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44 Claims. 

This invention is for improvements in filter 
plugs or Wads, for example, for use in cigarettes 
at that end of the cigarette which is to be placed 
in the mouth, and to a method of and means for 
manufacturing such plugs. 
The filter plugs may be manufactured on a 

machine resembling a continuous rod cigarette 
making machine in a manner which will be de 
Scribed in more detail hereinafter. 
Some of the materials used for making filter 

plugs are obtainable in sheets or rolls, and have 
creped or corrugated surfaces, and it is desirable 
that the creping should be parallel to the longi 
tudinal axis of the finished plugs, in order that 
the plugs shall have a certain amount of resil 
iency to ensure a secure fit in the end of the cig 
arette or within a Wrapper which is placed around 
the plug and to provide a free passage for smoke 
through the plug and to enable the material to 
be more easily formed into plugs of any desired 
CFOSS-Section. 
One form of material suitable for the present 

purpose is known as cellulose wadding, and this 
material is creped during its manufacture so that 
it is extensible lengthwise of the sheet or roll and 
comparatively non-extensible transversely. Other 
materials Suitable for the manufacture of plugs 
are Similar in this respect. 
According to the present invention, there is 

provided a method of forming filter plugs or Wads 
(e. g. for use with cigarettes) from compressible 
material (e. g. crepe paper or cellulose wadding) 
which is extensible transversely of its length 
wherein the longitudinal edges of the material 
are compressed to form or partly form the plug 
Cr Wad to the required cross-section. The plugs 
or wads may be formed from a succession of strips 
which may be wrapped in a tubular Wrapper to 
comprise a rod composed of a wrapper within 
which strips of filter material are disposed at in 
tervals, before the plug lengths are severed from 
the rod so formed. 

Further, according to the present invention, 
there is provided a machine for producing filter 
plugs or wads in accordance with the method 
above set forth, comprising means to sever trans 
verse strips from a sheet or roll of material, and 
to compress the longitudinal edges of the strips, 
mans to deliver said strips at intervals onto a 
conveyor, and means to sever the strips into 
lengths. The conveyor means may comprise a 
continuous Web of Wrapping material and means 
may be provided to form and secure the wrapping 
material into a tubular wrapper about the strips 
of material. 

(C. 93-1) 
Again, the invention comprises filter plugs or 

wads, for example, for use with cigarettes, made 
in accordance with the method herein set forth. 
The invention will be more particularly de 

scribed with reference to the accompanying 
drawings, in which: 

Figure l shows diagrammatically one meth 
Od according to the invention; 

Figure 2 is a diagrammatic view showing a 
modified form of Figure 1, 

Figure 3 shows a further modified form of 
Figure 1; 

Figure 4 shows diagrammatically a plan view 
of a machine for carrying the method according 
to the invention into effect; 

Figure 5 is a side elevation of Figure 4, 
Figure 6 is a sectional end elevation taken on 

the line A-A, Figure 5; 
Figure 7 is an end elevation, partly in section, 

taken on the line B-B, Figure 5; 
Figure 8 shows a plan view of the gripping 

device shown in Figures 4, 6, and 7; 
Figure 9 is a sectional elevation to an enlarged 

Scale taken on the line B-B, Figure 5, and shows 
the Strips of filter material in position before be 
ing Wrapped; 

Figure 10 is a sectional elevation to an enlarged 
Scale taken on the line C-C, Figure 5, and shows 
the Strip of filter material in position after being 
Wrapped; and 

Figure 11 is a perspective view showing how the 
filter material is shaped during the severing op 
eration. 

Like references refer to like parts throughout 
the specification and drawings. 

Referring to the drawings, Figure 1 shows dia 
grammatically one method of carrying the in 
vention into effect, and according to this method 
the strips f of filter material are placed on a 
conveyor, which in the drawings is shown as a 
continuous paper web 2 arranged to move on 
the bottom of the trough 3. In this form of the 
invention the strips are spaced apart as shown 
at 4, Figure 1. 

Referring to Figure 2, the strips are again 
deposited on the paper Web 2, but in this instance 
the forward end of one strip is placed on the 
rearward end of the preceding strip, so that when 
the Wrapper 2 is folded about the strips a sub 
Stantially continuous rod is formed. 

