
EP 0 454 003 B1 Description The present invention relates to high barrier
heat sealed packages especially for smoking articles, such as cigarettes,
and for other products and to a high barrier heat sealable packaging
material. 5      Popular smoking articles such as cigarettes have a
substantially cylindrical rod shaped structure and In- CLude a charge of
smokable material such as shredded tobacco (e.g., cut filler) surrounded by
a paper wrapper thereby forming a so-called "tobacco rod." It has become
desirable to manufacture cigarettes having cylindrical filter elements
aligned in an end-to-end relationship with the tobacco rod. Typically,
filter elements are man- ufactured from fibrous materials such as cellulose
acetate and plug wrap, and are attached to the tobacco rod 10  using a
circumscribing tipping material. Such cigarettes having filter elements are
referred to as "filter cigar- ettes." Filter cigarettes conventionally have
been sold In packages, each package normally containing twenty (20)
cigarettes. Typical cigarette packages have a generally rectangular
parallelepiped form. One type of popular cigarette package employs a
container having the form of a so-called "hard pack," "crush proof box" or
"hinged 15  lid package." Another type of popular cigarette package employs
a container having the form of the so-called "soft pack." Both types of
cigarette packages are normally packed In cartons also of generally
rectangular par- allelepiped form, typically ten (10) packages to a carton.
The aforementioned types of conventional cigarette packages are designed to
maintain the freshness and moisture content of the cigarettes and to
protect the cigarettes from adverse environmental conditions which 20
could degrade the freshness and quality of the cigarettes. Such
conventional cigarette packages typically com- prise three separate
wrappings: (1) an inner foil liner comprising a metal foil laminated to a
paper substrate or a metallized paper which is wrapped about the cigarettes
and folded, but not sealed, at the ends of the cigar- ettes; (2) a "soft"
or "hard" paper or paperboard package which is usually imprinted with brand
specific Infor- mation; and (3) an exterior clear overwrap of a heat
sealable polymeric film which is heat sealed. 25      A strip of polymeric
material known as a "tear tape" is provided for easy opening of the
polymeric overwrap f Ems. The tear tape is positioned adjacent and parallel
to the top edge of the package. One end of the tear tape normally projects
slightly from the package as a tab. To open the package, the tab is pulled
by the smoker to open the polymeric overwrap. In particular, the projecting
tab of the tear tape is pulled to slit the polymeric overwrap along both
edges of the tear tape and the polymeric overwrap covering the top of the
container Is 30  removed. The top of the package Is then opened, i.e., the
foil inner liner is torn open in the case of the soft pack or the hinged
lid of the hard pack is pivoted open and a portion of the foil inner liner
Is removed to expose the ends of the cigarettes contained therein. The
smoker then grasps the end, usually the filter end, of a ci- garette with
his/her fingers to remove It from the package. Typically, the polymeric
overwrap material comprises an oriented polypropylene (OPP) which may be
(a) 35   a heat seal modified oriented polypropylene, (b) an acrylic heat
seal coated polypropylene, or (c) a coextruded ABA type OPP film wherein
the A layers are fusion heat sealable polypropylene/polyethylene copolymer
and the B layer is an oriented homopolymer of polypropylene. The
composition of the heat seal layers Is selected to optimise the heat
sealing characteristics of the overwrap, Le., the lowest practicable heat
seal temperature and the shortest practicable dwell time. At the same time,
however, the heat seal layer of the overwrap normally 40  provides the
necessary slip or antistick characteristics so that overwrapped cigarette
packages readily slip or slide relative to one another during the
manufacturing process and during dispensing of the cigarette packages, for
example, from a cigarette vending machine. Accordingly, selection of the
heat seal layer composition is es- sentially a trade off between optimum
heat seal characteristics and optimum slip characteristics. Under normal
storage conditions and normal shelf life, the conventional cigarette
package described 45  above is capable of maintaining the freshness and
moisture content of the cigarettes at an acceptable level for a limited
period of time. However, if the cigarette packages are exposed to a longer
than normal shelf life, or if the cigarette packages are stored in
unusually hot and/or dry atmospheric conditions, the conventional package
does not adequately preserve the freshness and moisture content of the
cigarettes. In particular, the foil inner linerof the conventional
cigarette package has a primarily decorative purpose Inasmuch as the paper-
50  backed foil liner is only overlapped at its longitudinal seam and
folded overon the top and bottom of the package without sealing. Thus, the
foil inner liner provides little or no barrier to the passage of oxygen and
moisture between the cigarettes in the pack and the surrounding atmosphere.
While the barrier effectiveness of the conventional heat sealed OPP
overwrap is significantly greater than the conventional foil inner liner,
the con- ventional overwrap does permit loss of moisture and flavor over a
period of weeks so that the consumer can 55  ascertain a change in the
freshness of the product. If an extended shelf life or storage under
adverse temper- ature and humidity conditions is encountered, there can
result a staleness of the tobacco, a moisture loss, and a loss of tobacco
flavor or aroma, including a loss of flavor additives, such as menthol. 



The carton in which the Individual cigarette packages of twenty cigarettes
are packaged (typically ten pack- 2    EP 0 454 003 B1 ages to a carton) Is
a folded paperboard container loosely tacked together with adhesive and
provides sub- stantially no barrier protection. Cigarette cartons intended
for domestic consumption are normally not provided with a carton overwrap,
however, cartons intended for export are further wrapped with a heat sealed
OPP 5   overwrap because the shelf life between manufacture and consumption
of the export product is typically longer than the shelf life for the
domestic product. Various packaging overwraps and inner liners have been
proposed for improving the barrier properties of cigarette packages. For
example, U.S. Patent No.3,948,389 to Molins et al. discloses an air
impervious inner liner for a cigarette package wherein an air impervious
tube is sealed flat with the resulting margin and trian- 10  gulated ends
being folded against the packet Because of the resulting unusual end flap
structure, the pack- ages cannot be sealed by current cigarette package
manufacturing equipment. U.S. Patent No. 4,375,260 to Focke et al.
discloses a laminated foil inner liner which, as in the case of the
aforementioned Molins et al. patent, has an unusual end flap structure and
cannot therefore be made by con- ventional cigarette packaging equipment.
In addition, the Focke et al. Inner liner has an easy opening preper- 15
forated feature which can result in severing of the impervious foil layer
thereby reducing the barrier properties of the inner liner. U.S. Patent No.
4,807,745 to Langley et al. is assigned to the assignee of this invention,
and discloses a barrier heat sealed package for cigarettes. The package
material comprises a relatively thick laminate made of a foil layer to
which two layers of biaxially oriented polypropylene homopolymer are
adhesively bonded on 20  opposite sides and exterior and Interior surface
layers of a heat sealable thermoplastic polymer are applied. This laminate
is disclosed as being useful as an overwrap for a soft or hard pack or as a
sealed inner liner for a soft or hard pack. Although the package overwrap
laminate disclosed by Langley et al. is between about 38.1 [err] to about
63.5 [err] (about 1.5 to about 2.5 mils), it is substantially compatible
with conventional cigarette packaging equipment and has an external
appearance comparable to conventional cigarette packages. 25
US-A-3,606,139 (Figs. 5 and 6) discloses a "soft cigarette packs made from
a single blank which is folded around a set of cigarettes thereby forming
the pack. The blank consists of a laminate of paper and thin alumi- num
foil, which will be next to the cigarettes, which laminate is itself
laminated to an outermost layer of biaxially oriented polypropylene film.
