch the lid) as the inner container slides
with respect to the outer container.

[0006] Currently used methods of producing hinged-
lid, slide-open packets of cigarettes see e.g. WO
2009/101120 A1, however, do not permit high output lev-
els (i.e. the number of packets of cigarettes produced per
unit of time), especially if a high quality standard is to be
maintained. As a result, known packing machines for pro-
ducing hinged-lid, slide-open packets of cigarettes are
extremely slow-operating and only suitable for producing
limited special series lots.

DESCRIPTION OF THE INVENTION

[0007] Itis an object of the presentinvention to provide
a packing method and unit for producing an outer con-
tainer of a hinged-lid, slide-open package of smoking ar-
ticles, designed to eliminate the above drawbacks, and
which are cheap and easy to implement.

[0008] According to the present invention, there are
provided a packing method and unit for producing an
outer container of a hinged-lid, slide-open package of
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smoking articles, as claimed in the accompanying
Claims.

BRIEF DESCRIPTION OF THE DRAWINGS

[0009] A non-limitingembodimentofthe presentinven-
tion will be described by way of example with reference
to the accompanying drawings, in which:

Figure 1 shows a front view in perspective of a rigid,
hinged-lid, slide-open packet of cigarettesin a closed
configuration;

Figure 2 shows a front view in perspective of the
Figure 1 packet of cigarettes in an open configura-
tion;

Figure 3 shows a top plan view of the Figure 1 packet
of cigarettes in an open configuration;

Figure 4 shows a front view in perspective of an outer
container of the Figure 1 packet of cigarettes;
Figure 5 shows afront view in perspective of an inner
container of the Figure 1 packet of cigarettes without
the group of cigarettes and with a connecting tab;
Figure 6 shows a plan view of an inner blank from
which to form an inner container of the Figure 1 pack-
et of cigarettes;

Figure 7 shows a plan view of an outer blank from
which toform an outer container of the Figure 1 pack-
et of cigarettes;

Figure 8 shows a schematic in perspective of a pack-
ing machine, in accordance with the present inven-
tion, for producing the Figure 1 packet of cigarettes;
Figure 9 shows a schematic in perspective of a pack-
ing wheel of a second packing unit of the Figure 8
packing machine;

Figure 10 shows a plan view of the Figure 7 outer
blank partly folded and glued just prior to being fed
to the Figure 9 packing wheel;

Figures 11 and 12 show two larger-scale views in
perspective of one stage in folding the Figure 7 outer
blank on the Figure 9 packing wheel;

Figures 13 and 14 show respective schematic side
views of the Figure 11 and 12 views in perspective.

PREFERRED EMBODIMENTS OF THE INVENTION

[0010] Number 1 in Figures 1 and 2 indicates as a
whole a rigid, slide-open packet of cigarettes, which
opens in a translatory (linear) movement.

[0011] The Figure 1 packet 1 of cigarettes comprises
awrapped, i.e. foil-wrapped group 2 of cigarettes (shown
in Figure 2). Packet 1 of cigarettes also comprises arigid
inner container 3 actually containing the wrapped group
2 of cigarettes; and a rigid outer container 4, which hous-
es inner container 3 to allow inner container 3 to slide in
a translatory movement, with respect to outer container
4, between a closed configuration (Figure 1), in which
inner container 3 is inserted fully inside outer container
4, and an open configuration (Figure 2), in which inner
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container 3 is expelled from outer container 4 to allow
access to wrapped group 2 of cigarettes.

[0012] As shown in Figure 5, inner container 3 is par-
allelepiped-shaped, and comprises a bottom wall 5; an
open top end 6 opposite bottom wall 5; a front wall 7 and
rear wall 8 opposite and parallel to each other; and two
parallel lateral walls 9 interposed between walls 7 and 8.
[0013] As shown in Figure 4, outer container 4 has an
open top end 10; and a lid 11 hinged to outer container
4 along a hinge 12 to rotate, with respect to outer con-
tainer 4, between an open position (Figures 2, 3 and 4)
and a closed position (Figure 1) respectively opening and
closing open top end 10 of outer container 4 and, at the
same time, also open top end 6 of inner container 3.
Outer container 4 is parallelepiped-shaped, and compris-
es a bottom wall 13 opposite open top end 10; a front
wall 14 and rear wall 15 opposite and parallel to each
other; and two parallel lateral walls 16 interposed be-
tween walls 14 and 15.

[0014] Lid 11 comprises a top wall 17 which closes
open top end 10 of outer container 4 (and, at the same
time, open top end 6 of inner container 3) when lid 11 is
closed. Top wall 17 of lid 11 is 'flat’ (i.e. is formed from
one cardboard panel or a number of compacted card-
board panels, and is therefore solid). When lid 11 is
closed, top wall 17 of lid 11 is flush with the top edges of
walls 14, 15 and 16 of outer container 4.

[0015] In a preferred embodiment, rear wall 8 of inner
container 3 is connected to top wall 17 of lid 11 by a
connecting tab 20 to rotate lid 11 automatically’ (i.e. with-
out the user having to touch lid 11) as inner container 3
slides with respect to outer container 4. In other words,
by means of connecting tab 20 connecting top wall 17 of
lid 11 mechanically to rear wall 8 of inner container 3,
inner container 3, as it slides with respect to outer con-
tainer 4 from the closed to the open configuration, pushes
lid 11 from the closed to the open position ’automatically’
(i.e. without the user having to touch lid 11); and similarly,
asinner container 3 slides with respect to outer container
4 from the opento the closed configuration, lid 11 isdrawn
by inner container 3 from the open to the closed position
"automatically’ (i.e. without the user having to touch lid
11). The user therefore need simply exert sufficient thrust
to slide inner container 3 with respect to outer container
4, without having to touch lid 11, which is rotated ’auto-
matically’. Preferably, connecting tab 20 is connected
seamlessly to lid 11, and is glued to rear wall 8 of inner
container 3.