In the form of the invention shown in Figure 3, 
the Strips of filter material are placed together 
So that the rearward end of one strip substantially 
abuts against the forward end of the next suc 
ceeding strip. 
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2 
For convenience in referring broadly to the 

method of disposing the strips of filter mate 
rial on the conveyor and feeding the same with 
the conveyor, these strips are described as dis 

5 posed in end to end relation or as being fed end 
wise in succession, it being understood that these 
terms are intended as sufficiently comprehensive 
to describe any one or all of the arrangements 
shown in Figures 1, 2, and 3. In other Words, 

10 the strips may be said to lie in end to end relation 
whether they overlap slightly, directly abut, or 
are arranged in Spaced relation. 

Referring to Figures 4 to 7, the material from 
which the strips are cut is fed from a reel 5, and 

15 is passed over a table 6 and beneath rollerS 1 
which are arranged to retain the material in 
contact with the table 6, and feed in towards the 
knives 9 and O. A retaining plate 8, provided 
with fingers which extend to a point in close 

20 proximity to the point at which the knife edges 
cooperate to sever the web, is arranged to hold 
the web onto the table while it is being cut by 
the knives 9 and 0 and to prevent the Web from 
stretching lengthwise during the cutting Opera 

25 tion so that the severed strips are all of Sub 
stantially the same width. Instead of the rotary 
knife 9 a reciprocating knife may be used Or a pair 
of reciprocating or rotary knives may be used. 
The material from which the Strips are cut is 

30 built up of a number of plies, and it is often 
found. When using crepe paper that it is neces 
sary in order to roll and handle the material in 
a satisfactory manner, to provide a backing strip 
which usually comprises a Strip of paper. AS 

35 this paper backing strip is not included in plugs, 
it is necessary that it shall be removed before the 
Strips are fed onto the conveyor or wrapping 
material. 

It is preferable that the backing strip should 
be removed out of engagement with the fiiter 
material at the very latest possible moment, in 
order that it may exert its controlling influence 
as long as possible, and by referring to Figure 6, 
it will be seen that the backing strip is parted 

45 from the filter material by passing it round the 
edge of the table 6 just before the knives operate 
to sever a strip from the Web. The backing strip 
then passes over the rollers 2 and is rewound 
into a reel 3 by any Suitable mechanism, of 
known construction. 
The Web of filter material is extensible in a 

lengthwise direction and on referring to Figure 
11 it will be seen that the knives 9, O sever strips 
from the web transversely of its length. Owing 

55 to the fact that the web is extensible in a length 
wise direction, the action of the knives causes the 
longitudinal edges of the Severed portion to be 
drawn together as shown clearly in Figure 11. 
The pressure exerted by the knives on opposite 
sides of the Web causes the top and bottom edges 
of the Strip to adhere to each other so that each 
severed strip is formed as seen from Figure 11. 
When the Web Of material is of less thickness 

than the cross-sectional dimensions of the plugs 
65 to be formed, a strip is cut in the manner illus 

trated in Figure 11, the cross-section of the sev 
ered strip being of substantially oval or ellipti 
cal formation. The oval or elliptically formed 
Strips may thereafter be compressed, for exam 

70 ple, by pressure exerted along the major axis 
of the ellipse, so that the material assumes a 
Substantially circular cross-section as shown in 
Figure 10. If, however, it is desired to have a 
plug of substantially oval or elliptical cross 
Section it is not necessary to subject the strips 
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20,138 
to any appreciable deformation or compression 
after the severing operation, although it is to be 
understood that if it is desired to further con 
press the strips into the Oval or elliptical shape, 
this operation may be performed and is Within 
the Scope of the invention. 

It will be seen that if the Web or material is 
of a thickness approximating to the cross-sec 
tional dimensions of the plug to be formed, by 
cutting a suitable length from the Web the knives 
may be arranged to form the material into Sub 
stantially circular cross-section. In this case, 
also, the Severed Strips of material may or may 
not be subjected to further compression as 
desired. 

