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tinuous wrapper web into the rod forming section of a continuous rod making
machine. This would The invention relates to wrappers for cylindrical
alleviate the problem of correct positioning of the smoking rods, such as
cigarettes and cigarillos,   printed deposit along each smoking rod length
comprising  a combustible tubular wrapper,   5    into which the continuous
rod is subsequently to usually made of paper or a tobacco based
be cut, provided that the printing station and rod material, surrounding a
combustible filler of to-  cutting knife were synchronized and by means of
bacco and/or tobacco substitute.                   a conventional advance
and retard mechanism It has previously been proposed to improve the   and
adequate compensation were made for burning characteristics, or to improve
the satis-   to   stretch of the wrapper between the printing and faction
to the smoker, of such smoking rods by     cutting stations. However this
is not a practical applying to the wrapper an additive, e.g. a burn
solution as we are concerned not with the printing control agent, a smoke
producing agent, a smoke    of the minimum quantity of an ink necessary for
nucleation agent, a flavouring agent, and/or a     visible legend, but the
deposit of a much higher physiologically active agent such agent affecting
15   loading of  an additive. Such  quantities of the burn rate of the
wrapper and/or affecting, or  additives require a significant volume of
carrier being released into, the main stream smoke, upon   liquid, which is
preferably evaporated prior to the approach of the buring tip of the rod.
We are     wrapper being curled to encircle the filler in the particularly
interested in the release into the main  rod-making machine. At the speed
at  which a stream smoke of a nicotine component to en-   20   modern
rod-making machine operates, the print- hance the satisfaction of a low tar
cigarette.    ing and evaporation of the solvent on line with the However,
little practical consideration has been   rod making, would require an
unacceptably long given to the manner in which such agents can
machine. A further disadvantage of printing on satisfactory be applied to
the smoking rod         the rod forming machine is that liquid toxic
wrapper.                                     25   material has to be used
on the rod making For example, GB-A-1111007 discloses a            machine
or in the making area, thereby introduc- smoking rod wrapper which is
uniformly impreg-    ing health and safety problems and requiring nated
with a nicotine component. However this     special precautions. leads to a
puff by puff increase in the nicotine    In accordance with the present
invention, in a concentration in the main stream smoke, owing   30   method
of processing a web of smoking rod to the continual condensing of the
volatile com-   wrapper, the web is passed through initial and ponents in
the main stream smoke as it is cooled   final printing stations in series,
and then reeled up upon approaching the buccal end of the smoking    for
subsequent use on a continuous tobacco rod- rod.
making machine; the web being printed at the To overcome this problem, it
has been appreci-   35   initial printing station on one surface with a
ated that it would be desirable to deposit the     regularly longitudinally
spaced registration mark- additive on the wrapper in. a predetermined
ing, and being printed at the final printing station pattern which results
in uniform, or a modified    and on its other surface with a repetitive
regularly profile for the, puff by puff smoking qualities.  spaced pattern
of a deposit containing an additive Thus in our GB-B-2007078, we disclose
screen   40   which is arranged to improve the smoking qual- printing on
the inner surface of a smoking rod     ities of the resulting smoking rod.
wrapper of a series of dots of an ink containing an  The width of the
printed deposit will usually be additive such as a nicotine component, the
print-  -  less than the width of the wrapper used on the ing being in a
predetermined pattern such that the         tobacco rod-making machine so
as to allow a nicotine component loading decreases along the   46   normal
adhesive lap seam to be formed on the wrapper from the lit to the buccal
end of the      rod-making machine. smoking rod. This earlier specification
did not.    A wrapper web produced in this way is then address the problem
of how such wrapper could      substantially ready for unreeling and use on
a be used on a high speed. cigarette making          continuous rod-making
machine, in which case machine from  a preprinted web of wrapper.  50   the
surface of the wrapper on which the regis- material, whilst ensuring that
the printed 'deposit  tration marking is printed will be used on the would
be in the correct position along 'each       outside, where the registraton
marking is clearly cigarette. An advantage of dots or discontinuous
visible, and the printed deposit will be on the coating is that the
flexibility of the wrapper is  inside of the wrapper, where it is hidden
from maintained. An incidental advantage of profile   55   touch and view.