[0016] As shown in Figures 1, 2 and 4, lateral wall 16
of outer container 4 has a through window 21 allowing
access to underlying lateral wall 9 of inner container 3
facing lateral wall 16 of outer container 4, to exert thrust
on inner container 3 to move it between the closed and
open configurations. In other words, to use packet 1 of
cigarettes, the user holds outer container 4 with one hand
and, with the thumb of the same hand, pushes on lateral
wall 9 of inner container 3 through window 21 in lateral
wall 16 of outer container 4, to exert thrust on inner con-

10

15

20

25

30

35

40

45

50

55

tainer 3 and slide it with respect to outer container 4.
[0017] Containers 3 and 4 of the Figure 1-5 packet 1
of cigarettes are formed from corresponding blanks 22
and 23 as shown in Figures 6 and 7. Among other things,
each blank 22, 23 comprises a number of parts, which
are indicated, where possible, using the same reference
numbers, with superscripts, as for the corresponding
walls of respective container 3, 4.

[0018] With reference to Figure 6, inner blank 22 has
two longitudinal fold lines 24, and a number of transverse
fold lines 25 which define, between the two longitudinal
fold lines 24, a panel 7’ forming front wall 7 of inner con-
tainer 3; a panel 5 forming bottom wall 5 of inner con-
tainer 3; and a panel 8’ forming rear wall 8 of inner con-
tainer 3. Panel 8 is connected along a transverse fold
line 25 to a reinforcing panel 8", in turn connected along
atransverse fold line 25 to a further reinforcing panel 8".
Reinforcing panels 8" and 8" are folded 180° about re-
spective transverse fold lines 25 and glued onto an inner
surface of panel 8’ to thicken (reinforce) rear wall 8. A
different embodiment, not shown, has no reinforcing pan-
els 8" and 8".

[0019] Panel 7’ has two lateral wings 9, which form
respective outer portions of lateral walls 9, are located
on opposite sides of panel 7, and are separated from
panel 7’ by longitudinal fold lines 24. Panel 8 has two
lateral wings 9", which are glued to corresponding wings
9’, form respective inner portions of lateral walls 9, are
located on opposite sides of panel 8’, and are separated
from panel 8’ by longitudinal fold lines 24. Each lateral
wing 9" of panel 8 has atab 26 separated from respective
lateral wing 9" by a transverse fold line 25.

[0020] With reference to Figure 7, outer blank 23 has
two longitudinal fold lines 27, and a number of transverse
fold lines 28 which define, between the two longitudinal
fold lines 27, a panel 17’ forming top wall 17 of lid 11; a
panel 15’ forming rear wall 15 of outer container 4; a
panel 13’ forming bottom wall 13 of outer container 4;
and a panel 14’ forming front wall 14 of outer container 4.
[0021] Panel 17’ is connected along a transverse fold
line 28 to connecting tab 20, which comprises three pan-
els 207, 20", 20" separated by respective transverse fold
lines 28. Panel 20’ of connecting tab 20 is glued to an
inner surface oftopwall 17 of lid 11 (i.e.to aninner surface
of panel 17°), and panel 20" of connecting tab 20 is glued
to an outer surface of rear wall 8 of inner container 3 (i.
e. to an outer surface of panel 8’).

[0022] Panel 14’ has two lateral wings 16’, which form
respective outer portions of lateral walls 16, are located
on opposite sides of panel 14’, and are separated from
panel 14’ by longitudinal fold lines 27. Panel 15’ has two
lateral wings 16", which are glued to corresponding wings
16’, form respective inner portions of lateral walls 16, are
located on opposite sides of panel 15’, and are separated
from panel 15 by longitudinal fold lines 27. Each lateral
wing 16" of panel 15’ has a tab 29 separated from re-
spective lateral wing 16" by a transverse fold line 28.
[0023] Figure 8 shows a schematic of a cigarette pack-
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ing machine 30 for producing packets 1 of cigarettes.
Packing machine 30 comprises, in succession, a packing
unit 31 for forming wrapped groups 2 of cigarettes; a
packing unit 32 for forming inner containers 3 by folding
inner blanks 22 about corresponding wrapped groups 2
of cigarettes; a packing unit 33 for forming outer contain-
ers 4 (and so completing packets 1 of cigarettes) by fold-
ing outer blanks 23 about corresponding inner containers
3; and, finally, a processing unit 34, which receives pack-
ets 1 of cigarettes from packing unit 33 and opens (i.e.
slides inner container 3 for the first time with respect to
outer container 4, to partly expel inner container 3 and
so rotate lid 11 into the open position) and closes each
packet 1 of cigarettes.

[0024] AsshowninFigure 9, packingunit 33 comprises
a packing conveyor 69 with a number of packing pockets
70, eachfor housing an outer blank 23 and corresponding
inner container 3, and for feeding outer blank 23 and
inner container 3 along a packing path P4 extending be-
tween an input station S8 and an output station S10.
[0025] Packing unit 33 preferably comprises a packing
conveyor (not shown) for partly prefolding outer blanks
23 and feeding the pre-folded outer blanks 23 to packing
conveyor 69. A prefolded outer blank 23 (i.e. as it is fed
to packing conveyor 69) is shown in Figure 10, in which
tab 20 is folded 180° (about corresponding transverse
fold line 28 connecting tab 20 to panel 17’), panels 20’
and 20" are superimposed on the inner surface of panel
17’, and panel 20" contacts inner surface of panel 15’.
As stated, only panel 20’ is glued to panel 17°.

[0026] At input station S8, a partly prefolded outer
blank 23 is fed into a packing pocket 70 so as to further
fold outer blank 23. At a feed station S9 between input
station S8 and output station S10, an inner container 3
is fed into a packing pocket 70 and onto the previously
inserted outer blank 23. More specifically, rear wall 8 of
inner container 3 is positioned resting on panel 15 of
outer blank 23. At output station S10, outer container 4
(formed by folding outer blank 23 about inner container
3) is expelled from packing pocket 70 and fed to process-
ing unit 34.