It is not essential that the knives should have 
Specially formed edges in order to form the 
strips as just described, but it is found that 
When using thick or relatively blunt knives, bet 
ter results are obtained. 

Again, it is found that knives having shaped 
(e. g. rounded) edges are suitable for the pur 
poses of carrying the invention into effect, but 
of course, the pressure Would have to be suf 
ficient to Separate the strip from the web. 
The Strips of filter material after being sev 

ered from the web by the knives 9 and O, pass 
Over a plate 4, and are delivered into the flutes 
f5 of a rotatable wheel 6. The wheel 6 is dis 
posed above the trough 3 of the machine so that 
When a strip has been conveyed by the wheel 
through approximately 180 it is in alignment with 
the trough and above the same. A guide f is 
provided to prevent the strips from being ejected 
from the flutes of the wheel 6 as it is being ro 
tated to the position at which the strips are de 
livered into the trough of the machine. 

In the machine illustrated, a web 2 of cigarette 
paper 4 is arranged to move at the bottom of the 
trough 3 in a manner similar to that in which the 
paper Web is arranged in a cigarette making ma 
chine of the continuous rod type, and the strips 
which are fed into position above the trough 

3 by the wheel 6 are gripped by a gripper 8 
which removes the strips from the wheel and 
deposits them upon the moving paper web 2. The 
gripper 8 is arranged so that it imparts to the 
strips a movement in the direction in which the 
paper web 2 is travelling and the gripper is pref 
erably arranged so that at the instant the strip 
is delivered onto the web 2, it has a velocity sub 
Stantially equal to that of the paper web 2 to 
which it is being delivered. 
The gripper 8 is driven from the main drive 

of the machine and is arranged to operate in 
Synchronism with the cutting mechanism 26. 
The movement in the direction of the Web. 2 is 
imparted to the gripper by means of an eccen 
tric disc 9. A cam 20 is arranged to operate 
a rod 2 which in turn pivots a bar 3? and operates 
the movable jaw 30 of the gripper 8 at the in 
stant at which the strip is to be gripped in 
order to remove it from the wheel 6, and again, 
at the moment at which it is to release the strip 
in order to deposit it upon the paper web 2. 
When the strips are deposited upon the paper 

Web 2 the loaded web may be carried beneath 
a compression wheel 22, which compresses the 
strips of filter material, and then through form 
ing mechanism 23 which forms the filter material 
and Wrapper into the desired cross-section and 
folds the Wrapper into tubular form about the 
filter material. An adhesive applying device 24 
is provided to apply adhesive to the wrapping 
material, whereby the Wrapper may be secured 
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about the strips. The rod so formed then passes 
beneath a heating element 25 which is arranged 
to dry the adhesive securing the edges of the 
wrapper and the rod then passes to cutting mech 
anism 26, which is arranged to sever the wrapped 
strips into lengths. 
The length severed from the rod formed by 

the wrapped strips or from the strips when they 
are not wrapped, may be of a length sufficient to 
provide a number of individual plugs or wads 
for use with cigarettes, and in such case the 
lengths would be again severed at Some other 
time, such for example, as just prior to their 
assembly with a cigarette. Again, if desired, the 
cutting mechanism 26 may be arranged to Sever 
from the rod, lengths of plug which are of the 
correct lengths for use with cigarettes. 

It will be seen that in each form of the inven 
tion there is a point at which the rearmost end 
of one strip is adjacent to the foremost end of 
the next successive strip, and as this is the case, 
when the rod is severed a length will be cut which 
contains two short ends of filter material. This 
point will be better appreciated by referring to 
Figures 1, 2, and 3 in which the vertical chain 
lines represent the points at which the rod is 
severed. It is desirable that the length having 
these short ends should be removed from the 
normal product of the machine in order that 
they do not become included at a later stage in 
a cigarette. 