The rod-making machine will printing is that the wrapper porosity changes a
then incorporate a sensor which recognises the smaller amount as the
product is smoked because    passing of the registration marking to control
the the printed dot areas are' less pervious than      phase and frequency
of the knife which cuts the unprinted wrapper.
smoking rod into sections or by similarly control- GB-A-1235692 discloses
the printing of a      60   ling the paper drive. This will ensure that the
smoking rod wrapper with a burn accelerated         printed deposit
incorporating the additive will be agent in a predetermined pattern and
suggests         positioned correctly in the subsequent individual that the
printing could be incorporated into the      moking rods. process of
manufacture of the smoking rod as an     The registration marking may
consist of the additional stage during the feeding of the con-    65
conventional printed legend or so called 'mono- [ERR]   



3                  0 118 984                       4 gram  on the outer
surface of a smoking rod,       other surface of the wrapper web. This
spacing representing the make or brand, and which is       may typically
amount to 5m. and, if the wrapper normally printed on line by the
rod-making         web is pulled through the printing stations, the
machine. In this case of course it will be pre-    web may stretch to an
indeterminate extent printed. However it is unusual for such legend to    5
before it reaches the final printing station, result- be sufficiently bold
or to have a sufficiently well  ing in slight inaccuracies in the
positioning of the defined leading edge for reliable recognition by
additive-containing deposit relatively to the regis- an optical sensor and
the registration marking is  tration marking. This is particularly serious
if the preferably bold printing in the form for example   wrapper web is
for use in making back to back of a dot or transverse bar. Also  the pitch
of the   to   filter tip cigarette or other smoking rods, in which legend
on a filter tip cigarette alternates short and  case if the pattern of
printed deposit applied in the long, adding up to two tobacco rod lengths,
so as  final printing station extends across two smoking to suit the
tipping machine used after the tobacco  rod lengths, any inaccuracy in
position will lead to rod-making machine. Since the registration mark-
significant differences between the effects of the ing will be on the
external surface of the wrapper,   15   additive in adjacent smoking rods
cut from the and  may well be unsightly, in the case of a       same double
rod length. In orderto overcomethis smoking rod with a filter tip connected
to the     problem, the registration marking may be used tobacco rod by a
conventional simulated cork       for registration of the wrapper web with
the. final wrapper, the registration marking is preferably    printing
station. This would be achieved by pro- arranged to be positioned
immediately adjacent   20   viding a sensor, particularly an optical
sensor, to the filter tip, and hence covered by the overlap  adjacent to
the final printing station and respon- of the simulated cork tipping
wrapper. This hides  sive to the registration marking printed in the the
marking from view in the finished smoking      initial printing station,
and controlling an advance rod product but if, by chance, the marking be-
and retard mechanism  for the final printing comes visible on the outer
surface of the product,  25   station accordingly. The registration marking
then it is immediately apparent to the operator of the  has the synergistic
function both of controlling rod-making machine that registration has
failed,   the accurate printing of the additive-containing and hence that
the hidden printed deposit on the   deposit relatively to the registration
marking, and inner surface of the wrapper is wrongly posi-
subsequently in the rod-making machine of con- tioned along the individual
smoking rods. The   30   trolling the position of the additive-containing
machine must then be stopped and the fault         deposit relatively to
the individual cut rod lengths. corrected. Normally this correction would
be part    The additive-containing deposit may be applied of the paper
speed control and rejection of faulty  in the final printing station by a
screen or gravure cigarettes would be automatic using an extra
printing process and the amount of wet deposit reject input to the normal
nucleonic cigarette   35   may be sensed by for example an infrared weight
control reject system.                      monitor past which the web is
drawn. The liquid Conventional legend may be printed on the one    carrier
for the additive will need to be evaporated surface of the wrapper web
simultaneously with     before the web is handled further and the web is
the registration marking. However if different     preferably passed
through a drier. The dry addi- colours are required, there may be two of
the   40   tive-containing deposit may then be checked by initial printing
stations, one for printing the regis-  for example a capacitance monitor
which senses tration-marking and other for printing the conven-  changes in
capacitance between electrodes due tional legend. This is a convenient
place to print  to the deposit on  a strip of the moving web and the legend
since at this stage the wrapper web is  senses variations in the deposit
according to the still essentially flat and accurate fine printing can   45
desired pattern of deposit. A novel feature is that be carried out. Also it
is preferable to do all    the repetitive patterns of deposit may be
printing before the coating of additive deposit is  measured relatively to
the unprinted web be- applied to avoid, after coating and in line with the
tween patterns and hence the pattern profile coating, a printing roller nip
on the incompletely  sensed. dry and discontinuous coating. By contrast, if
the   so  The printed wrapper web may be reeled up on a legend were printed
in the conventional manner     driven reel positioned downstream of final
nip on line by the rod-making machine, the non-        rollers which are at
least part of the means by uniform projection of the heavy
additive-contain-  which the web is drawn through the printing ing deposit
on the other surface of the wrapper    drying and inspection stations. As
previously web would make adequate support of the web for   55
mentioned, the heavy additive-containing deposit fine printing difficult.