[0027] At input station S8, a folding device 71 folds
tabs 29 of outer blank 23 ninety degrees (about corre-
sponding transverse fold lines 28) with respect to wings
16", and then, by inserting outer blank 23 inside packing
pocket 70, folds panel 13’ ninety degrees (about corre-
sponding transverse fold line 28), and folds the two wings
16" ninety degrees (about corresponding longitudinal fold
lines 27, while panel 17’ of outer blank 23 remains co-
planar with panel 15’). In other words, after tabs 29 are
folded 90°, insertion of outer blank 23 inside packing
pocket 70 folds panel 13’ and the two wings 16" ninety
degrees (while panel 17’ of outer blank 23 remains co-
planar with panel 15’). Between feed station S9 and out-
put station S10, a folding device 72 folds panel 17’ of
outerblank 23 (i.e. lid 11) 90° (about corresponding trans-
verse fold line 28) with respect to panel 15’, and at the
same time slides inner container 3 axially with respect to
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outer blank 23 (as explained more clearly below). Directly
downstream from folding device 72, a folding device 73
folds panel 14’ ninety degrees (about corresponding
transverse fold line 28). Folding outer blank 23 is com-
pleted at output station S10 as outer container 4 is ex-
pelled from packing pocket 70: as outer container 4 is
expelled, a folding device 74 folds wings 16’ ninety de-
grees (about corresponding longitudinal fold lines 27) on-
to wings 16" to form lateral walls 16 of outer container 4.
A gumming device (not shown) is preferably provided
directly upstream from folding device 74 to deposit glue
between wings 16’ and 16" just before wings 16’ are fold-
ed.

[0028] In a preferred embodiment shown in Figures 8
and 9, packing conveyor 69 is defined by a wheel which
rotates in steps about a central horizontal axis of rotation
75, so packing path P4 is circular and extends from input
station S8 to output station S10.

[0029] Upstream from input station S8 of packing con-
veyor 69, a gumming device 77 deposits glue between
tabs 29 and panel 13’ of outer blank 23. Gumming device
77 also deposits glue 78 and glue 79 (Figure 10) onto
panel 20" of connecting tab 20 previously folded onto
panel 15’ when partly prefolding outer blank 23. Glue 78
and glue 79 glue rear wall 8 of inner container 3 to con-
necting tab 20 (i.e. to panel 20" of connecting tab 20) as
inner container 3 is fed onto panel 15’ of outer blank 23
at feed station S9 of packing conveyor 69.

[0030] As shown in Figures 11-14, folding device 72
folds panel 17’ of outer blank 23 (i.e. lid 11) 90° with
respect to panel 15°, and at the same time slides inner
container 3 axially with respect to outer blank 23 (the
axial sliding movement of inner container 3 with respect
to outer blank 23 can be seen clearly by comparing the
position of inner container 3 in Figures 11 and 13, before
lid 11 is folded, and in Figures 12 and 14, after lid 11 is
folded). The axial sliding movement of inner container 3
with respect to outer blank 23 as lid 11 is rotated about
hinge 12 is the result of inner container 3 (more specifi-
cally, rear wall 8 of inner container 3) being connected
mechanically to lid 11 (more specifically, to top wall 17
of lid 11) by connecting tab 20. So rotation of lid 11 about
hinge 12 always results in a corresponding translatory
movement of inner container 3 according to the trans-
mission ratio produced by the mechanics of connecting
tab 20 and by the three hinged panels 20’, 20", 20™.
[0031] Folding device 72 is associated with an actuator
80, which rests on front wall 7 of inner container 3 and
is movable in two perpendicular directions (more specif-
ically, translates both perpendicular to and parallel to
front wall 7 of inner container 3). Actuator 80 comprises
a suction head 81 (Figures 13 and 14) in which suction
can be turned on/off. When a packing pocket 70 contain-
ing an outer blank 23 and respective inner container 3
reaches folding device 72, actuator 80 is moved towards
inner container 3 to contact front wall 7 of inner container
3. Once actuator 80 is positioned contacting front wall 7
of inner container 3, suction is activated through suction
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head 81 to connect suction head 81 mechanically (by
suction) to front wall 7 of inner container 3.

[0032] Once suction is activated through suction head
81, actuator 80 and folding device 72 are moved together
(as shown in Figures 13 and 14) and in coordinated man-
ner to fold lid 11 and simultaneously slide inner container
3 with respect to outer blank 23: more specifically, actu-
ator 80 is translated parallel to front wall 7 of inner con-
tainer 3 to push inner container 3 axially (by pushing on
front wall 7 of inner container 3), while folding device 72
is rotated about its axis of rotation (coaxial with hinge 12
oflid 11) torotate lid 11. Lid 11 of outer container 4 being
connected mechanically to inner container 3 by connect-
ing tab 20, operation of actuator 80 and folding device
72 must be coordinated (i.e. translation of actuator 80
must always correspond to rotation of folding device 72
according to the transmission ratio produced by the me-
chanics of connecting tab 20) to prevent deformation
and/or tearing.

[0033] Itisimportant to note that, besides housing out-
er blank 23 and corresponding inner container 3, each
packing pocket 70 also clamps (retains) at least panel
15’ of outer blank 23 mechanically, to prevent axial move-
ment of panel 15’ in the translation direction of inner con-
tainer 3 when folding lid 11 ninety degrees and as inner
container 3 slides.

[0034] As stated, gumming device 77 deposits glue 78
and glue 79 simultaneously onto panel 20" of connecting
tab 20 previously folded onto panel 15’ when partly pre-
folding outer blank 23. Glue 78 and glue 79 glue rear wall
8 of inner container 3 to connecting tab 20 (i.e. to panel
20" of connecting tab 20) as inner container 3 is fed onto
panel 15’ of outer blank 23 at feed station S9 of packing
conveyor 69. Glue 78 is permanent, drying glue, i.e. a
certain length of time after it is deposited, the volatile
components of glue 78 evaporate to form a permanent
connection that can only be separated by irreparably
tearing the connection apart; whereas glue 79 is non-dry,
re-stick glue, i.e. even a long time after it is deposited,
the characteristics of glue 79 remain unchanged, allow-
ing the glued parts to be separated and stuck back to-
gether repeatedly. Preferably, permanent, drying glue 78
is a cold, vinyl-based glue.