In order to remove the portions of the rod just 
referred to, means may be provided operating in 
connection with the deflector element for deflect 
ing the severed lengths out of the rod line, such 
means being arranged and timed so that the 
lengths including the short ends of filter material 
are removed and deposited at a point different 
from the point or points to which the normal 
product of the machine is or are delivered. A 
suitable device for performing this operation is 
described in French Patent No. 748,158 and is 
illustrated diagrammatically at 27, see Figures 
4 and 5. 
The device shown at 27 comprises three de 

flector drums similar to those shown in said pat 
ent and one of the drums is timed to remove 
those lengths containing the short ends, in a 
manner similar to that in which the drum in the 
patent is arranged periodically to deflect a ciga 
rette and deliver it to a weighing mechanism. The 
normal lengths are delivered onto a suitable con 
veyor such as 28, and if desired, the conveyor may 
be divided as shown in Figure 4 by the provision 
of a bar 32, and the lengths containing the short 
ends may be delivered to the portion 29 of the 
conveyor 28, from which they may be collected 
by the machine operator or, if desired, the defec 
tive lengths may be delivered into any suitable 
receptacle. 

It will be appreciated that the apparatus de 
scribed and illustrated in Figures 4 to 7 merely 
shows one way of carrying the method accord 
ing to the invention into effect, and the various 
details of the mechanism may be altered without 
in any way departing from the Spirit of the 
invention. 

Further, if desired, means may be provided to 
automatically control the length of material 
being cut from the web or sheet in order to con 
trol the density of the finished plug or wads. 
Such means do not form part of the present in 
vention and are not, therefore, fully described 
herein, but it would be sufficient for this pur 

3 
pose to alter the speed of feeding of the Web to 
the knives 9 and 0. 

Having thus described the invention, What is 
claimed as new and desired to be secured by 
Letters Patent is: 

1. A method of forming filter wads from strips 
of compressible material which are extensible 
transversely of their length, by compressing the 
longitudinal marginal edges of the material to 
form the Wads to the required cross-section and 
thereafter severing lengths from Said strips. 

2. A method of forming filter wads from strips 
of compressible material which are extensible 
transversely of their length, by compressing the 
longitudinal edges of the material to partly form 
the wads to the required cross-section, completing 
the formation of the wads by lateral compression 
of the strips and thereafter severing lengths from 
said strips. 

3. A method of forming filter wads, by sever 
ing Strips of compressible material from a stock 
and compressing the longitudinal marginal edges 
of the severed strips, said strips being extensible 
transverse of their length and thereafter sever 
ing lengths from the strips. 

4. A method of forming filter Wads, by Sever 
ing strips of compressible material from a stock 
and compressing the longitudinal edges of the 
severed strips whereby the strips are given a 
curvilinear cross-section, said strips being ex 
tensible transversely of their length, arranging 
the strips lengthwise in succession, wrapping the 
strips in a tubular Wrapper and severing lengths 
from the Wrapped strips. 

5. A method of forming filter Wads, by Severing 
strips of compressible material from a stock and 
compressing the longitudinal edges of the severed 
strips whereby the strips are given a curvilinear 
cross-section, said Strips being extensible trans 
versely of their length, arranging the strips 
lengthwise in succession, Wrapping the strips in 
a tubular wrapper and severing lengths from the 
wrapped strips, and selecting and removing those 
severed portions containing portions of material 
from at least two different Strips. 

6. A machine for producing filter wads com 
prising in combination means to feed a succes 
sion of strips of compressible material in a 
lengthwise direction, means to compress the lon 
gitudinal marginal edges of the strips to form 
them to the desired CrOSS-Section, and means to 
sever lengths from Said strips. 

7. A machine for producing filter Wads com 
prising in combination, means to feed a succes 
sion of strips of compressible material in a 
lengthwise direction, means to compress the lon 
gitudinal edges of the strips to form them to the 
desired cross-section, means to form and secure 
a tubular Wrapper around the strips and means 
to sever lengths from the Wrapped strips. 

8. A machine for producing filter wads con 
prising in combination, means to feed a succes 
sion of strips of compressible material in a 
lengthwise direction, means to compress the lon 
gitudinal edges of the strips to form them to the 
desired cross-section, means to form and Secure a 
tubular Wrapper around the strips, means to 
sever lengths from the Wrapped strips, and means 
to select and remove those severed lengths con 
taining portions of material from at least two 
different StripS. 