It would be desirable to provide a heat sealable high barrier cigarette
package overwrap or a cigarette car- 30  ton overwrap of a gauge equal to
or less than that of t he conventional OPP overwrap for packages and export
cartons. Such an overwrap desirably would preserve the freshness and
moisture content of the cigarettes con- tained in the package or carton,
thus, minimizing changes which might be detected by the consumer after pas-
sage of the normal period of time between cigarette manufacture and
consumption. In addition, such an over- wrap could increase the normal
shelf life of the cigarettes ormaintain a shelf life equal to or greater
than normal 35  shelf life underthe mostadverse storage conditions.
Advantageously, such a cigarette package or carton would also be compatible
with existing cigarette manufacturing and packaging equipment to the extent
that major modifications of that equipment are not required to maintain
production rates at least equal to present rates of cigarette package and
carton production. In addition, it would be desirable to provide a high
barrier cigarette package that has an external appearance at least
comparable to conventional cigarette packages and also 40  that may be
opened in the same way as a conventional cigarette package. It would also
be desirable to provide a high barrier cigarette package that has slip
characteristics equivalent to or better than conventional cigarette
packages. In order to provide a package comprising an inner wrap containing
a plurality of smoking articles and an overwrap film overwrapping the inner
wrap and comprising a polymeric film with a highly efficient barrier for 45
maintaining the freshness of the smoking articles and for protecting the
same from adverse environmental con- ditions without adversely affecting
the compatibility of the packaging material with existing packaging equip-
ment, In accordance with this Invention the overwrap film has a vacuum
deposited metal layer on one side of said polymeric film. Optimum results
with existing packaging equipment can be achieved when said overwrap film
has a thick- 50  ness of about 6,35[err] (0,25 mils) to about 31,75[err]
(1,25 mils), preferably of less than 20,32[err] (80 gauge), and most
preferably of 12,19 - 15,24[err] (48 - 60 gauge). An inventive package can
be easily sealed when a heat sealable layer is applied to at least one
surface 



of the overwrap film, and In a preferred embodiment a heat sealable layer
is applied to both surfaces of the overwrap film. 55      In order to
provide a high barrier package that has slip characteristics equivalent to
or better than conven- tional cigarette packages, in preferred embodiments
of the inventive package a heat sealable layer is applied In a
predetermined pattern to the outer surface of the overwrap film; most
preferably, said overwrap film has an overlapping heat sealed side seam and
overlapping top and bottom folded and heat sealed end flaps, said pattern
including longitudinal strips along the top and bottom edges of the
overwrap film which cooperate with 3    EP 0 454 003 B1 the sealable layer
on the inner surface of the overwrap film to form the folded and heat
sealed end flaps of the package and a transverse strip extending between
the longitudinal strips along the edges of the overwrap film which
cooperates with the sealable layer on the inner surface of the overwrap
film to form the heat sealed 5   side seam of the package. These
embodiments are most advantageous in case said inner wrap is a hinged lid
container. In preferred embodiments of the inventive package an aromatic
substance is applied to the inner wrap. The inventive design is not only
applicable to a pack of smoking articles but also to cartons containing a
plurality of packs of smoking articles so that in such a case said inner
wrap is a carton containing a plurality 10  of packs of smoking articles.
Best results are achieved with embodiments wherein said polymeric film is a
biaxially oriented polyethylene terephtalate film and said metal layer is
aluminum. The present invention provides a high barrier heat sealed package
for smoking articles, such as cigarettes, cigars, cigarillos and the like,
and a heat sealable barrier packaging material. In the embodiments shown,
the 15  package overwrap is wrapped about a cigarette package or cigarette
carton having a rectangular parallelepiped shape with an overlapping
longitudinal side seam and overlapping top and bottom folded end flaps and
heat sealed in substantially the same locations as a conventional cigarette
package overwrap or an export carton overwrap. Alternatively, an overlapped
seam can be provided on the top or bottom of the package and folded flaps
can be provided and heat sealed on the sides of the package. The package
overwrap of the invention 20  Is also suitable for wrapping cigarette
packages or cartons having shapes other than a rectangular parallele-
piped, including, for example, cylindrical or polyhedral shapes. Although
the barrier packaging material disclosed herein is especially useful in the
packaging of smoking articles, it is also useful in packaging other
articles or products, particularly those that are packaged In rec- tangular
parallelepiped containers. Examples of other products that may be
advantageously packaged accord- 25  ing to the invention are chewing
tobacco and pipe tobacco, the freshness and moisture content of which is
desired to be maintained. The barrier packaging material according to the
invention comprises a base layer of a polymeric film, pre- ferably a
biaxially oriented heat-set polyethylene terephthalate film (PET) having a
thickness of about 6,35[err] to about 31,75[err] (about 0.25 mils to about
1.25 mils) which has been metallized by conventional vacuum de- 30
position techniques with a layer of metal, preferably aluminium, having a
thickness which will provide an optical density of about 1.5 to 3.0. The
polyester film layer may have either a glossy surface finish or a matte
finish so that after metallization with aluminum, the glossy surface film
has a bright, shiny and highly-reflective sur- face and the matte finished
film provides a soft, satin-like, low-reflectance surface. After
metallizing, the PET film is wound onto rolls in preparation for printing.
35      The base layer may also be an oriented polypropylene single layer
or coextruded film having a thickness of about 19,05 [err]to about 31.75
[err](aboutO.75 mils to about 1.25 mils) oran oriented nylon film having a
thickness of about 12.7 [err] to about 25,4 [err] (about 0.50 mils to about
1.0 mils). These materials are characterized by rela- tively high tensile
and tear strengths and, when vacuum metallized with aluminum to the
thickness described above for the PET film, have barrier properties
substantially better than the conventional cigarette package 40  overwrap.