[0035] In a preferred embodiment, non-dry, re-stick
glue 79 is deposited far from a hinge 12’ of connecting
tab 20 (hinge 12’ of connecting tab 20 is defined by the
transverse fold line 28 separating panels 20" and 20™),
whereas permanent, drying glue 78 is deposited close
to hinge 12’ of connecting tab 20, so that, as folding de-
vice 72 folds lid 11, non-dry, re-stick glue 79 is subjected
to shear (i.e. greater) stress, while permanent, drying
glue 78 is subjected to tensile (i.e. less) stress. Because
non-dry, re-stick glue 79 is capable of achieving maxi-
mum grip much faster (practically instantaneously), it is
important that it be subjected to the greater stress; and,
similarly, it is important that permanent, drying glue 78
be subjected to less stress, by taking a relatively long
time to achieve adequate grip.
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[0036] In the embodiment shown in the drawings, lid
11 only has top wall 17. In other perfectly equivalent em-
bodiments not shown, lid 11 also has other walls (e.g. a
front wall, two lateral walls and/or a rear wall).

[0037] Inthe embodiment shown in the drawings, con-
necting tab 20 forms an integral part of outer blank 23 (i.
e. is connected seamlessly to lid 11 of outer container 4)
and is glued to rear wall 8 of inner container 3. In an
alternative embodiment not shown and not part of the
present invention, connecting tab 20 forms an integral
part of inner blank 22 (i.e. is connected seamlessly to
inner container 3) and is glued to top wall 17 of lid 11.
Obviously, in this embodiment, glue 78 and glue 79 are
deposited between connecting tab 20 and top wall 17 of
lid 11.

[0038] Inthe embodiment shown in the drawings, con-
necting tab 20 comprises three panels 20’, 20", 20" sep-
arated by respective transverse fold lines 28. In alterna-
tive embodiments not shown and not part of the present
invention, connecting tab 20 comprises a different
number of (e.g. two or four) panels separated by respec-
tive transverse fold lines 28, or comprises one panel with
no transverse fold lines 28.

[0039] The packing method and corresponding pack-
ing unit 33 described above have numerous advantages,
by enabling high-output production of outer containers 4
of packets 1 of cigarettes (i.e. a large number of outer
containers 4 per unit of time) while still maintaining a high
quality standard. This is made possible by actuator 80
accompanying and facilitating the sliding movement of
inner container 3 with respect to outer blank 23 as folding
device 72 rotates lid 11 through 90°. In fact, without ac-
tuator 80, the thrust exerted on inner container 3 to slide
it is provided solely by connecting tab 20 and the grip
afforded by glue 78 and glue 79. At this stage, however,
the grip afforded by glue 78 and glue 79 is far from nom-
inal, which can only be achieved after they set complete-
ly, so glue 78 and glue 79 offer no guarantee of with-
standing the mechanical stress involved in transmitting
thrust from lid 11 to inner container 3 via connecting tab
20. Without actuator 80, rotation of lid 11 may therefore
resultin partial failure of the glued joint between connect-
ing tab 20 and rear wall 8 of inner container 3 (thus re-
sulting in undesired movement of inner container 3 with
respect to outer blank 23), or in complete failure of the
glued joint between connecting tab 20 and rear wall 8 of
inner container 3 (thus destroying the mechanism for
opening packet 1 of cigarettes). In both cases, packet 1
of cigarettes is irreparably damaged, and must be reject-
ed.

[0040] Without the aid of actuator 80, to avoid damag-
ing the glued joint between connecting tab 20 and rear
wall 8 of inner container 3, lid 11 must be folded 90° much
more slowly (and even this is not always sufficient), thus
greatly reducing the output of the packing process (i.e.
the number of packets 1 of cigarettes produced per unit
of time). Using actuator 80, on the other hand, the force
transmitted by connecting tab 20, when folding lid 11
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through 90°, is very little, if not nil, which means lid 11
can be folded 90° much faster, with norisk of (even slight-
ly) damaging the glued joint between connecting tab 20
and rear wall 8 of inner container 3.

the outer blank (23) 90°, on the inner con-

tainer (3), to slide the inner container (3) with

respect to the outer blank (23), by means

of an actuator (80) contacting a wall (7) of
5 the inner container (3).

Claims 2.

A packing method for producing an outer container

A packing method according to Claim 1, wherein the
actuator (80) comprises a suction head (81), which
engages the wall (7) of the inner container (3) by

(4) of a slide-open package (1) of smoking articles 70 suction.
with a hinged lid (11); the package (1) comprising:

A packing method according to Claim 1 or 2, wherein
an inner container (3) housing a group (2) of the actuator (80) engages a front wall (7) of the inner
smoking articles and having an open top end (6); container (3), which is parallel to and opposite the
the outer container (4), which is formed by fold- 75 first panel (15°) of the outer blank (23).
ing an outer blank (23), and houses the inner
container (3) to allow the inner container (3) to A packing method according to Claim 1, 2 or 3,
slide with respect to the outer container (4) be- wherein, before placing the inner container (3) on
tween a closed position, in which the inner con- the first panel (15’) of the outer blank (23), the con-
tainer (3) is inserted inside the outer container 20 necting tab (20) is placed on the first panel (15°) of
(4), and an open position, in which the inner con- the outer blank (23).
tainer (3) is expelled from the outer container
(4); and A packing method according to Claim 4, and com-
a lid (11), which is hinged to a rear wall (15) of prising the further step of applying both a first non-
the outer container (4), closes the opentopend 25 dry, re-stick glue (79), and a second permanent dry-
(6) of the inner container (3) when closed, and ing glue (78) to glue the connecting tab (20) to the
is connected mechanically to the inner container rear wall (8) of the inner container (3).