9. A machine for producing filter wads con 
prising in combination, means to sever transverse 
Strips of material from a stock and compress the 
longitudinal edges of the strips, means to deliver 
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4 
the strips in lengthwise succession. On a conveyor 
and means to sever lengths from said strips. 

10. A machine for producing filter Wads Com 
prising in combination, means to sever transverse 
strips of material from a stock and compress the 
longitudinal edges of the strips, means to deliver 
the strips in lengthwise succession on a conveyor, 
means to form and secure a tubular Wrapper 
about the strips, and means to sever lengths from 
said strips. 

11. A machine for producing filter Wads com 
prising in combinaticin, means to sever trans 
verse strips of material from a stock and Com 
press the longitudinal edges of the strips, means 
to deliver the strips in lengthwise succession 
on a conveyor, means to form and secure a tubul 
lar wrapper about the strips, means to sever 
lengths from said strips, and means to select 
and remove those severed lengths containing por 
tions of material from at least two different 
strips. 

12. A machine for producing filter Wads Com 
prising in combination, means to sever transverse 
strips of material from a stock and compress the 
longitudinal edges of the strips, means to deliver 
the strips in lengthwise succession on a con 
tinuously moving wrapper, means to impart to 
the strips a movement in the direction of move 
ment of said wrapper, means to form and Secure 
the wrapper about the strips and means to sever 
lengths from the wrapped strips. 

13. A machine for producing filter Wads Com 
prising in combination, means to sever trans 
verse strips of material from a stock and con 
press the longitudinal edges of the strips, means 
to deliver the strips in lengthwise Succession. On a 
continuously moving wrapper, means to impart to 
the strips a movement in the direction of move 
ment of said wrapper, means to form and Secure 
the wrapper about the strips, means to Sever 
lengths from the wrapped strips, and means to 
select and remove those severed lengths contain 
ing portions of material from at least two differ 
ent strips. 

14. A machine for producing filter Wads com 
prising in combination, a pair of cooperating 
severing elements to sever transverse strips of 
material from a stock and compress the longi 
tudinal edges of the strips, a movable element to 
deliver the severed strips to a continuously mov 
ing wrapper, an element movable at substantially 
the same speed and in the direction of movement 
of said wrapper to impart a movement to said 
strips as they are delivered to the wrapper, fold 
ing elements operative to fold the wrapper about 
said strips, adhesive applying elements to Secure 
said wrapper and a severing device to Sever 
lengths from the wrapped strips. 

15. A machine for producing filter Wads com 
prising in combination, a pair of cooperating 
severing elements to sever transverse strips of 
material from a stock and compress the longitu 
dinal edges of the strips, a movable element to 
deliver the severed strips to a continuously moving 
wrapper, an element movable at substantially the 
same speed and in the direction of movement of 
said wrapper to impart a movement to said strips 
as they are delivered to the wrapper, folding ele 
ments operative to fold the wrapper about said 
strips, adhesive applying elements to secure Said 
wrapper, a severing device to sever lengths from 
the wrapped strips, and a selector element to 
select and remove those severed lengths contain 
ing portions of material from at least two differ 
ent strips. 

20,188 
16. A machine for producing filter Wads Con 

prising in combination, means to sever transverse 
strips of material from a stock and compress the 
longitudinal edges of the strips, means to deliver 
the strips in lengthwise succession on a conveyor, 
means to form and Secure a tubular Wrapper 
about the strips, means to compress the strips to 
the required cross-section while moving endwise 
on the conveyor, and means to sever lengths from 
Said strips. 

17. A machine for producing filter Wads Com 
prising in combination, means to Sever trans 
verse strips of material from a stock and compress 
the longitudinal edges of the Strips, means to de 
liver the strips in lengthwise succession on a con 
veyor, means to form and Secure a tubular 
Wrapper about the strips, means to compress the 
strips to the required cross-section while moving 
endwise on the conveyor, means to sever lengths 
from said Strips, and neans to Select and remove 
those Severed lengths containing portions of ma 
terial from at least two different strips. 