The metallized base layer Is then imprinted with a repeat design and/or
other matter, e.g., brand specific information, directly on either the
metallized or the non-metallized surface of the layer. Preferably, the
metal- lized surface Is protected so as to provide abrasion resistance for
the metal coating. Depending upon the ink formulations used, it may be
necessary to prime coat the surface of the base layerwith an adhesion
promoting 45   material, such as polyethylene amine (PEI). Transparent,
metallic filled and/or opaque printing Inks are pre- ferably applied by
conventional printing techniques, such as the rotogravure orflexographic
processes. Of par- 



ticular advantage is the use of transparent printing Ink which permits the
reflectivity of the metallized surface to be apparent through the printing
ink and thereby provides attractive and differentiating presentations of
both the graphics and the packaging materials. Inks utilizing
polyesterresin systems are preferred for theiradhesion 50  and physical
resistance characteristics, however, ink systems based on nitro-cellulose
or polyamides can also be utilized. After printing, or simultaneously with
the printing of the designs, graphics, etc., a heat seal layer is applied
to the printed and/or unprinted surfaces of the metallized film. In the
preferred embodiment, a clear heat seal is applied in a predetermined
repeat pattern on both surfaces of the metallized PET film, i.e., on the
printed 55  side and on the opposite unprinted side, at locations adjacent
the side edges and along a transverse strip cor- responding respectively to
the top and bottom folded flaps and the longitudinal overlapped seam of the
pack- age overwrap. In certain embodiments of the invention, the heatseal
layer may be applied to the entire surface of one or both sides of the
metallized polymeric film. The heat seal layers are preferably clear (but
may also be translucent or opaque) thermoplastic materials 4    EP 0 454
003 B1 having optimum hot tack characteristics and minimum sealing
temperatures in the range of about [err] to about [err]. Thermoplastic
materials suitable for use as the heat seal layer include condensation
polymers formed from ethylene glycol and terephthalic acid (PET);
copolymers of ethylene and vinyl acetate 5   with vinyl acetate ranges of
4.5% to 28% (EVA); vinyl coatings formed from a free radical additional
reaction of vinyl acetate and various vinyl monomers, acrylate esters,
vinyl chloride, vinylidene chloride, dibutyl and other dialkyl maleates and
other commercially available comonomers; polymers derived from the
polymeriza- tion of a carboxylic acid monomer and ethylene reacted with
sodium, potassium or zinc (ionomer); or a disper- sion of modified
polypropylene in a high boiling aliphatic hydrocarbon. The application
weight of the heat seal 10  polymers can range from 1.63 g/[err] to 9.77
g/[err] (from 1.0 to 6.0 pounds per 3000 square feet) of base layer
(assuming application to one entire surface of the base layer) and provides
heat seal width when pulled on an Instron according to conventional seal
strength testing procedures. The preferred heat sealant is a polyester
thermoplastic applied at a weight of 1.63 g[err] to 4.89 g/[err] (1.0 to
3.0 pounds per 3000 square feet) (assuming application to an entire surface
of the base layer) which provides 15  a seal strength of about 0,54 kg per
cm (3.0 pounds per inch) of seal width over a sealing temperature range of
from about [err] (210F) to about [err]. One important advantage of applying
a heat seal layer to the overwrap film in a registered pattern rather than
as a skin layer completely covering both sides of the over- wrap film Is
that the slip characteristics of the overwrap of the invention will not be
adversely affected by the composition of the heat seal layer, butwill
depend on the slip characteristics of the printed surface of the over- 20
wrap film. After printing and application of the heat seal layeror pattern,
the metallized PET film is cut to width and subsequently wound onto rolls
suitable for use In a machine for forming a cigarette package or carton
over- wrap. The package overwrap material comprising the printed metallized
PET film with the registered heat seal layer pattern applied is used in
conventional cigarette packaging apparatus to overwrap "soft packs" or
"hard 25  packs" of cigarettes with a conventional tear tape. Each printed
overwrap is cut from the roll, wrapped about a soft or hard pack over a
tear tape and heat sealed along its longitudinal seam at the transverse
heat seal strip. The top and bottom end flaps are then folded over and heat
sealed to form an opaque, high barrier ci- garette package which has a
substantially extended shelf life over conventional cigarette packages with
a clear polypropylene overwrap. 30      The package overwrap material of
the invention comprising the printed metallized PET film with a regis-
tered heat seal layer may also be used in conventional cigarette cartoning
apparatus to overwrap conventional paperboard cartons of cigarette
packages. Such a carton overwrap is especially advantageous in the case of
the manufacture of cigarettes for export and is a substantial improvement
over the OPP carton overwrap con- ventionally used for export product. If
the cigarette carton is overwrapped with the metallized PET film of the 35
invention, it is not essential that the individual cigarette packages in
the carton be overwrapped with the same metallized PET film in order to
achieve the extended shelf life provided by the invention. It may be
advantageous from the standpoint of reducing possible littering to seal the
overwrap of the in- vention or portions thereof to the underlying paper
(soft pack) or paperboard (hard pack) cigarette package so that the
overwrap is not readily removable from the underlying package. If the
overwrap is not heat sealed 40  to, but is removable from the underlying
cigarette package, it is preferable that the underlying paper or paper- 



board package be printed with the identical design and matter as the
overwrap so that the package retains cigarette brand identification even
when the overwrap has been removed and discarded. It is a particular
advantage  of the present invention that the polyester film overwrap has
greater tear strength and puncture resistance than the conventional OPP
film overwrap. In addition, the presence of the 45  metallized layer on the
PET film overwrap advantageously provides a package with a metallic luster
or sheen which significantly enhances the appearance and perception of
quality of the packaged product. According to another embodiment of the
invention, the metallized PET film with a heat seal layer applied in a
predetermined pattern is used as an Inner liner Instead of the metal
foil/paper laminate used as an Inner liner in a conventional cigarette
package. In this embodiment, the metallized layer would not ordinarily be
print- 50  ed although it is contemplated, that the side edge of the
metallized PET film that corresponds to the exposed top folded flap of the
innerlinercould be printed, forexample. with a transparent ink orwith other
printed indicia. According to this further embodiment, the outer wrap and
the overwrap may both be conventional, i.e., a print- ed paper outer wrap
and a clear OPP heat sealed overwrap with a tear tape. According to another
feature of the present invention, an aromatic substance or other material
which re- 55  leases an aroma may be incorporated In or applied to one of
the components of the package inside the met- allized PET film overwrap or
in the cigarettes, cigarette filter or even the tobacco. As used herein, an
aromatic substance is defined as any substance having an aroma, fragrance,
scent or the like. The high barrier char- acteristics of the overwrap
advantageously allow the overwrap to retain the aroma orfragrance within
the over- wrap and to release the same when the tear tape is used to
rupture the overwrap. The aromatic substance 5    EP 0 454 003 B1 may be
incorporated in the package in many ways. For example, the natural aroma of
the tobacco may be enhanced by the addition to the tobacco itself of
various aromatic substances, such as menthol oil or various tobacco
extracts. The cigarettes, including the cigarette wrapping paper and the
cigarette filter components, 5   may have an aromatic substance
incorporated therein as a separate element or as a coating or partial
coating applied during manufacture of the cigarettes. Similarly, the inner
foil wrap or the outer label wrap may have an aromatic substance
incorporated therein as a separate element or as a coating or partial
coating applied to the wrap substrates during manufacture of the wrap, or
preferably during the packaging process. Regardless of the manner in which
the aromatic substance is incorporated within the overwrap, it is
advantageously re- 10  tained within the package by the high barrier
overwrap until the tear tape Is used to rupture the overwrap. Upon rupture,
the aroma orfragrance contained within the overwrap is released and
provides a distinctly pleas- ant olfactory sensation to persons In the
vicinity of the opened package. With the foregoing and other advantages and
features of the invention that will become hereinafter ap- parent, the
nature of the invention may be more clearly understood by reference to the
following detailed de- 15  scription of the invention, the appended claims
and to the several views illustrated in the attached drawings. Brief
Description of the Drawings FIG. 1 is a partial cross-sectional view of the
barrier overwrap material of the present invention; 20      FIG. 2 is a
plan view of one side of a portion of a strip of the barrieroverwrap
material showing one preferred pattern of the registered heat seal layer on
said one side; FIG. 3 is a plan view of the other side of the strip of
barrier overwrap material of FIG. 2 showing the pre- ferred heat seal layer
pattern on said other side; FIG. 4 is a perspective view, partly broken, of
a first embodiment of a high barrier cigarette package ac- 25      cording
to the present invention; FIG. 5 Is a perspective view, partly broken, of a
second embodiment of a high barrier cigarette package according to the
present invention; and FIG. 6 is a perspective view, partly broken, of a
high barrier cigarette carton according to the present in- vention. 30
Detailed Description of Preferred Embodiments Referring now to the
drawings, FIG. I illustrates a partial cross-section of the barrier
material used to form the overwrap of a cigarette package according to the
invention which is designated by reference numeral 10. 35  The overwrap 10
comprises a polyester film substrate layer 12, preferably a biaxially
oriented, heat stabilized polyethylene terephthalate (PET) single layer or
multilayer film having a thickness ranging from about 6,35 [err] (0.25
mils) to about 31.75[err] (1.25 mils) and preferably 12.2 [err] or 15.24
[err] (0.48 or 0.60 mils). The polyester film 



layer 12 may have a glossy or a matte finish as is conventional in the art
A metal layer 14 is disposed on one surface of the layer 12 and Is applied
thereto by a conventional vacuum 40  deposition process preferably to an
optical density of about 1.5 to about 3.0. The vacuum deposition technique
can be used to coat or metallize a film with a variety of metals such as
zinc, nickel, silver, copper, gold, indium, tin, stainless steel, chromium,
titanium or aluminum. An aluminum coating is preferred according to the
present invention. PET films suitable for use in the present invention are
commercially available from a number of sources, 45  such as ICI Americas
Inc., Film Drive, Wilmington, Delaware 19897, American Hoechst Corporation,
Greer, South Carolina 29652, BCF-Bemis Converter Films, Oshkosh, Wisconsin
54903, E.I. DuPont de Nemours & Company, 1007 Market Street, Wilmington,
Delaware 19898, and Sumitomo Corporation of America, 611 S. Myrtle Avenue,
Clearwater, Florida 34616. Vacuum metallization of the films useful in the
invention can be per- formed by a number of companies, such as Camvac
Intl., Inc., Morristown, Tennessee 37814, Vacumet Cor- 50  poration, 20
Edison Drive, Wayne, New Jersey 07470. The films may be metallized with a
shiny, highly reflec- tive surface or with a satin-like, low-reflectance
surface depending on whether the polyester film substrate had a glossy or a
matte finish prior to metallizing. Films with both types of surfaces are
useful in making pack- ages according to the present invention. The
metallized PET film is imprinted on either surface thereof with a printing
layer 16 which may include 55   both transparent and opaque inks applied to
the film with conventional rotogravure or flexographic printing techniques.