Also the monogram printer  projects nonuniformly from the surface of the on
the rod-making machine would have to be -       wrapper web and this can
cause problems when synchronised with the pre-printed registration     the
web is reeled up. Normally a flat web would marks.
be reeled up under constant tension. However as The initial printing
station or stations and the   so   the radius of the reel grows upon
reeling up, the final printing station must be sufficiently spaced
radially inward layers of reeled web become more for the printed
registration marking and printed           highly compressed radially and
the circumferen- legend on the one surface of the wrapper web to
tial tension decreases. In the case of the present dry, either naturally or
assisted by a drier, before         web, with its heavy discontinuous
deposit on one the additive-containing deposit is printed on the  65
surface, this can cause loss of tension and [ERR]  



5                  0 118 984                        6 crumpling of the
inner layers, making it difficult to  into damaging contact with the web,
or affect the use the wet in these layers subsequently in       response of
the sensor. slitting and in a continuous rod-making machine.    This
difficulty is overcome by a further-feature According to an independent
aspect of the inven-   of the invention, according to which a discontinu-
tion therefore a wrapper web, having on at least    5    ous deposit on a
web of material is monitored by one surface a heavy discontinuous deposit
is       moving the web past a stationary capacitance reeled up on a reel
which is rotated under sub-    monitor having a sensor located immediately
stantially constant torque.                        adjacent but spaced from
one surface of the web; The substantially constant torque may be pro-
the other surface of the web being supported vided by a constant torque
electric motor. The   to   opposite to the sensor bya primary support and
substantially constant torque ensures that the     being supported upstream
and downstream of tension, as the outer layer is wound on, actually  the
primary support by secondary supports, the decreases as the radius of the
reel increases as a  arrangement being such that the plane of the web
result of the laid layers of web, and this helps to  is deflected through a
small angle in the same compensate for the compression problem.      15
sense as it passes over each of the three supports. For convenience, when
the wrapper web is  -       This arrangement ensures only light contact or
being printed, it will have a width corresponding  flotation between the
web and the supports and to a multiple, for example between twelve and
serves to smooth out any wrinkles in, or flapping twenty-five, individual
smoking rod wrapper        of, the web. The small angle may be less than 5
at widths. In such case, the final nip pull-through   20  - the
primary'support. The primary support may be roller on the coated surface of
the web is then    a smooth plate, preferably with air flotation to
preferably relieved in line with the longitudinal .  reduce and provide
cooling, and the secondary lines of deposit. The reeled web will then be
supports may be rollers to and from which the processed on a conventional
slitter to divide the  web is led over further rollers. reel into narrower
reels of web of individual   25   In a convenient arrangement in which the
web smoking rod wrapper widths, for use on a con-      has been printed
with multiple parallel tracks of tinuous rod-making machine.
the deposit, it may be desirable to provide more The invention also
includes a printing machine   than one of the sensors. In practice we find
it is for producing a printed wrapper web as de-         appropriate to
provide one sensor on a track scribed, the machine comprising means for
pass-   30   adjacent to each edge of the web and one or two ing a wrapper
web through the machine from an      sensors on tracks adjacent to the
centre of the unwind reel adjacent to one end of the machine in  web. In
order to provide accurate alignment turn through one or more of the initial
printing   transversely of the web between each sensor and stations, the
final printing station, and a drier  the track to be sensed, the sensors
are preferably station, to a rewind reel, at the other end of the   35
mounted on  a bar which has a fixed gap relative machine; the drier station
extending substantially  to the primary support and overlies the web, the
along the full length of the machine, and the initial  sensors being
arranged to be moved to and fro printing station being located to the side
of the  with the bar and to be fixed in a selected position final printing
station nearer to the rewind reel.  on the bar. This particular layout has
the benefit that,  40   It is also advantageous continuously to monitor
immediately after passing through the final print-  the pitch of the
registration marks for cyclical or ing station, at which the heavy wet
additive   .   long term variations. Preferably this can be done containing
deposit is printed on the web, the web  using two optical sensors on one or
more tracks can be guided by appropriate rollers engaging      spaced at
the nominal pitch together with approp- only the one face of its sheet on
which the now    45   riate timing electronics. These sensors can con- dry
registration  marking has been printed,        veniently be mounted
adjacent to or on the through the drier station which extends for the
capacitance monitor. Variations in pitch can be maximum  distance along the
length of the          very troublesome at the subsequent rod making
machine with minimum  changes of direction         stage. during which the
still wet deposit might be dis-   50  Visual inspection of the surface of
the moving turbed.                                            web on which
the additive-containing deposit has The drier station preferably
incorporates a      been printed, is desirable prior to reeling up. In a
housing through which the web is drawn, the        normal printing or other
web handling machine, housing containing nozzles which direct hot air   the
web is normally passed up and down and to against the wet deposit on the
web. This provides   55   and fro over rollers or other guides which extend