18. A machine for producing filter wads com 
prising in combination, a pair of cooperating 
severing elements to sever transverse strips of 
material from a stock and compress the longi 
tudinal edges of the strips, a movable element to 
deliver the Severed strips to a continuously mov 
ing Wrapper, an element movable at Substantially 
the same Speed and in the direction of movement 
of said Wrapper to impart a movement to said 
strips as they are delivered to the wrapper, folding 
elements operative to fold the Wrapper about said 
Strips, means to compress the Strips to a Substan 
tially circular cross-section while moving end 
Wise on the conveyor, adhesive applying elements 
to secure said Wrapper and a severing device to 
Sever lengths from the Wrapped strips. 

19. A machine for producing filter wads com 
prising in combination, a pair of cooperating 
severing elements to Sever transverse Strips of 
material from a stock and compress the longitu 
dinal edges of the strips, a movable element to 
deliver the Severed Strips to a continuously mov 
ing Wrapper, an element movable at Substantially 
the same speed and in the direction of movement 
of said Wrapper to impart a movement to said 
strips as they are delivered to the wrapper, folding 
elements operative to fold the Wrapper about 
said strips, means to compress the strips to a 
substantially circular cross-section while moving 
endwise on the conveyor, adhesive applying ele 
ments to secure Said Wrapper, a severing device to 
sever lengths from the Wrapped strips, and a se 
lector element to Select and remove those severed 
lengths containing portions of material from at 
least two different strips. 

20. In a method of forming cigarette filter wads 
from a continuous Web of compressible material 
which is extensible in the direction of the length 
of the web, the successive steps which comprise 
Severing the web transversely to form elongated 
strips which are extensible in the direction of the 
width thereof, feeding said strips in the direction 
of the length thereof and simultaneously apply 
ing lateral pressure thereto to form rods of the 
desired cross-section, and thereafter severing the 
rods into lengths. 

21. In a method of forming cigarette filter wads 
from a continuous Web of compressible material 
which is extensible in the direction of the length 
of the web, the successive steps which comprise 
severing the Web transversely to form elongated 
strips which are extensible in the direction of the 
width thereof, feeding said strips in the direction 
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of the length thereof and simultaneously apply 
ing lateral pressure thereto to form rods of the 
desired cross-section, securing a wrapper about . 
the rods, and thereafter severing the rods into 
lengths. 

22. In a method of forming cigarette filter wads 
from a continuous web of compressible material 
which is extensible in the direction of the length 
Of the Web, the successive steps which comprise 
Severing the web transversely to form elongated 
strips which are extensible in the direction of the 
width thereof, feeding said strips in the directicn 
of the length thereof and simultaneously apply 
ing lateral pressure thereto to form rods of the 
desired cross-section, encasing said rods in a con 
tinuous Wrapper, and thereafter severing the 
rods into lengths. 
23. In a method of forming cigarette filter wads 

from a continuous web of compressible material 
which is extensible in the direction of the length 
of the web, the successive steps which comprise 
severing the web transversely to form elongated 
strips which are extensible in the direction of 
the width thereof, feeding said strips in the di 
rection of the length thereof and simultaneously 
applying lateral pressure thereto to form rods 
of the desired cross-section, encasing Said rods 
in end to end relation in a continuous Wrapper, 
and thereafter severing the rods into lengths. 

24. In a method of forming cigarette filter Wads 
from a continuous web of compressible material 
which is extensible in the direction of the length 
of the web, the successive steps which comprise 
severing the web transversely to form elongated 
strips which are extensible in the direction of the 
width thereof, feeding said strips in the direction 
of the length thereof and simultaneously applying 
lateral pressure thereto to form rods of the de 
sired cross-section, encasing said rods in axially 
spaced end to end relation in a continuous Wrap 
per, and thereafter severing the rods into lengths. 

25. In a method of forming cigarette filter Wads 
from a continuous web of compressible material 
which is extensible in the direction of the length 
of the web, the successive steps which comprise 
severing the web transversely to form elongated 
strips which are extensible in the direction of the 
width thereof, feeding said strips in the direction 
of the length thereof and simultaneously deform 
ing said strips to provide rods of the cross-section 
desired in the finished cigarette. 