Suitable inks include those made by Converters Ink Company, 1301 S. Park
Avenue, Linden, New Jersey 07036 under the designations Versaflex,
Tem-Pro-Flex and Polestrin. When aluminum metallized PET film is used as an
overwrap in the packaging of cigarettes according to the invention, it is
advantageous to leave selected areas of the film unprinted so that such
areas retain an aluminum foil-like appearance common 6    EP 0 454 003 B1
in many cigarette packages. Such areas may include the top and bottom
folded flaps of the overwrap. In this way, the cigarette package of the
Invention has an appearance comparable to conventional cigarette packages.
Layers 18 and 19 are fusion heat sealable layers composed of a
thermoplastic polymer having a minimum 5   sealing temperature in the range
of [err] to [err] (275F). Fusion heat sealable layer" Is defined as a layer
that forms a fusion heat seal to itself upon the application of heat above
the minimum sealing temper- ature and upon the application of pressure of a
given amount for a given dwell time as is well known and un- derstood by
those skilled in the art. Layers 18 and 19 have coating application weight
range from about 1.63 g/[err] to about 9.77 g/[err] (about 1.0 to about 6.0
pounds per 3000 square feet), preferably between about 1.0 10 and 3.0
pounds per 3000 square feet, and may be composed of any fusion heat
sealable material known to those skilled in the art, such as ethylvinyl
acetate copolymers, vinyls, lonomers, or modified polypropylenes and
preferably polyesters. The layers 18 and 19 are applied to one or both
sides of the barrier film in a pre- determined pattern and In registry with
the printed layer 16. FIGS. 2 and 3 illustrate the opposite sides of a
portion of a web 20 of the printed metallized PET film 10 15  of FIG. 1.
FIG. 2 shows the top surface 22 or the outer, printed side of the web 20
and FIG. 3 shows the bottom surface 23 which is the PETfilm side of the web
directly opposite the side shown in FIG. 2. The material web of FIGS. 2 and
3 is supplied to the cigarette packaging apparatus from a roll of material
having a width W in the same way that conventional OPP overwrap film Is
supplied to the cigarette packaging apparatus. Referring now to FIG. 2, the
top aluminum metallized surface 22 of web 20 may be printed over its entire
20  surface or only a portion thereof, for example, with a yellow
transparent Ink. When printed with yellow trans- parent ink, the printed
surface 22 will be a golden color having either a shiny or a satin-like
appearance de- pending on whether the underlying PET f ilm has a glossy
finish or a matte finish. Other colors of transparent printing inks may be
printed on the aluminum metallized surface 22 to yield a variety of glossy
or satin-like metallic finishes on the barrier material. For example, four
areas 24,26,28,30 on the surface 22 correspond 25  to the respective sides,
front and back walls of the rectangular parallelepiped cigarette package
and may be imprinted with transparent or opaque inks with appropriate
designs 32, printed matter 34 or other information. The bottom surface 23
of the web 20 as shown in FIG. 3 is the interior surface of the barrier
overwrap and is preferably not printed. After imprinting of the layer 16
onto the surface of aluminum metallized layer 14, the fusion heat sealable
30  layers 18,19 are applied in predetermined patterns in registry with the
printed surface 16 by a conventional printing process, e.g., a rotogravure
roller. For sealing the longitudinal side seam of the package overwrap, 



transverse strips 36,38 of the fusion heat sealable layers 18,19 are
applied to the top and bottom surfaces 22,23, respectively, of the web 20.
When an appropriate length L of the web 20 is cut to form an overwrap for
an individual cigarette package, the strips 36,38 are positioned to overlie
one another for heat sealing. Simi- 35  larly, the edge patterns 40,42 of
the heat sealable layer 18 on the surface 22 and the edge patterns 44,46 of
the heatsealable layer 19 on the surface 23 are optimumly arranged for heat
sealing the top and bottom folded flaps of the overwrap. The region of the
top or outer surface 22 of the overwrap between the heat seal edge patterns
40,42 are advantageously not coated with a heat sealable layer so as to
retain the slip characteristics of the printed metallized layer of the
overwrap. Although the bottom or inner surface 23 of the overwrap is 40
provided with the heat sealable layer 19 in a predetermined pattern, the
heat sealable layer could be applied to the entire bottom or Inner surface
23 of the overwrap web 20 since the slip characteristics of that surface
are not critical. Referring to FIG. 4, a first embodiment of the cigarette
package according to the invention is designated generally by reference
numeral 50. Package 50 is a "soft pack" and comprises a soft container 52
which typ- 45 ically contains twenty cigarettes 64 arranged in a 7-6-7
matrix within the container. The container 52 typically includes an inner
wrap 54 and an outer printed or label wrap 56. A preferred inner wrap 54 is
a metal foil/paper laminate, such as aluminum foil adhesively bonded to
12.7 kg (28 pound) bond paper. The outer label wrap 56 is preferably a
paper material, such as clay coated 20 kg (44 pound) litho sheet and
Includes printed Indicia (e.g., designs, graphics, brand specific
information, etc.) positioned to be located on a specific wall surface of
50  the package and corresponding with the printed indicia on the overwrap
material. The package 50 shown In FIG. 4 has a front wall 58, a top wall 60
and a side wall 62. Not shown in FIG. 4 are the back wall opposite front
wall 58, the bottom wall opposite top wall 60, and the side wall opposite
side wall 62. An example of a soft container for cigarettes is disclosed in
U.S. Patent No. 3,695,422, the disclosure of which is incorporated herein
by reference. 55      The Inner wrap laminate 54 is folded into a six-sided
rectangular parallelepiped to contain the cigarettes 64 in such a way that
the paper side of the laminate Is on the inner side of the container
confronting the ci- garettes 64. The outer label wrap 56 is folded so as to
cover the front, back, bottom, and two side walls of the inner wrap leaving
the top folded wall 66 of the Inner wrap 54 uncovered by the outer wrap 56.