a rapid but low temperature drying effect, which   transversely to the
length of the machine. How- is particularly important if the deposit
contains an   ever this is inconvenient for visual inspection of additive
which is susceptible to high temperature.  the web'since the operator has
to be in line with If the substantially dry deposit is to be moni-  the
machine to inspect the web and then it is only tored using a capacitance
monitor as previously    60   convenient to do so at one or other end of
the mentioned, it is important that the capacitance    machine, where the
unwind and rewind reels are monitor sensor is situated extremely closely to
situated. the adjacent moving web and it is important that      In
accordance with a further feature of the at this point the web is extremely
flat without any         invention, a machine for producing a printed
creases or flapping, which could bring the sensor   65  wrapper web
comprises means for passing the [ERR] 



7                   0 118 984                       8 web from an unwind
reel to a rewind reel through    web transversely and ihfeed 10. Throughout
its the machine and at least through one printing       passage through the
machine, the web is en- station via web guide surfaces extending trans-
trained around a number of transversely extend- versely to a nominal length
of the machine;         ing rollers 11, only one of which is specifically
wherein at least one air turner bar is provided for    5    indicated in
Fig. 1, but the purpose of all of which intercepting the web and deflecting
the web onto    is clearly apparent from the drawing. From the at least two
guide surfaces extending parallel to   infeed unit 10, the web 6 passes
through first and the nominal length of the machine, and between
second initial printing stations 12 and 13 at which which the web passes
with its plane facing lat-     one (the top) face of the web is printed
with brand erally of the machine for visual inspection.   10   legend or.
monogram, and with transverse bar After visual inspection the web may be
wound      registration markings, respectively. The printing onto a rewind
reel the axis of which extends        is carried out in multiple parallel
tracks, as will parallel to the nominal length of the machine, but
subsequently be explained with respect to Fig. 4. preferably a second air
turner bar is used to bring  The web then passes through a final printing
or the web back onto support surfaces extending    15   coating station 14
where the other (lower) face of transversely  of the nominal length of the
the web is printed with a repetitive pattern of dots machine.
containing an-additive, such as a nicotine compo- In a convenient
configuration, two air turner     nent. The printing in the station 14 is
brought into bars are provided, one above the other, with their  register
with the printing carried out in the axes inclined at 45 to the nominal
length of the    20   stations 12 and 13 by optical recognition of the
machine. A horizontal run of the web is inter-      registration marking-
by means of a sensor 1 5.The cepted by one bar and turns the web so that it
sensor controls a conventional advance and re- moves laterally to a side of
the machine from       tard mechanism at the station 14. whence it passes
over a roller having its axis        The loading of the wet deposit printed
on the extending parallel to the length of the machine.   25   web in the
station 14 is monitored by means of an From thence the web passes in a
substantially       infrared monitor 16. Thereafter the web passes vertical
plane along the visual inspection path     with the web coating uppermost
through a hot air before passing around a second roller having its    drier
having two sections 17 in the form of an axis parallel to the length of the
machine and      inverted shallow V, between which the web hence into the
machine and around the second air   30   passes over guide rollers 18. This
arrangement turner bar back onto a further horizontal path      reduces
flutter of the web within the drier. along the web centreline of the
machine. This         After leaving the drier, and as shown in Fig. 2,
arrangement enables visual inspection of the web    the web is turned by
means of an inclined air by an operator standing at the side of the machine
turner bar 19 and brought to one side of the and is particularly useful for
inspecting the heavy    35    machine where it passes downwards through an
deposit of an additive-containing printed pattern.  inspection point. As
shown in Figs. 2 and 3, the The air turner bars have the advantage that
they    web-passes over a first roller 20, a second roller provide minimum
resistance to the web, which is     21, a smooth primary support 22, a
third roller 23, being drawn over them, and there is no direct       and a
fourth roller 24. The rollers 21 and 23 form contact between the web and
bar.              40   secondary supports and as the web passes over
Conveniently, when a capacitance monitor for      the rollers 21 and 23,
and over the primary deposit level is used as described, the monitor
support 22, it is turned through a small angle of may be provided overlying
the web at the lateral    say up to 5. Opposite to the primary support 22
is visual inspection point.                            a support bar 25,
which has been omitted from A machine for producing a wrapper web in   45
Fig. 2 for reasons of clarity, and which supports a accordance with the
invention, and the resulting   number of transversely  spaced  capacitance
product and its use are illustrated diagramatically  monitors 26. As the
web passes between the in the accompanying drawings, in which:-
support 22 and the monitors 26, the corre- Fig. 1 is a side elevation
showing schematically  sponding tracks of the deposited additive are the
path of the web through the machine;      so   sensed and the output from
the monitors 26 is Fig. 2 is an isometric view showing an inspec-
presented  visually so that the loading of the tion point on the machine;
deposit, as compared to the unprinted web, be- Fig. 3 is a vertical cross
section through part of  tween the longitudinally spaced additive deposit,
the inspection point.                               is readily available.