(3) by a connecting tab (20);

the packing method comprising the steps of: A packing method according to Claim 5, and com-

30 prising the further steps of:

placing the inner container (3) on afirst pan-
el (15’) of the outer blank (23), which forms applying the first non-dry, re-stick glue (79) far
the rear wall (15) of the outer container (4), away from a hinge (12’) of the connecting tab
while a second panel (17’) of the outer blank (20); and
(23), which forms a top wall (17) of the lid 35 applying the second permanent drying glue (78)
(11), is coplanar with the first panel (15°); close to the hinge (12’) of the connecting tab
positioning, before placing the inner con- (20).
tainer (3) on the first panel (15’) of the outer
blank (23), the connecting tab (20) so that A packing method according to one of Claims 1 to
it is located between the first panel (15’) of 40 6, and comprising, before folding the second panel
the outer blank (23) and the inner container (17°) of the outer blank (23) 90°, the further step of
(3) when the inner container (3) is placed folding two wings (16") of the outer blank (23), which
onthefirstpanel (15’) of the outer blank (23); form two lateral walls (16) of the outer container (4),
applying glue (78, 79), before placing the 90° with respect to the first panel (15’) and onto two
inner container (3) on the first panel (15’) of 45 lateral walls (9) of the inner container (3).
the outer blank (23), to glue the connecting
tab (20) to the inner container (3) when the A packing method according to one of Claims 1 to
inner container (3) is placed on the first pan- 7, and comprising, before folding the second panel
el (15’) of the outer blank (23); and (17°) of the outer blank (23) 90°, the further step of
folding the second panel (17’) of the outer 50 folding a third panel (13’) of the outer blank (23),
blank (23) 90° with respect to the first panel which forms a bottom wall (13) of the outer container
(15’), so as to simultaneously slide the inner (4), 90° with respect to the first panel (15’) and onto
container (3) with respect to the outer blank a bottom wall (5) of the inner container (3).
(23);
the packing method being characterized 55 A packing method according to one of Claims 1 to

by comprising the further step of exerting
thrust, simultaneous and coordinated with
the step of folding the second panel (17°) of

8, and comprising the further step of folding the sec-
ond panel (17’) of the outer blank (23) 90° by means
of a folding device (72), which rotates about an axis
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1.

12.

13.
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of rotation coaxial with a hinge (12) of the lid (11).

A packing method according to one of Claims 1 to
9, wherein the actuator (80) is movable in two per-
pendicular directions, to translate both perpendicu-
larly to the wall (7) of the inner container (3) and
parallel to the wall (7) of the inner container (3).

A packing method according to one of Claims 1 to
10, wherein the connecting tab (20) comprises three
panels (20, 20", 20™) separated by respective trans-
verse fold lines (28).

A packing method according to Claim 11, wherein:

a first panel (20’) of the connecting tab (20) is
glued to an inner surface of the top wall (17) of
thelid (11) (i.e. to aninner surface of the second
panel (17°) of the outer blank (23)); and

a second panel (20") of the connecting tab (20)
is glued to an inner surface of the rear wall (8)
of the inner container (3).

A packing unit (33) for producing an outer container
(4) of a slide-open package (1) of smoking articles
with a hinged lid (11); the package (1) comprising:

an inner container (3) housing a group (2) of
smoking articles and having an open top end (6);
an outer container (4), which is formed by folding
an outer blank (23), and houses the inner con-
tainer (3) to allow the inner container (3) to slide
with respect to the outer container (4) between
a closed position, in which the inner container
(3) is inserted inside the outer container (4), and
an open position, in which the inner container
(3) is expelled from the outer container (4); and
a lid (11), which is hinged to a rear wall (15) of
the outer container (4), closes the open top end
(6) of the inner container (3) when closed, and
is connected mechanically to the inner container
(3) by a connecting tab (20);

the packing unit (33) comprising:

a feed station (S9), which places the inner
container (3) on afirst panel (15’) of the out-
er blank (23) forming the rear wall (15) of
the outer container (4), while a second panel
(17°) of the outer blank (23), forming a top
wall (17) of the lid (11), is coplanar with the
first panel (15’); wherein at the feed station
(S9), the connecting tab (20) is positioned
so that it is located between the first panel
(15’) of the outer blank (23) and the inner
container (3) when the inner container (3)
is placed on the first panel (15’) of the outer
blank (23);

a gumming device (77), which applies glue

10

15

20

25

30

35

40

45

50

55

(78, 79) to glue the connecting tab (20) to
the inner container (3) when the inner con-
tainer (3) is placed on the first panel (15’) of
the outer blank (23); and

afoldingdevice (72), which folds the second
panel (17’) of the outer blank (23) 90° with
respect to the first panel (15’), so as to si-
multaneously slide the inner container (3)
with respect to the outer blank (23);

the packing unit (33) being characterized
by comprising an actuator (80), which con-
tacts a wall (7) of the inner container (3),
and, simultaneously and in coordination
with folding the second panel (17’) of the
outer blank (23) 90°, exerts thrust on the
inner container (3), to slide the inner con-
tainer (3) with respect to the outer blank
(23).

Patentanspriiche

1.

Packverfahren zur Herstellung eines dul3eren Be-
halters (4) einer gleit-6ffnenden Verpackung (1) von
Rauchartikeln miteinem Klappdeckel (11); wobei die
Verbackung (1) umfasst:

einen inneren Behalter (3), der eine Gruppe (2)
von Rauchartikeln aufnimmt und ein offenes
oberes Ende (6) aufweist;

den duleren Behalter (4), welcher durch Falten
eines auleren Zuschnittes (23) gebildet ist und
den inneren Behalter (3) aufnimmt, um dem in-
neren Behalter (3) zu ermdglichen, in Bezug auf
den auReren Behalter (4) zwischen einer ge-
schlossenen Position, in welcher der innere Be-
halter (3) inden dulReren Behalter (4) eingesetzt
ist, und einer offenen Position, in welcher der
innere Behalter (3) von dem auferen Behalter
(4) ausgestof3en ist, zu gleiten; und

einen Deckel (11), welcher an eine Rickwand
(15) des auleren Behélters (4) angelenkt ist,
das offene obere Ende (6) des inneren Behalters
(3), wenn geschlossen, schlielt, und mecha-
nisch mit dem inneren Behalter (3) durch eine
Verbindungsklappe (20) verbunden ist;

das Packverfahren die Schritte umfasst:

Platzieren des inneren Behalters (3) auf ein
erstes Paneel (15’) des duferen Zuschnit-
tes (23), welches die Rickwand (15) des
aulleren Behalters (4) bildet, wahrend ein
zweites Paneel (17’) des aulleren Zuschnit-
tes (23), welches eine obere Wand (17) des
Deckels (11) bildet, koplanar zu dem ersten
Paneel (15’) ist;