Typically, an adhesive is applied to the outer label wrap 56 at the bottom
and at the longitudinal side seam (not shown) to 7    EP 0 454 003 B1 hold
the wrap in place. The inner wrap 54, the outer label wrap 56 or the
cigarettes 64 may be provided as described above with an aromatic
substance. The soft container 52 is provided with a high barrier overwrap
68 cut from the web 20 shown in FIGS. 2 5   and 3. The overwrap 68 is
wrapped about the front, back, and side walls of soft container 52 and heat
sealed along longitudinal side seam 70 where fusion heat sealable strips
36,38 (FIGS. 2 and 3) overlie one another. The top and bottom flaps of the
overwrap are folded over in the same way as a conventional OPP overwrap and
are heat sealed together along overlapping top flap or seam 71 and the
corresponding flap/seam (not shown) on the bottom of the package. 10     A
tear tape 72 for slitting the overwrap 68 is interposed between the outer
label wrap 56 and the overwrap 68 of the package so as to circumscribe the
soft container 52. Afree end 74 of the tear tape 72 protrudes from beneath
the overwrap 68 at the heat sealed longitudinal seam 70 and functions as a
tab for the smoker to grasp and tear away the heat sealed top of the
overwrap 68. If an aromatic substance has been applied to any of the
internal components of the package as described above, the aroma will be
emitted from the now- 15  opened package to enhance the user's perception
of the product. It will be appreciated that to form a substantially
impervious high barrier seal, the top and bottom folded end flaps or seams
and the longitudinal side seam include heat seals between the heat seal
layers 18 and 19, as well as heat seals between a portion of heat seal
layer 18 to another portion of heat seal layer 18 and heat seals between a
portion of heat seal layer 19 and another portion of heat seal layer 19.
The manner in 20  which the heat seal layers 18,19 of the overwrap 68 are
sealed together corresponds generally to that descri- bed in U.S. Patent
No. 4,807,745 which is incorporated herein by reference. Heat sealing is
preferably performed in the conventional manner by application of heat to
the fully folded overwrap at the top and bottom of the package. The thinner
gauge of the metallized PET overwrap (48 to 60 gauge) compared to the
conventional OPP overwrap (80 gauge), the greater heat conductivity of the
metallized 25  PET overwrap resulting from the metal layer 14 (FIG. 1). and
the higher melting and thermal distortion tem- 



perature of the polyesterfilm, provides greater flexibility in the
selection of the heat sealing temperature, seal- ing pressure and dwell
time, permitting production of high quality packages athigh packaging
speeds (in excess of 400 packages per minute). The overwrap 68 of the
package 50 of the present invention is designed to be used in conventional
soft 30  pack overwrapping apparatus, such as a Model No. 716 from Scandia
Packing Machinery, Clifton, New Jersey or a Model 4350 Packager
manufactured by G.D. Societe perAzioni, Bologna, Italy. Such apparatus is
capable of providing the container 52 with the circumscribing heat sealed
overwrap 68 and a tear tape 72 as will be apparent to the skilled artisan.
Referring again to FIG. 4, cigarette package 50 is preferably constructed
so that the outer label wrap 56 35  and the overwrap 68 are aligned to
provide substantial registration of the printed matter on the surfaces of
the outer label wrap 56 and the overwrap 68 as shown, for example, in FIG.
4 by the printed matter 76 on the overwrap 68 and the printed matter 78 on
the outer label wrap 56. Thus, when all or a portion of the overwrap 68 is
removed from the underlying container 52, the location of the printing
which appears on the outer label wrap substantially matches the location of
the printing on the overwrap. 40      Now referring to FIG. 5, another
embodiment of the cigarette package according to the invention is des-
ignated generally by reference numeral 80. Package 80 Is a "hard pack" or
"crush proof box" and comprises a hinged lid container 82 which is
typically manufactured from a reslient paperboard material. An example of a
preferred paperboard is a low density, solid bleached sulfate paperboard
having a thickness of about 0,3 mm (0.012 inch). Examples of suitable
hinged lid containers are described in U.S. Patent Nos. 3,874,581; 45
3,858,788; 3,944,066; and 4,852,734, among others. The container 82
includes a body portion 84 having a front wall 86 and a side wall 88. The
body portion 84 also has a bottom wall, a side wall opposite side wall 88
and a rear wall opposite front wall 86 which are not shown in FIG. 5. The
container 82 also include a lid portion 90 integrally hinged to the rear
wall of the body portion 84. The lid portion 90 has a front wall 92, side
wall 94, and top wall 96 shown in FIG. 5 and a side wall 50  and rear wall
not shown, but located opposite the side wall 94 and front wall 92,
respectively. The container 82 typically contains twenty cigarettes 98
arranged in a 7-6-7 matrix within the container. Normally, the cigarettes
98 are disposed in a metal foil/paper laminate inner liner (not shown) with
a corre- sponding metal foil/paper laminate pull tab 100 positioned over
the upper ends of the cigarettes beneath the top wall 96 of the hinged lid
90. When the lid portion 90 of the container 82 is pivoted open and the
pull tab 55   100 is removed, the upper ends of the cigarettes 98 are
exposed to view. The package 80 may also have iin- corporated therein an
aromatic substance as described above. The hinged lid container 82 is
provided with a high barrier overwrap 102 cut from the web 20 shown In
FIGS. 2 and 3. The overwrap 102 is wrapped about the front, rear, and side
walls of the body and lid portions 84, 90 of the container 82 and heat
sealed along longitudinal side seam 104 where fusion heat sealable strips 8
EP 0 454 003 B1 36, 38 (FIGS. 2 and 3) overlie one another. The top and
bottom flaps of the overwrap 102 are folded over in the same way as a
conventional OPP overwrap and are heat sealed together along overlapping
top flap or seam 106 and bottom flap/seam (not shown). 5      A tear tape
108 for slitting the ovarwrap 102 is interposed between the body portion 84
and the overwrap 102 of the package so as to circumscribe the container at
a point just below the lower edge 110 of the front wall 92 of the lid
portion 90. A free end 112 of the tear tape 108 protrudes from beneath the
overwrap 102 at the heatsealed longitudinal seam 104 and functions as a tab
for the smokerto grasp and tear away that portion of the overwrap covering
the lid portion 90 of the container 82. 10     Heat sealing of the package
80 of FIG. 5 is accomplished In a manner similar to that described above In
connection with the package 50 of FIG. 4. The overwrap 102 of the package
80 of the present invention is designed to be used in conventional hard
pack overwrapping apparatus, such as the Model No. 716 Scandia apparatus or
the Model 4350 G.D. appa- ratus. Such apparatus is capable of providing the
container 80 with the circumscribing heat sealed overwrap 15  102 and a
tear tape 108 as will be apparent to the skilled artisan. In the same
manner that the package 50 of FIG. 4 is designed, cigarette package 80 is
designed so that the printed matter 114 on the container 82 and the printed
matter 116 on the overwrap 102 are aligned with each other. FIG. 6
illustrates an embodiment of an overwrapped carton of cigarette packages
according to the inven- 



20 tion which is designated generally by reference numeral 200. Overwrapped
carton 200 comprises a rectangular parallelepiped carton 202 having front
and rear walls, two side walls and two ends and preferably is manufac-
tured from a paperboard material. A plurality of cigarette packages 204 are
packed in carton 202. In the em- bodiment shown, carton 202 contains ten
individual packages of cigarettes packed in two rows of five each although
it should be understood that other carton sizes and packing arrangements
with a greater or lesser 25  number of packages are also contemplated by
the Invention. One side wall 206 of the carton 202 comprises a
double-walled folded flap which may be loosely tacked together with an
adhesive in a conventional manner. The carton 202 is provided with a high
barrier overwrap 208 made from a web of material similar to that shown in
FIGS. 1-3. The overwrap 208 is wrapped about the front rear and side walls
of the carton 202 and heat sealed along a longitudinal seam 210. The open
ends of the carton overwrap 208 are folded over the 30  ends of the carton
202 in the same way as a conventional OPP package overwrap and are then
heat sealed together along overlapping top flap or seam 212 and bottom
flap/seam (not shown). The overwrap 208 may be provided with a design 213
or other printed indicia. As in the previously described embodiments, the
printed matter 213 may be in registry with printed matter (not shown) on
the carton 208. A tear tape 214 for slitting the overwrap 208 is interposed
between the carton 202 and the overwrap 208 35  so as to circumscribe the
carton walls adjacent the top end of the carton. A free end 216 of the tear
tape 214 protrudes from beneath the overwrap 208 at the heat sealed
longitudinal seam 210 and functions as a tab for the consumer to grasp and
tear away the top end flap 212 and expose the end of the carton. Heat
sealing of the carton overwrap 208 of FIG. 6 is accomplished in a manner
similar to that described above in connection with the package 50 of FIG.