26. In a method of forming cigarette filter Wads 
from a continuous web of compressible material 
which is extensible in the direction of the length 
of the web, said web comprising a plurality of 
layers of crepe paper, the Successive steps which 
comprise severing the web transversely to form 
elongated strips which are extensible in the di 
rection of the width thereof, feeding Said Strips 
in the direction of the length thereof and simul 
taneously applying lateral preSSure thereto to 
form rods of the desired croSS-Section, and there 
after severing the rods into lengths. 

27. In a method of forming cigarette filter Wads 
from separate elongated strips of compressible 
material, the successive steps comprising feeding 
the strips in an endwise direction and simul 
taneously compressing the same transversely of 
the direction of feed to form the strips into rods, 
feeding a wrapper with and about Said rods to en 
case the same, and severing the encased rods into 
lengths. 

28. In a method of forming cigarette filter Wads 
from separate elongated strips of compressible 
material which are extensible transversely of the 
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length thereof, the Successive steps comprising 
feeding the Strips in an endwise direction in end 
to end relation and simultaneously compressing 
the same transversely of the direction of feed to 
form the strips into rods, feeding a continuous. 
Wrapper With and about said rods to encase the 
Same, and severing the encased rods into lengths. 

29. In a method of forming cigarette filter wads 
from separate elongated strips of multi-ply crepe 
aper having the corrugations extending in the 

direction of the length of the strips, the successive 
Steps comprising feeding the strips in an endwise 
direction and simultaneously compressing the 
sailine transversely of the direction of feed to form 
the Strips into rods, feeding a Wrapper with and 
about said rods to encase the same, and severing 
the encased rods into lengths. 

3i). In a method of forming cigarette filter wads 
from Separate elongated elements of fibrous ma 
terial, the Steps which comprise feeding a con 
tinuous Wrapper Web in the direction of the 
length thereof, feeding said elements in end to 
end relation on and with said web, deforming said 
elements to the desired cross-section, concurrently 
Wrapping Said Web about said elements to form a 
Continuous rod, and thereafter severing said rod 
into lengths. 

31. In a method of forming cigarette filter wads 
from Separate elongated elements of fibrous ma 
terial, the steps which comprise feeding a con 
tinuous wrapper web in the direction of the length 
thereof, feeding said elements in end to end rela 
tion on and With Said Web, deforming said ele 
ments to the desired cross-section, concurrently 
Wrapping Said Web about Said elements, and apply 
ing adhesive to the web during continued feeding 
thereof to Seal Said web about said elements, 
thereby forming a filter rod. 

32. In apparatus for forming cigarette filter 
Wads, the combination with means for severing a 
Web of fibrous material to form elongated strips 
having the long dimension thereof extending in 
a direction transverse of the web, of conveyor 
means receiving said severed strips and feeding 
the same in succession in the direction of the 
length of the strips, and means engaging the 
strips during the feeding thereof to deform and 
compress the same. 

33. In apparatus for forming cigarette filter 
Wads, the combination with means for severing a 
Web of fibrous material to form elongated strips 
having the long dimension thereof extending in 
a direction transverse of the web, means for ap 
plying lateral pressure to said Strips to deform 
and compress the same into rods, and means for 
Severing said rods into lengths. 

34. In apparatus for forming cigarette filter 
wads, the combination with means for severing a 
continuous Web Of multi-ply crepe paper having 
transverse corrugations So as to form elongated 
strips having lengthwise corrugations, of means 
for feeding said Strips lengthwise in end to end 
relation and simultaneously compressing the same 
laterally of the direction of feed, and means for 
applying a single length of Wrapper to a plurality 
of strips to form a filter rod. 

35. In apparatus for forming cigarette filter 
wads, the combination with means for severing a 
continuous Web of multi-ply crepe paper having 
transverse corrugations So as to form elongated 
strips having lengthwise corrugations, of means 
for feeding said strips lengthwise in end to end re 
lation and simultaneously compressing the same 
laterally of the direction of feed, means for ap 
plying a single length of wrapper to a plurality of 
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strips to form a filter rod, means for severing said 
rod into lengths, and means for isolating severed 
rod lengths containing a uniform supply of filter 
strip material from the remaining rod lengths. 