Positionieren der Verbindungsklappe (20),
vor Platzieren des inneren Behalters (3) auf
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das erste Paneel (15°) des auBeren Zu-
schnittes (23), so dass sie zwischen dem
ersten Paneel (15’) des duferen Zuschnit-
tes (23) und dem inneren Behalter (3) an-
geordnet ist, wenn der innere Behalter (3)
auf das erste Paneel (15’) des dufleren Zu-
schnittes (23) platziert wird;

Anwenden von Klebemittel (78, 79), vor
Platzieren des inneren Behalters (3) aufdas
erste Paneel (15’) des aulReren Zuschnittes
(23), umdie Verbindungsklappe (20) anden
inneren Behalter (3) zu kleben, wenn der
innere Behalter (3) auf das erste Paneel
(15’) des auleren Zuschnittes (23) platziert
ist; und

Falten des zweiten Paneels (17’) des dul3e-
ren Zuschnittes (23) um 90° in Bezug auf
das erste Paneel (15’), so dass der innere
Behalter (3) in Bezug auf den dul3eren Zu-
schnitt (23) gleichzeitig gleitet;

wobei das Packverfahren dadurch ge-
kennzeichnet ist, dass es den weiteren
Schritt der Schubaustibung auf den inneren
Behalter (3), gleichzeitig und koordiniert mit
dem Faltschritt des zweiten Paneels (17’)
des dufleren Zuschnittes (23) um 90° um-
fasst, um den inneren Behalter (3) in Bezug
auf den duBeren Zuschnitt (23) zu gleiten;
mittels einem Aktuator (80), der eine Wand
(7) des inneren Behalters (3) kontaktiert.

Packverfahren gemaf Anspruch 1, wobei der Aktu-
ator (80) einen Saugkopf (81) umfasst, welcher
durch Saugen die Wand (7) des inneren Behalters
(3) greift.

Packverfahren gemaR Anspruch 1 oder 2, worin der
Aktuator (80) eine Vorderwand (7) des inneren Be-
halters (3) greift, welche parallel zu und gegentiiber-
liegend zum ersten Paneel (15’) des aulleren Zu-
schnittes (23) ist.

Packverfahren gemaR Anspruch 1, 2 oder 3, worin
die Verbindungsklappe (20), vor Platzieren des in-
neren Behalters (3) auf das erste Paneel (15°) des
aulleren Zuschnittes (23), auf das erste Paneel (15’)
des auReren Zuschnittes (23) platziert wird.

Packverfahren gemaf Anspruch 4, und umfassend
den weiteren Schritt des Anwendens beider, einem
ersten nicht-trockenen, wieder-klebenden Klebemit-
tel (79) und einem zweiten permanent trocknenden
Klebemittel (78), um die Verbindungsklappe (20) an
die Rickwand (8) des inneren Behalters (3) zu kle-
ben.

Packverfahren gemaf Anspruch 5, und umfassend
die weiteren Schritte:
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7.

10.

1.

12.

13.

Anwenden des ersten nicht-trockenen, wieder-
klebenden Klebemittels (79) weit weg von einem
Gelenk (12’) der Verbindungsklappe (20); und
Anwenden des zweiten permanent trocknenden
Klebemittels (78) nahe dem Gelenk (12’) der
Verbindungsklappe (20).

Packverfahren gemaR einem der Anspriiche 1 bis
6, und umfassend, vor Falten des zweiten Paneels
(17’) des dulReren Zuschnittes (23) um 90°, den wei-
teren Schritt des Faltens zweier Fligel (16") des au-
Reren Zuschnittes (23), welche zwei seitliche Wande
(16) des auReren Behalters (4) bilden, um 90° in Be-
zug auf das erste Paneel (15’) und auf zwei seitliche
Wande (9) des inneren Behalters (3).

Packverfahren gemaR einem der Anspriiche 1 bis
7, und umfassend, vor Falten des zweiten Paneels
(17’) des dulReren Zuschnittes (23) um 90°, den wei-
teren Schritt des Faltens eines dritten Paneels (13’)
des duleren Zuschnittes (23), welches eine untere
Wand (13) des duReren Behalters (4) bildet, um 90°
in Bezug auf das erste Paneel (15’) und auf eine
untere Wand (5) des inneren Behalters (3).

Packverfahren gemaR einem der Anspriiche 1 bis
8, und umfassend den weiteren Schritt des Faltens
des zweiten Paneels (17°) des dulReren Zuschnittes
(23) um 90° mittels einer Faltvorrichtung (72), welche
um eine Rotationsachse coaxial mit einem Gelenk
(12) des Deckels (11) rotiert.

Packverfahren gemaR einem der Anspriiche 1 bis
9, worin der Aktuator (80) in zwei senkrechte Rich-
tungen bewegbar ist, um beide senkrecht zu der
Wand (7) des inneren Behalters (3) und parallel zu
der Wand (7) des inneren Behalters (3) zu Uberset-
zen.

Packverfahren gemaR einem der Anspriche 1 bis
10, worin die Verbindungsklappe (20) drei Paneele
(20, 20", 20"™) umfasst, die durch entsprechende
Langsfaltlinien (28) getrennt sind.

Packverfahren gemaR Anspruch 11, worin:

ein erstes Paneel (20’) der Verbindungsklappe
(20) an eineinnere Flache der oberen Wand (17)
des Deckels (11) (das hei’tzu einerinneren Fla-
che des zweiten Paneels (17°) des dulReren Zu-
schnittes (23)) geklebt wird; und

ein zweites Paneel (20™) der Verbindungsklap-
pe (20) an eine innere Flache der Riickwand (8)
des inneren Behélters (3) geklebt wird.