Furthermore, the exposed Fig. 4 is a plan of part of a  wrapper web   55
outer face of the web, for example where it passes produced on the machine;
and,                       between the rollers 20 and 21, that is to say
the Fig. 5 is a partially exploded view of a filter tip  face of the web
bearing the additive deposit, is cigarette incorporating part of the
wrapper web of  exposed for visual inspection by an operator Fig. 4.
standing to the side of the machine. As shown in Fig. 1, a paper web 6 is
drawn    60    After passing through the inspection point, the throu h the
machine from an unwind reel 7,          web passes around a further
stationary air turner which is provided with an automatic brake to
bar 27 which brings the direction of movement of provide constant tension
in the web, around a        the web back into the longitudinal direction of
the dancing roller [err] a web length coding disc 44 and       machine.
Thereafter the web passes over rollers through an infeed tracking 9 which
centralizes the    65   28 of a further tracking guide for transverse 



9                   0  118 984                       10 centralisation. The
web is essentially drawn           3. A method according to claim 1 or
claim 2, through the machine by a pair of nip rollers 29, the  wherein
conventional legend (33) to appear on the lower one of which engages the
surface of the web    outer surface of the smoking rod is also printed on
on which the additive deposit has been printed,      the one surface of the
web at the or an initial and is relieved annulary so as only to engage the
5    printing station (12). web between the printed tracks. The web is then
4. A method according to any one of the wound up on a rewind roll 30 which
is driven at      preceding claims, wherein the registration mark- constant
torque by a constant torque electric        ing (32) is usedfor
registration of thewrapperweb motor.
with the final printing station (14). As shown in Fig. 4, the web has, in
this case,   10  5. A method according to claim 4, wherein the twelve
parallel printed tracks 31A, 31B .... 31L     registration of the wrapper
web with the final One surface of the web is printed with the trans-
printing station is achieved by providing a sensor verse bar registration
markings 32, and with the     (15) adjacent to the final printing station
(14) and brand legend or monogram 33. The other surface       responsive to
the registration marking (32) printed of the web is printed with the dots
of additive    is   in the initial printing station (17), and controlling
coating in the areas 34. If the additive comprises,  an advance and retard
mechanism for the final e.g. a nicotine component, the concentration of the
printing station accordingly. dots decreases longitudinally of the web in
both       6. A method according to any one of the directions away from a
transverse centre line 35.    preceding claims, wherein the
additive-containing After reeling on the reel 30, the web is sub-   20
deposit (34) on a strip of the web is checked by sequently unwound, slit
along lines 36, and re-        moving the web past a capacitance monitor
(26) reeled into twelve individual wrapper reels. Each    which senses
changes in capacitance between narrow reel is then used on a modified
continuous    electrodes owing to the deposit and senses vari- tobacco
rod-making machine, in which the ex-         ations in the deposit
according to the pattern of the posed bars 32 are sensed and used to
control the    25    deposit. synchronizationofthemachine.Therodwill becut
7. A method according to any one of the at the transverse lines 35 and at
the transverse     preceding claims, wherein, after printing, the web lines
38 for the subsequent insertion of double      is reeled up on a reel (30)
which is rotated under length filter tips, which are united to the
interven-  substantially constant torque. ing tobacco rods by a
conventional tipping wrap-   30  8. A method according to any one of the
per which should cover the half width bars 32. The   preceding claims,
wherein the registration mark- resulting assemblies are subsequently
cutthrough     ings (32) are longitudinally spaced along the web the
centres of the filter tips into individual cigar-  (6) at intervals
corresponding to two tobacco rod ettes.