4. The overwrapped carton 200 may also have an aromatic 40  substance
incorporated therein as described above in connection with the embodiments
of FIGS. 4 and 5. EXAMPLE Barrier overwrap materials were prepared
according to the following procedure: 45     Polyester single layer and
coextruded multilayer polyester oriented (PET) films having high gloss, low
haze, and good handling properties in 48 and 60 gauge thicknesses were
obtained from ICI Americas Inc. The films are sold under the designations
Melinex 800, Melinex 850 and Melinex 851. The PET films were vacuum
metallized with aluminum according to conventional processes by Camvac
Intl. Inc. and Vacumet Corporation to optical densities of 2.0. The films
were then printed on both the metallized and unmetallized surfaces by 50
conventional rotogravure printing techniques using the following
rotogravure printing inks: Versaflex GP-4252 and GP-4253; Tem-Pro-Flex
CP-116997, CP-116974, CP-116971, CP-116998, CP-116973, and CP-116512 each
with extender CP-116484; and Polestrin CP-116981 with extender V-91511 all
manufactured by Conver- ters Ink Company. A heat seal layer consisting of a
modified polyester, Designation Number 9762-001, available from the Val- 55
spar Corporation, 2000 Westhall Street, Pittsburgh, Pennsylvania 15233 was
applied to the printed metallized PET film also by conventional rotogravure
techniques with a cylinder etched to deliver an application weight of 0,454
kg/ream (1.0 lbs/ream). The modified polyester coating is highly
transparent and has a coefficient of friction of between 0.15 and 0.30. The
heat seal coating was tested by application in three different ways and
used to overwrap soft pack cigarette packages in conventional overwrapping
apparatus made by G.D. Societa 9    EP 0 454 003 B1 per Azioni and Scandia.
In the first test, the heat seal layer was applied as an overall coating to
the entire Inner unmetallized surface of the package overwrap. The printed
design was register-applied to the outer metallized surface of the overwrap
with a subsequently register-applied heat seal layer in the regions
identified by ref- 5   erence numerals 36, 40, 42 on FIG. 2 where an
out-to-out or an in-to-out seal would be required during the flap folding
and sealing process. In the second test, the heat seal layer was applied as
an overall coating on the metallized surface of a coextruded multilayer PET
film (ICI Melinex 850 and 851) which was used as the Inside surface of the
package overwrap. The printed design was applied to the unmetallized side
of the over- wrap film. During the heat seal process, the multilayer PET
film overwrap was folded and its outer surface 10  was sealed to itself or
to the inner heat seal layer. In the third test, the heat seal layer was
register-applied to the inner layer in the regions identified by reference
numerals 38, 44, 46 on FIG. 3. The outer surface was register printed with
the heat seal layer applied in the regions identified by reference numerals
36, 40, 42 on FIG. 2 where an out-to-out or in-to-out seal would be
required during the folding and sealing process. Each of the three test
films were slit into widths appropriate for the cigarette package
overwrapping ma- 15  chinery and wound onto rolls for use in overwrapping
conventional soft packs. The overwrap equipmentutiized 



is capable of overwrapping cigarette packages with conventional OPP
overwrap at rates up to 500 packages per minute. A rate of 470 packages per
minute was experimentally achieved with the three test overwraps on the GD
overwrapping apparatus. Comparative moisture and oxygen barrier tests on
the metallized PET over- wrap film of the invention compared with a
conventional 80 gauge OPP overwrap gave the following results: 20 TABLE 1
Moisture Transmission    oxygen Transmission 25                     [err] 2
2 [err] 30     12.2[err](48 ga). metallized PET                0.038
0.1 20.3[err](80 ga.) OPP                                        0.516
113.0 35 A standard shelf life study was conducted to determine the
moisture loss (or gain) over time of the tobacco of cigarettes packaged in
three types of packages, namely, unwrapped standard cartons, standard
cartons overwrapped with 20.3 [err] (80 gauge) OPP and standard cartons
overwrapped with metallized PET (MPET) 40  according to this invention. All
standard cartons contained cigarette packages overwrapped with 20.3 p (80.
gauge) OPP. Sample cartons for the shelf life study were selected from a
plurality of standard cartons manu- factured at the same time to insure
that all sample cartons had the same initial moisture content. Some of the
sample cartons were overwrappad with 20.3 [err] (80 gauge) OPP, some were
overwrapped with MPET and some were not overwrapped (i.e., unwrapped). To
establish the Initial moisture content of the cigarette tobacco pack- 45
aged in the sample cartons, tobacco from one of the sample cartons was
removed from the cigarettes in that carton and the actual moisture content
of the tobacco as a percentage of total tobacco weight was determined
according to standard procedure. That value of actual moisture content
represented the initial moisture content of the tobacco in all sample
cartons. The sample cartons were weighed to determine the Initial weightfor
each carton at the Initial moisture content. The cartons were then divided
into three groups, each group including 50  cartons of each type, i.e.,
unwrapped, 20.3 [err] (80 ga.) OPP overwrap and MPET overwrap. Each group
of the three carton types was placed in one of three different controlled
environments of a given temperature (T) and relative humidity (RH).
Periodically, the cartons of each group were weighed and, based on the
initial moisture content and the difference in weight from the initial
weight of each sample carton, the moisture content of the tobacco In each
carton was calculated. The average moisture content of the sample cartons
of each type after 55  seven (7) weeks is presented in Table 2 below. 10
EP 0 454 003 B1 TABLE 2 T'C/RH%   INITIAL MOISTURE *(ToF/RH %)    CONTENT %
MOISTURE CONTENT % AT 7 WEEKS 5 Std Carton       Std Carton       Std
Carton Unwrapped      [err] 36.7/20(98/20)   12.3     7.4              9.9
11.9 24.4/34(76/34)   12.3    11.0             11.8              12.2 31.
1/80[88/8O)   12.3   14.2             12.9              12.3 10 While the
barrier packaging material of the present invention has been illustrated
and described herein as an overwrap for packages and cartons of smoking
articles, It is also possible to use the packaging material of the
invention as an inner liner or inner wrap in lieu of the conventional metal
foil/paper laminate. When used as an inner wrap, the packaging material of
the invention need not be printed and may have a heat seal layer 15
applied to one or both entire sides thereof. The outer label wrap may be a
conventional soft or hard pack con- tainer and the overwrap may be a
conventional optically clear OPP heat sealable overwrap with a tear tape.
Referring to FIG. 4, this alternate embodiment includes: (1) an inner liner
54 comprising a metallized PET film, printed or unprinted, with a heat seal
layer or layers for heat sealing the folded top wall or flap 66 and the
bottom wall or flap (not shown); (2) an outer label 56 of paper with
printed indicia; and (3) an overwrap 68 of 



2o  an optically clear polymeric material, such as heat sealable OPP. A
tear tape similar to the tear tape 72 is ar- ranged on the inner liner 54
for slitting the metallized PET film of the inner liner of this alternate
embodiment. In this alternate embodiment, since the barrier properties are
provided by the heat sealed inner liner, the heat seal characteristics of
the overwrap are not as critical as in a conventional cigarette package.