Packverfahren (33) zur Herstellung eines dufReren
Behalters (4) einer gleit-6ffenbaren Verpackung (1)
von Rauchartikeln mit einem Klappdeckel (11); wo-
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bei die Verbackung (1) umfasst:

einen inneren Behalter (3), der eine Gruppe (2)
von Rauchartikeln aufnimmt und ein oberes of-
fenes Ende (6) aufweist;

einen duleren Behalter (4), welcher durch Fal-
ten eines auleren Zuschnittes (23) gebildet ist
und den inneren Behalter (3) aufnimmt, um dem
inneren Behalter (3) zu erméglichen, in Bezug
auf den duBeren Behalter (4) zwischen einer ge-
schlossenen Position, in welcher der innere Be-
halter (3) innerhalb des dulleren Behalters (4)
eingesetzt ist und einer offenen Position, in wel-
cher der innere Behalter (3) von dem dulieren
Behalter (4) ausgestolRen ist, zu gleiten; und
einen Deckel (11), welcher an eine Rickwand
(15) des aulleren Behalters (4) gelenkt ist, das
offene obere Ende (6) des inneren Behalters (3)
schliel3t, wenn geschlossen und mechanisch zu
dem inneren Behélter (3) mittels einer Verbin-
dungsklappe (20) verbunden ist;

wobei die Verpackungseinheit (33) umfasst;
eine Futterstation (S9), welche den inneren Be-
halter (3) auf ein erstel Paneel (15’) des dulReren
Zuschnittes (23) platziert, die Rickwand (15)
des auleren Behalters (4) bildend, wahrend ein
zweites Paneel (17’) des auReren Zuschnittes
(23), das eine obere Wand (17) des Deckels (11)
bildet, koplanar mit dem ersten Paneel (15’) ist;
wobei die Verbindungsklappe (20) bei der Ft-
terstation (S9) so positioniert ist, dass sie zwi-
schen dem ersten Paneel (15’) des dufReren Zu-
schnittes (23) und dem inneren Behalter (3) an-
geordnet ist, wenn der innere Behalter (3) auf
das erste Paneel (15°) des dufReren Zuschnittes
(23) gesetzt wird;

eine Klebevorrichtung (77), welche Klebemittel
(78, 79) appliziert, um die Verbindungsklappe
(20) andeninneren Behalter (3) zu kleben, wenn
derinnere Behalter (3) auf das erste Paneel (15’)
des duBeren Zuschnittes (23) gesetzt wird; und
eine Faltvorrichtung (72), welche das zweite Pa-
neel (17’) des aulleren Zuschnittes (23) um 90°
in Bezug auf das erste Paneel (15’) faltet, um
den inneren Behalter (3) in Bezug auf den au-
Reren Zuschnitt (23) gleichzeitig zu gleiten;
wobei die Verpackungseinheit (33), dadurch
gekennzeichnet ist, dass sie einen Aktuator
(80) umfasst, welcher eine Wand (7) des inneren
Behalters (3) kontaktiert, und, gleichzeitig und
in Koordination mit Falten des zweiten Paneels
(17’) des &uReren Zuschnittes (23) um 90°,
Schub auf den inneren Behalter (3) auslibt, um
den inneren Behalter (3) in Bezug auf den au-
Reren Zuschnitt (23) zu gleiten.
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Revendications

1. Procédé d’emballage permettant de produire un
contenant externe (4) d’'un paquet a ouverture par
glissement (1) d’articles a fumer doté d’un couvercle
articulé (11) ; le paquet (1) comprenant :

un contenant interne (3) logeant un groupe (2)
d’articles a fumer et ayant une extrémité de des-
sus ouverte (6) ;

le contenant externe (4), qui est formé en pliant
une ébauche externe (23), et loge le contenant
interne (3) pour permettre au contenant interne
(3) de glisser par rapport au contenant externe
(4) entre une position fermée, dans laquelle le
contenant interne (3) est inséré a l'intérieur du
contenant externe (4), et une position ouverte,
dans laquelle le contenant interne (3) est expul-
sé du contenant externe (4) ; et

un couvercle (11), qui est articulé sur une paroi
arriere (15) du contenant externe (4), ferme I'ex-
trémité de dessus ouverte (6) du contenant in-
terne (3) lorsqu'il est fermé, et est raccordé mé-
caniquement au contenant interne (3) par une
languette de raccordement (20) ;

le procédé d’emballage comprenant les étapes
de:

placement du contenant interne (3) sur un
premier panneau (15’) de 'ébauche externe
(23), qui forme la paroi arriere (15) du con-
tenant externe (4), tandis qu’un deuxiéme
panneau (17°) de I'ébauche externe (23),
qui forme une paroi de dessus (17) du cou-
vercle (11), est coplanaire avec le premier
panneau (15’) ;

positionnement, avantle placement du con-
tenant interne (3) sur le premier panneau
(15’) de I'ébauche externe (23), de la lan-
guette de raccordement (20) de fagon a ce
qu’elle soit située entre le premier panneau
(15’) de I'ébauche externe (23) et le conte-
nantinterne (3) lorsque le contenantinterne
(3) est placé sur le premier panneau (15’)
de I’ébauche externe (23) ;

application de colle (78, 79), avant le place-
ment du contenantinterne (3) sur le premier
panneau (15’) de I'ébauche externe (23),
pour coller la languette de raccordement
(20) au contenantinterne (3) lorsque le con-
tenant interne (3) est placé sur le premier
panneau (15’) de I'ébauche externe (23) ; et
pliage du deuxiéme panneau (17’) de
I'ébauche externe (23) a 90° par rapport au
premier panneau (15’) de facon a faire glis-
ser simultanément le contenant interne (3)
par rapport a I'ébauche externe (23) ;

le procédé d’emballage étant caractérisé
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en ce qu’ilcomprend I'étape supplémentai-
re d’exercice d’'une poussée, simultanée et
coordonnée avec l'étape de pliage du
deuxiéme panneau (17’) de I'ébauche ex-
terne (23) a 90°, sur le contenant interne
(3), pour faire glisser le contenant interne
(3) par rapport a I'ébauche externe (23), au
moyen d’un actionneur (80) venant en con-
tact avec une paroi (7) du contenant interne

@).

Procédé d’emballage selon la revendication 1, dans
lequel I'actionneur (80) comprend une téte d’aspira-
tion (81), qui entre en prise avec la paroi (7) du con-
tenant interne (3) par aspiration.

Procédé d’emballage selon la revendication 1 ou 2,
dans lequel I'actionneur (80) entre en prise avec une
paroi avant (7) du contenant interne (3), qui est pa-
rallele et opposée au premier panneau (15’) de
I'ébauche externe (23).