lengths, and the deposit (34) is printed over an area Atypical cigarette is
shown in Fig. 5. The tobacco    35    positioned between each adjacent
pair of the rod 39 consists of a conventional filler 40 wrapped
longitudinally spaced registration markings (32). in the printed wrapper 41
which bears on its outer     9. A method according to claim 8, wherein the
surface the half width registration marking 32 and   concentration of the
deposit (34) in the area the brand legend 33, and on its inner surface with
between each adjacent pair of registration mark- the concentration of
printed dots 34. The concen-   40   ings (32) decreases in both directions
along the tration profile of which decreases from the lit end  web (6) from
a position mid-way between the of the cigarette towards the buccal end. A
filter     adjacent pair of registration markings (32). element 42 abuts
the end of the tobacco rod 39 and     10. A printing machine for carrying
out the is unitedto itbya conventionaltippingwrapper43       method
according to. any one of the preceding which overlaps the tobacco rod 39
and conceals   45   claims, the machine comprising means (29) for the half
width registration marking 32.              passing a wrapper web (6)
through the machine from an unwind reel (7) adjacent to one end of the
Claims                                               machine in turn
through one or more of the initial printing stations (12, 13), the final
printing station 1. A method of processing a web of smoking rod    50
(14), and a drier station (17), to a rewind reel (30) at wrapper, wherein
the web (6) is passed through       the other end of the machine; the drier
station (17) initial (12, 13) and final (14) printing stations in
extending substantially along the full length of the series, and then
reeled up for subsequent use on a   machine, and the initial printing
station(s) (12, 13) continuoustobacco rod-making machine; the web
being located to the side of the final printing being printed at the
initial printing station on one    55   station (14) nearer to the rewind
reel (30). surface with a regularly longitudinally spaced         11. A
machine according to claim 10, wherein registration marking (32), and being
printed at the  the drier station (17) comprises a housing contain- final
printing station and on its other surface with a  ing nozzles for directing
hot air against the wet repetitive regularly spaced pattern of a deposit
(34)  deposit (34) on the web (6). containing an additive which is arranged
to im-   60   12.A machine according to claim 10 or claim 11, prove the
smoking qualities of the resulting smok-   wherein the drier station (17)
comprises at least ing rod.                                            two
sections in the form of an inverted shallow V, 2. A method according to
claim 1, wherein the      and rollers (18) between the drier sections
where- registration marking is bold printing in the form of  by the web is,
in use, passed through the drier a dot or transverse bar (32).
65   sections by entrainment over the rollers with the 



6    9                  0118 984                        10 centralisation.
The web is essentially drawn         3. A method according to claim 1 or
claim 2, through the machine by a pair of nip rollers 29, the  wherein
conventional legend (33) to appear on the lower one of which engages the
surface of the web  outer surface of the smoking rod is also printed on on
which the additive deposit has been printed,    the one surface of the web
at the or an initial and is relieved annulary so as only to engage the    5
printing station (12). web between the printed tracks.. The web is then
4. A method according to any one of the wound up on a rewind roll 30 which
is driven at    preceding claims, wherein the registration mark- constant
torque by a constant torque electric      ing (32) is usedfor registration
of thewrapperweb motor.                                             with
the final printing station (14). As shown in Fig. 4, the web has, in this
case,   to  5. A method according to claim 4, wherein the twelve parallel
printed tracks 31A, 31 B .... 31 L.  registration of the wrapper web with
the final One surface of the web is printed with the trans-  printing
station is achieved by providing a sensor verse bar registration markings
32, and with the   (15) adjacent to the final printing station (14) and
brand legend or monogram 33. The other surface  responsive to the
registration marking (32) printed of the web is printed with the dots of
additive    15   in the initial printing station (17), and controlling
coating in the areas 34. If the additive comprises,  an advance and retard
mechanism for the final e.g. a nicotine component, the concentration of the
printing station accordingly. dots. decreases longitudinally of the web in
both    6. A method according to any one of the directions away from a
transverse centre line 35.    preceding claims, wherein the
additive-containing After reeling on the reel 30, the web is sub-   20
deposit (34) on a strip of the web is checked by sequently unwound, slit
along lines 36, and re-    moving the web past a capacitance monitor (26)
reeled into twelve individual wrapper reels. Each  which senses changes in
capacitance between narrow reel is then used on a modified continuous
electrodes owing to the deposit and senses vari- tobacco rod-making
machine, in which the ex-      ations inthe deposit according to the
pattern of the posed bars 32 are sensed and used to control the   25
deposit. synchronization of the machine. The rod will be cut  7. A method
according to any one of the at the transverse lines 35 and at the
transverse   preceding claims, wherein, after printing, the web lines 38
for the subsequent insertion of double    is reeled up on a reel (30) which
is rotated under length filter tips, which are united to the interven-
substantially constant torque. ing tobacco rods by a conventional tipping
wrap-   30  8. A method according to any one of the per which should cover
the half width bars 32. The  preceding claims, wherein the registration
mark- resulting assemblies are subsequently cut through  ings (32) are
longitudinally spaced along the web the centres of the filter tips into
individual cigar-  (6) at intervals corresponding to two tobacco rod ettes.