Accordingly, the slip characteristics of the overwrap may. be substantially
improved with no sacrifice of barrier properties 25  of the overall
package. The packaging material of the invention could also be used as the
outer label wrap printed with appropriate indicia and with heat seal layers
on one or both sides thereof. The inner wrap may be a conventional metal
foil/paper laminate and the overwrap may be a conventional optically clear
OPP heat sealable overwrap with a tear tape. It is also possible to use
only the metallized PET packaging material to package the smoking articles
30  so long as the package or its contents provides sufficient support for
forming the heat seals along the seams/flaps of the package. Although
certain presently preferred embodiments of the invention have been
specifically ilustrated and described herein, it will be appreciated by
those skilled in the art to which the invention pertains that many
modifications and variations of the present invention are possible in light
of the above teachings without de- 35  parting from the scope of the
claims. Accordingly, it is intended that the invention be limited only to
the extent required by the appended claims. Claims 40 1. A package (50; 80;
200) comprising an Inner wrap (54; 82; 202) containing a plurality of
smoking articles (64; 98), and an overwrap film (68; 102; 208) overwrapping
the inner wrap and comprising a polymeric film (12) characterized in that
said overwrap film (68; 102; 208) has a vacuum deposited metal layer (14)
on one 45      side of said polymeric film (12). 2. The package of claim 1,
wherein said overwrap film (68; 102; 208) has a thickness of about
6.35[err] (0.25 mils) to about 31,75[err] (1,25 mils). 50  3.  The package
of claim 2, wherein said overwrap film (68; 102; 208) has a thickness of
less than 20,32[err] (80 gauge). 4.  The package of claim 3, wherein said
overwrap film (68; 102; 208) has a thickness of 12.19 - 15,24[err] (48 - 60
gauge). 5. The package of one or several of claims 1 to 4. wherein a heat
sealable layer (18, 19) is applied to at least one surface of the overwrap
film (68; 102; 208). 6.  The package of claim 5 wherein a heat sealable
layer (18, 19) is applied to both surfaces of the overwrap    EP 0 454 003
B1 TABLE 2 T'C/RH%  INITIAL MOISTURE [err]    CONTENT %  MOISTURE CONTENT %
AT 7 WEEKS Std Carton       Std Carton       Std Carton Unwrapped
[err] 36.7/20(98/20)   12.3     7.4               9.9             11.9
24.4/34[76/34)   12.3   11.0              11.8             12.2
31.1/80(88/80)   12.3    14.2              12.9             12.3 10 While
the barrier packaging material of the present invention has been
illustrated and described herein as an overwrap for packages and cartons of
smoking articles, it is also possible to use the packaging material of the
invention as an inner liner or inner wrap in lieu of the conventional metal
foil/paper laminate. When used as an inner wrap, the packaging material of
the invention need not be printed and may have a heat seal layer 15
applied to one or both entire sides thereof. The outer label wrap may be a
conventional soft or hard pack con- tainer and the overwrap may be a
conventional optically clear OPP heat sealable overwrap with a tear tape.
Referring to FIG. 4, this alternate embodiment includes: (1) an inner liner
54 comprising a metallized PET film, printed or unprinted, with a heat seal
layer or layers for heat sealing the folded top wall or flap 66 and the
bottom wall or flap (not shown); (2) an outer label 56 of paper with
printed indicia; and (3) an overwrap 68 of 20  an optically clear polymeric
material, such as heat sealable OPP A tear tape similar to the tear tape 72
is ar- ranged on the Inner liner 54 for slitting the metallized PET film of
the inner liner of this alternate embodiment. 



In this alternate embodiment, since the barrier properties are provided by
the heat sealed inner liner, the heat seal characteristics of the overwrap
are not as critical as in a conventional cigarette package. Accordingly,
the slip characteristics of the overwrap may be substantially improved with
no sacrifice of barrier properties 25  of the overall package. The
packaging material of the invention could also be used as the outer label
wrap printed with appropriate indicia and with heat seal layers on one or
both sides thereof. The inner wrap may be a conventional metal foil/paper
laminate and the overwrap may be a conventional optically clear OPP heat
sealable overwrap with a tear tape. It is also possible to use only the
metallized PET packaging material to package the smoking articles 30  so
long as the package or its contents provides sufficient support for forming
the heat seals along the seams/flaps of the package. Although certain
presently preferred embodiments of the invention have been specifically
illustrated and described herein, it will be appreciated by those skilled
in the art to which the invention pertains that many modifications and
variations of the present invention are possible in light of the above
teachings without de- 35  parting from the scope of the claims.
Accordingly, it is intended that the invention be limited only to the
extent required by the appended claims. Claims 40 1.  A package (50; 80;
200) comprising an inner wrap (54; 82; 202) containing a plurality of
smoking articles (64; 98), and an overwrap film (68; 102; 208) overwrapping
the inner wrap and comprising a polymeric film (12), characterized in that
said overwrap film (68; 102; 208) has a vacuum deposited metal layer (14)
on one 45      side of said polymeric film (12). 2.  The package of claim
1, wherein said overwrap film (68; 102; 208) has a thickness of about
6.35[err] (0,25 mils) to about 31,75[err] (1,25 mils). 50  3.  The package
of claim 2, wherein said overwrap film (68; 102; 208) has a thickness of
less than 20,32[err] (80 gauge). 4.  The package of claim 3, wherein said
overwrap film (68; 102; 208) has a thickness of 12,19 - 15,24[err](48 - 60
gauge). 5.  The package of one or several of claims 1 to 4, wherein a heat
sealable layer (18, 19) is applied to at least one surface of the overwrap
film (68; 102; 208). 6.  The package of claim 5, wherein a heat sealable
layer (18, 19) is applied to both surfaces of the overwrap 11    EP 0 454
003 B1 film (68; 102; 208). 7. The package of claim 6, wherein a heat
sealable layer (18, 19) is applied in a predetermined pattern (36, 5
40, 42) to the outer surface of the overwrap film (68). 8.  The package of
one or several of claims 1 to 7, wherein said inner wrap is a hinged lid
container (54; 82; 202). 9. The package of claim 7, wherein said overwrap
film (68; 102) has an overlapping heat sealed side seam 10     (70) and
overlapping top (71; 106) and bottom folded and heat sealed end flaps, said
pattern (36, 40, 42) including longitudinal strips (40,42) along the top
and bottom edges of the overwrap film (68; 102) which cooperate with the
sealable layer (38,44,46) on the inner surface of the overwrap film to form
the folded and heat sealed end flaps (71; 106) of the package and a
transverse strip (36) extending between the 15     longitudinal strips
(40,42) along the edges of the overwrap film (68; 102) which cooperates
with the seal- able layer (38, 44, 46) on the inner surface of the overwrap
film (68; 102) to form the heat sealed side seam (70) of the package. 10.
The package of one or several of claims 1 to 9, wherein an aromatic
substance is applied to the inner wrap (54; 82; 202). 20 11. The package of
one or several of claims 1 to 10, wherein said inner wrap is a carton (202)
containing a plurality of packs (50; 80) of smoking articles (64; 98). 12.