36. In apparatus for forming cigarette filter 
wads, the combination with means for feeding a 
wrapper web in the direction of the length there 
of, of means for delivering a series of separate 
elongated elements of filter material on said web 
in end to end relation, means engaging said ele 
ments during the movement thereof together with 
the web to deform the elements, means for en 
casing said elements in said web to form a rod, 
and means for severing said rod into lengths. 

37. In apparatus for forming cigarette filter 
Wads, the combination with means for feeding a 
Wrapper web in the direction of the length there 
of, of means for delivering a series of separate 
elongated elements of filter material on said 
Web in end to end relation, means for encasing 
said elements in said web to form a rod, means 
for severing said rod into lengths, and means for 
isolating severed rod lengths unifornly loaded 
with filter material from the remaining lengths. 

38. In a method of forming cigarette filter 
Wads from separate elongated elements of fibrous 
material, the steps which comprise feeding a con 
tinuous wrapper web in the direction of the 
length thereof, moving said elements at substan 
tially the linear speed of the web and in the di 
rection in which the latter is fed and depositing 
the elements on the Web in approximate axial 
alignment, deforming said elements to the desired 
Cross-section, wrapping said web about said ele 
ments to form a continuous rod, and thereafter 
Severing said rod into lengths. 

39. In a method of forming cigarette filter 
Wads from separate elongated strips of compress 
ible material, the successive steps comprising 
feeding the strips in an endwise direction and 
simultaneously deforming the said strips to form 
the strips into rods of the desired cross-section, 
feeding a wrapper with and about said rods to 
encase the same, and Severing the encased rods 
into lengths. 

40. In a method of forming cigarette filter 
Wads from Separate elongated strips of compressi 
ble material which are extensible transversely of 
the length thereof, the successive steps compris 
ing feeding the strips in an endwise direction 
in end to end relation and simultaneously de 
forming the said strips to form the strips into 
rods of the desired cross-section, feeding a con 
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tinuous Wrapper with and about said rods to en 
case the same, and severing the encased rods into 
lengths. 

41. In a method of forming cigarette filter 
Wads from separate elongated strips of multi-ply 
crepe paper having the corrugations extending in 
the direction of the length of the strips, the suc 
Cessive steps comprising feeding the strips in an 
endwise direction and simultaneously deforming 
said strips to form the strips into rods of the de 
Sired cross-section, feeding a Wrapper with and 
about said rods to encase the Same, and Severing 
the encased rods into lengths. 

42. In a method of forming filter wads from 
Separate elongated elements of fibrous material, 
the steps which comprise feeding a continuous 
wrapper web in the direction of the length there 
of, feeding said elements endwise in Succession 
and in substantial alignment with one another 
on and with said Web, deforming Said elements 
to the desired cross-section, concurrently wrap 
ping said web about said elements to form a con 
tinuous rod, and thereafter severing said rod into 
lengths. 

43. In apparatus for forming cigarette filter 
Wads, the combination with means for severing 
a continuous web of multi-ply crepe paper hav 
ing transverse corrugations So as to form elon 
gated strips having lengthwise corrugations, of 
means for feeding said strips lengthwise in suc 
cession and simultaneously deforming said strips 
to the desired cross-sectional shape and size, and 
means for applying a single length of Wrapper 
to a plurality of strips to form a filter rod. 

44. In apparatus for forming cigarette filter 
wads, the combination with means for severing 
a continuous web of multi-ply crepe paper hav 
ing transverse corrugations So as to form elon 
gated strips having lengthwise corrugations, of 
means for feeding said strips endwise in Succes 
sion and simultaneously deforming said strips to 
the desired cross-sectional shape and size, means 
for applying a Single length of Wrapper to a plu 
rality of strips to form a filter rod, means for 
severing said rod into lengths, and means for iso 
lating severed rod lengths containing a uniform 
supply of filter strip material from the remain 
ing rod lengths. 

MOLINS MACHINE 
COMPANY LIMITED, 

Assignee of Walter Everett Molins, Deceased, 
By J. H. FELL, 

Secretary. 
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