Procédé d’emballage selon la revendication 1, 2 ou
3, dans lequel, avant le placement du contenant in-
terne (3) sur le premier panneau (15’) de I'ébauche
externe (23), la languette de raccordement (20) est
placée sur le premier panneau (15’) de I'ébauche
externe (23).

Procédé d’emballage selon la revendication 4, et
comprenant I'étape supplémentaire d’application a
la fois d’'une premiére colle repositionnable non sé-
che (79), et d’'une seconde colle de séchage perma-
nent (78) pour coller la languette de raccordement
(20) a la paroi arriere (8) du contenant interne (3).

Procédé d’emballage selon la revendication 5, et
comprenant les étapes supplémentaires de :

application de la premiére colle repositionnable
non séche (79) loin d’'une articulation (12’) de la
languette de raccordement (20) ; et
application de la seconde colle de séchage per-
manent (78) prés de l'articulation (12’) de la lan-
guette de raccordement (20).

Procédé d’emballage selon 'une des revendications
1 a 6, et comprenant, avant le pliage du deuxieme
panneau (17’) de I'ébauche externe (23) a 90°, I'éta-
pe supplémentaire de pliage de deux battants (16")
de I'ébauche externe (23), qui forment deux parois
latérales (16) du contenant externe (4), a 90° par
rapport au premier panneau (15’) et sur deux parois
latérales (9) du contenant interne (3).

Procédé d’emballage selon 'une des revendications
1 a7, et comprenant, avant le pliage du deuxieme
panneau (17’) de I'ébauche externe (23) a 90°, I'éta-
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10

10.

1.

12.

13.

pe supplémentaire de pliage d’un troisieme panneau
(13’) de I'ébauche externe (23), qui forme une paroi
de dessous (13) du contenant externe (4), a 90° par
rapport au premier panneau (15’) et sur une paroi
de dessous (5) du contenant interne (3).

Procédé d’emballage selon 'une des revendications
1 a8, et comprenant I'étape supplémentaire de plia-
ge du deuxieme panneau (17°) de I'ébauche externe
(23) a 90° au moyen d’un dispositif de pliage (72),
qui tourne autour d’un axe de rotation coaxial a une
articulation (12) du couvercle (11).

Procédé d’emballage selon 'une des revendications
1 a9, dans lequel I'actionneur (80) est mobile dans
deux directions perpendiculaires, pour se translater
a la fois perpendiculairement a la paroi (7) du con-
tenant interne (3) et parallélement a la paroi (7) du
contenant interne (3).

Procédé d’emballage selon 'une des revendications
1 a 10, dans lequel la languette de raccordement
(20) comprend trois panneaux (20’, 20", 20") sépa-
rés par des lignes de pliage transversales (28) res-
pectives.

Procédé d’emballage selon la revendication 11,
dans lequel :

un premier panneau (20’) de lalanguette de rac-
cordement (20) est collé a une surface interne
de la paroi de dessus (17) du couvercle (11)
(c’est-a-dire a une surface interne du deuxiéme
panneau (17°) de 'ébauche externe (23)) ; et

un deuxieme panneau (20") de la languette de
raccordement (20) est collé a une surface inter-
ne delaparoiarriére (8) du contenantinterne (3).

Unité d’emballage (33) permettant de produire un
contenant externe (4) d’'un paquet a ouverture par
glissement (1) d’articles a fumer doté d’un couvercle
articulé (11) ; le paquet (1) comprenant :

un contenant interne (3) logeant un groupe (2)
d’articles a fumer et ayant une extrémité de des-
sus ouverte (6) ;

un contenant externe (4), qui est formé en pliant
une ébauche externe (23), et loge le contenant
interne (3) pour permettre au contenant interne
(3) de glisser par rapport au contenant externe
(4) entre une position fermée, dans laquelle le
contenant interne (3) est inséré a l'intérieur du
contenant externe (4), et une position ouverte,
dans laquelle le contenant interne (3) est expul-
sé du contenant externe (4) ; et

un couvercle (11), qui est articulé sur une paroi
arriere (15) du contenant externe (4), ferme I'ex-
trémité de dessus ouverte (6) du contenant in-



19 EP 2 620 374 B1

terne (3) lorsqu’il est fermé, et est raccordé mé-
caniquement au contenant interne (3) par une
languette de raccordement (20) ;

'unité d’emballage (33) comprenant :

une station d’alimentation (S9), qui place le
contenant interne (3) sur un premier pan-
neau (15’) de I'ébauche externe (23) for-
mant la paroi arriere (15) du contenant ex-
terne (4), tandis qu’un deuxiéme panneau 10
(17’) de I'ébauche externe (23), formantune
paroi de dessus (17) du couvercle (11), est
coplanaire avec le premier panneau (15) ;
danslequelau niveau de la station d’alimen-
tation (S9), la languette de raccordement 15
(20) est positionnée de fagon a étre située
entre le premier panneau (15’) de I'ébauche
externe (23) et le contenant interne (3) lors-

que le contenantinterne (3) est placé surle
premier panneau (15’) de 'ébauche externe 20
(23);

un dispositif d’encollage (77), qui applique

de la colle (78, 79) pour coller la languette

de raccordement (20) au contenant interne

(3) lorsque le contenantinterne (3) estplacé 25
sur le premier panneau (15°) de I'ébauche
externe (23) ; et

un dispositif de pliage (72), qui plie le
deuxiéme panneau (17’) de I'ébauche ex-
terne (23) a 90° par rapport au premier pan- 30
neau (15’), de facon a faire glisser simulta-
nément le contenant interne (3) par rapport

a I'ébauche externe (23) ;

'unité d’emballage (33) étant caractérisée

en ce qu’elle comprend un actionneur (80), 35
qui vient en contact avec une paroi (7) du
contenant interne (3), et, simultanément et

en coordination avec le pliage du deuxieme
panneau (17°) de I'ébauche externe (23) a
90°, exerce une poussée sur le contenant 40
interne (3), pour faire glisser le contenant
interne (3) par rapport a I'ébauche externe
(23).
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