lengths, and the deposit (34) is printed over an area Atypical cigarette is
shown in Fig. 5. The tobacco   35   positioned between each adjacent. pair
of the rod 39 consists of a conventional filler 40 wrapped  longitudinally
spaced registration markings (32). in the printed wrapper 41 which bears on
its outer   9. A method according to claim 8, wherein the surface the half
width registration marking 32 and  concentration of the deposit (34) in the
area the brand legend 33, and on its inner surface with  between each
adjacent pair of registration mark- the concentration of printed dots 34.
The concen-   40   ings (32) decreases In both directions along the tration
profile of which decreases from the lit end  web (6) from a position
mid-way between the of the cigarette towards the buccal end. A filter
adjacent pair of registration markings (32). element 42 abuts the end of
the tobacco rod 39 and   10. A printing machine for carrying out the is
united to it by a conventional tipping wrapper 43  method according to any
one of the preceding which overlaps the tobacco rod 39 and conceals   45
claims, the machine comprising means (29) for the half width registration
marking 32.            passing a wrapper web (6) through the machine from
an unwind reel (7) adjacent to one end of the Claims
machine in turn through one or more of the initial printing stations (12,
13), the final printing station 1. A method of processing a web of smoking
rod   so   (14), and a drier station (17), to a rewind reel (30) at
wrapper, wherein the web (6) is passed through     the other end of the
machine; the drier station (17) initial (12, 13) and final (14) printing
stations in  extending substantially along the full length of the series,
and then reeled up for subsequent use on a  machine, and the initial
printing station(s) (12,13) continuous tobacco rod-making machine; theweb
being located to the side of the final printing being printed at the
initial printing station on one   5   station (14) nearer to the rewind
reel (30). surface with a regularly longitudinally spaced       11. A
machine according to claim 10, wherein registration marking (32), and being
printed at the  the drier station (17) comprises a housing contain- final
printing station and on its other surface with a  ing nozzles for directing
hot air against the wet repetitive regularly spaced pattern of a deposit
(34)  deposit (34) on the web (6). containing an additive which is arranged
to im-   60   12.A machine according to claim 10 or claim 11, prove the
smoking qualities of the resulting smok-     wherein the drier station (17)
comprises at least ing rod.                                           two
sections in the form of an inverted shallow V, 2. A method accordin to
claim 1, wherein the        and rollers (18) between the drier sections
where- registration marking is    printing in the form of            by the
web is, in use, passed through the drier 



a dot or transverse bar (32).                65   sections by entrainment
over the rollers with the [ERR] 6    11                0 118 984
12 other surface of the web (6) uppermost.           die einen Zusatz
enthalt, der so ausgebfldet ist, 13. A machine according to any one of
claims     daB erdie Rauchqualitaten  des sich ergebenden 10 to 12, for
carrying out the method at least     Rauchstranges verbessert. according to
claim 6, which has a stationary         2. Verfahren nach Anspruch 1, bei
welchem die capacitance monitor having a sensor (26) located    5
Ausrichtmarkierung ein Fettdruck in Form eines immediately adjacent but
spaced from one sur-      Punktes oder eines Querbalkens (32) ist. face of
the moving web (6); and, for supporting      3. Verfahren nach Anspruch 1
oder 2, bei the other surface of the web, a primary support    welchem eine
Obliche Aufschicht (33), die auf der (22) opposite the sensor and secondary
supports    Aulenseite des Rauchstranges aufscheinen soil, (21,23) upstream
and downstream of the primary   10   ebenfalls auf die eine Oberflache der
Bahn in der support; the arrangement being such that the       oder einer
Anfangsdruckstation (12) aufgedruckt plane of the web is deflected through
a small      wird. angle in the same sense as it passes over each of   4.
Verfahren nach einem der vorhergehenden the three supports.
Anspruche, bei welchem die Ausrichtmarkierung 14. A machine according to
claim 8 or claim 9,   15  (32) zum Ausrichten der UmhOllungsbahn mit der in
which the means for passing the wrapper web     Enddruckstation (14)
verwendet wird. (6) through the machine comprises web guide         5.