The package of one or several of claims 1 to 11, wherein said polymeric
filrn (12) is a biaxially oriented 25      polyethylene terephtalate film
and said metal layer 14) is aluminum. Patentansprfiche 



30  1. Packung (50; 80; 200), welche elne mehrere Rauchartikel (64; 98)
enthaltende Innere HOlle (54; 82; 202) und elnen letztere umhiillenden
Oberumhflllungsfilm (68; 102; 208) besitzt der elnen Polymerflm (12)
aufwelst, dadurch gekennzeichnet, dall der Oberumhiillungsfilm (68; 102;
208) auf einer Selte des Poly- merfilms (12) elne im Vakuum
niedergeschlagene Metallschicht (14) besitzt. 35  2. Packung nach Anspruch
1, bel der der OberumhOllungsfilm (68; 102; 208) eine Dicke von ungefahr
6,35 pim (0,25 m~ls) bis ungefahr 31,75 pm (1,25 mils) besitzt. 3. Packung
nach Anspruch 2, bel der der Oberumhullungsfilm (68; 102; 208) sine Dicke
von weniger als 20,32 inm (80 gauge) besitzt. 4. Packung nach Anspruch 3,
bel der der Oberumhullungsfilm (68; 102; 208) eine Dicke von 12,19 bis
15,24 prm (48 bis 60 gauge) aufwelst. 5. Packung nach einem oder mehreren
der Anspruche I bis 4, bei der eine heilslegelbare Schicht (18,19) auf
wenigstens sine Oberflache des Oberumhillungsfilms (68; 102; 208)
aufgebracht ist. 6. Packung nach Anspruch 5, bei der eine helfsiegelbare
Schicht (18,19) auf beide Oberflfichen des Ober- umhrillungsfflms (68; 102;
208) aufgebracht ist. 7. Packung nach Anspruch 6, bel der eine
heipslegelbare Schkcht (18, 19) In elnem vorgegebenen Muster co      (36,
40, 42) auf die luBere Oberfische des Oberumhullungsfilms (68) aufgebracht
ist. 8. Packung nach einem oder mehreren der Anspruche I bis 7, bei der die
Innere Hulle ein Schwenkklap- penbeh3lter (54; 82; 202) Ist. 55  9. Packung
nach Anspruch 7, bei der der Oberumhullungsfilm (68; 102) elnen
Oberlappenden, heiggesie- gelten Seitensaum (70) und Oberlappende,
gefaltete und helgesiegelte obere und untere Endlaschen (71; 106) besltzt
und das Muster (36,40,42) langs der oberen und unteren Kanten des
Oberumhollungs- films (68; 102) i.angsstreifen (40, 42), die mit der
siegelfahigen Schicht (38, 44, 46) auf der Innenseite des
Oberumhflllungsf'llms zusammenwirken, um die gefalteten und heiggeslegelten
Endlaschen (71; 106) 12 I I!IIII11 11111 111 1 11111 1S11    EP 0 454 003
B1 der Packung zu bilden, sowie eonen Querstreifen (36) aufweist, der sich
zwischen den Langsstreifen (40, 42) langs der Kanten des
OberumhflilungsfUlms (68; 102) erstreckt und mit der siegelfahigen Schicht
(38, 44, 48) auf der Innenseite des Oberumhdllungsfilms zusammenwirkt, um
den heif gesiegelten Seften- 5       saum (70) der Packung zu bilden. 10.
Packung nach einem oder mehreren der Anspruche 1 bls 9. be! der die innere
HMile (54; 82; 202) mit einer aromatischen Substanz versehen ist 10  11.
Packung nach einem oder mehreren der AnsprOche I bils 10, bel der die
innere Holle ein Karton (202) Ist der mehrere Packungen (50; 80) mit
Rauchartikeln (64; 98) enthalt. 12. Packung nach einem oder mehreren
derAnsprfiche I bis 11, be! der der Polymerfilm (12) ein biaxial ord-
entierter Polyathylenterephthalatfllm und die Metallschicht (14) eIne
Aluminiumschicht Ist. Revendications 1.  Emballage (50; 80; 200) comprenant
une enveloppe interne (54; 82; 202) contenantune pluralit6 d'artides 20
A fumer (64; 98) et un film d'enveloppe externe (68; 102; 208) entourant
l1enveloppe interne et comprenant une pellicule polymere (12), caracterise
en ce que la pellicule d'enveloppe externe (68; 102; 208) a une couche
metallique deposee sous-vide (14) sur un cote de la pellicule polymere
(12). 2.  Emballage sulvant la revendicatlon 1, oO le film d'enveloppe
externe (68; 102; 208) a une 6paisseur d'en- 26..-'  viron 6,35 p (0,25
mlllipouce) A environ 31,75 11 (1,25 millipouces). 25 3.  Emballage sulvant
la revendication 2, ob la pellicule d'enveloppe externe (68; 102; 208) a
une 6pabsseur inferieure a 20,32 p (80 etalons). 4.  Emballage suivant la
revendication 3, o la pellicule d'enveloppe extorne (68; 102; 208) a une
epaisseur 30      de 12,19 A 15,24 p (48 a 60 dtalons). 5.  Emballage
sulvant l'une quelconque ou plusleurs des revendications I A 4, ob une
couche susceptible d'Otre scellee par la chaleur (18; 19) eat appliqu6e sur
au moins une face de la pellicule d'enveloppe ex- terne (68; 102; 208). 35
6.  Emballage sulvant la revendication 5, ob une couche susceptible d'etre
scell6e par la chaleur (18; 19) est appliquhe sur les deux faces de la
pellicule d'enveloppe externe (68; 102; 208). 



7.  Emballage suivant la revendlcation 6, ob une couche susceptible d'6tre
scellbe par la chaleur (18; 19) est 40      appliquee suivant un modele
predbtermin6 (38; 40; 42) sur la surface externe du film d'enveloppe
externe (68). a   Emballage suivant l'une ou plusleurs des revendications 1
A 7, oO l'enveloppe interne est un r6ciplent A couvercle rabattable (54;
82; 202). 45  9.  Emballage sulvantla revendlcation 7 ob la
pelflculed'enveloppe externe (68; 102) aun joint de cte super- pose scellb
par la chaleur (70) at des rabats superposes de sommet (71; 106) et de fond
plies et scelles par la chaleur, le modele (36; 40; 42) comprenant des
bandes longitudinales (40; 42) le long des bords superieur et inferieur du
film d'enveloppe externe (68; 102) qui coagissent avec la couche
susceptible d etre scellee (38; 44; 46) sur la surface interne de la
pellicule d'enveloppe externe pour formerles rabats 60      plies et
scellbs des extrimites (71; 106) de l'emballage par la chaleur et un ruban
transverse (36) s'eten- dant entre les bandes longitudinales (40; 42) le
long des bords de la pellicule d'enveloppe externe (68; 102) qui coagit
avec la couche susceptible d'etre scellee (38; 44; 46) de la surface
interne de la pellicule d'enveloppe externe (68; 102) pour former le joint
de c6te (70) de l1emballage, scelle par la chaleur. 56   10. Emballage
suivantl'une ou plusbours des revendications 1 A 9, ouz une substance
aromatique est appliquie sur l'enveloppe interne (54; 82; 202). 11.
Emballage sulvant l'une ou plusieurs des revendications 1 A 10, ob
l'enveloppe interne est un carton (202) contenant une pluralilt de paquets
(50; 80) d'artides a fumer (64; 98). 13 111111 111111 11111 11111 11    EP
0 454 003 B1 12. Embaelage suivant rune ou plusieurs des revendications 1 a
11, o Ila pellicule polymhre (12) est une pel- licule de poly(terephtalate
d'Athylbne) orienthe biaxialement et la couche m6tallique (14) est de
I'aluml- nium. 5 10 15 20 25 30 35 40 45 50 55 14 11111 11111 1111 *   C
L   M   S   *    