Verfahren nach Anspruch 4, bei welchem die surfaces (11) extending
transversely to the length  Ausrichtung 'der UmhOllungsbahn' mit der End-.'
of the machine; and wherein at least one air       druckstation dadurch
erreicht wird, daB nahe der turner bar (19, 27) is provided for
intercepting the   20   Enddruckstation (14) ein Sensor (15) angeordnet web
and deflecting the web onto at least two       wird, der auf die in der
Anfangsdruckstation (17) guide surfaces (20, 24) extending parallel to the
' aufgedruckte'Ausrichtmarkierung (32) anspricht nominal length of the
machine, and between         und  einen  Vorschub-  und  Verz6gerungs-
which the web passes with its plane facing lat-    mechanismus fOr . die
Enddruckstation  ant- erally of the machine for visual inspection.  25
sprechend steuert. 15. A filter tip cigarette comprising a tobacco    6.
Verfahren nach einem der vorhergehenden rod (39) connected end to end with
a filter        AnsprOche, bei welchem  die  den  Zusatz element (42) by a
tipping wrapper (43) which       enthaltende Ablagerung (34) auf einem
Streifen surrounds the filter element and overlaps the      der Bahn
OberprOft wird, indem die Bahn an adjacent end of the tobacco rod, wherein
the   30   einem Kapazitatsmonitor (26) vorbeibewegtwird, tobacco rod (39)
comprises a filler (40) with a    der Anderungen in der Kapazitat zwischen
Elek- tubular wrapper (41) which has printed on its     troden feststellt,
die auf die Ablagerung zurOckzu- inner surface a pattern (34) of a deposit
contain-  fuhren sind, und Anderungen in der Ablagerung ing an additive
which is arranged to improve the   entsprechend dem Muster der Ablagerung
ermit- smoking qualities of the cigarette; characterized   35   telt. in
that the wrapper (41) has printed on its outer   7. Verfahren nach einem
der vorhergehenden surface, at the end adjacent to the filter element, a
AnsprOche, bei welchem  die Bahn nach dem registration marking (32) which
is covered by the  Bedrucken auf einer Rolle (30) aufgewickelt wird,
overlap of the tipping wrapper (43).               die mit im wesentlichen
konstantemn Drehmo- 16. A cigarette according to claim 15, in which   40
. ment gedreht wird. the additive comprises a nicotine component.
8. Verfahren. nach einem der vorhergehenden 17. A cigarette according to
claim 15 or claim   AnsprOche, bei welchem die Ausrichtmarkierun- 16, in
which the concentration of the deposit (34)  gen (32) entlang der Bahn (6)
mit gegenseitigern printed on the inner surface of the wrapper (41)  -
Langsabstand angeordnet sind, der zwei Tabak- decreases from the end of the
tobacco rod remote   45;  stranglangen entspricht, und die Ablagerung (34)
from the filter element (42) towards the end of the  Ober einer
Zone'aufgedruckt wird, die zwischen tobacco rod adjacent to the filter
element (42).  jedem benachbarten Paar von mit gegenseitigem 18. A
cigarette according to any one of claims   Langsabstand angeordneten
Ausrichtmarkierun- 15 to 17, in which the pattern is a series of dots.  gen
(32) positioniert ist. 50     9. Verfahren nach Anspruch 8, bei welchem die
Patentanspruche                                    Konzentration der
Ablagerung (34) in der Zone zwischen jedem benachbarten Paar von Ausricht-
1. Verfahren zum Bearbeiten einer Bahn einer     markierungen (32) in
beiden Richtungen entlang Rauchstrangumhullung, bei welchem die Bahn (6)
der Bahn (6) von einer Stelle in der Mitte zwischen durch eine
Anfangsdruckstation (12, 13) und eine   55   dem benachbarten Paar von
Ausrichtmarkierun- Enddruckstation (14) gefOhrt wird, die in Reihe    gen
(32) abnimmt. geschaltet sind, und sodann zur nachfolgenden       10.
Druckmaschine zur DurchfOhrung des Ver- Verwendung auf einer
kontinuierlichen Tabak-      fahrens nach einem der vorhergehenden AnsprO-
strang-Herstellungsmaschine aufgewickelt wird;     che, mit einer
Einrichtung (29) zum Hindurchfuh- die Bahn wird in der Anfangsdruckstation
auf   60   ren einer UmhOllungsbahn (6) durch die Maschi- einer Oberflache
in gleichmaBigen Lingsabstan-     ne von einer Abwickelrolle (7) nahe einem
Ende den mit einer Ausrichtmarkierung (32) und in der   der Maschine,
sodann durch ein oder mehrere 



Enddruckstation auf ihrer anderen OberflAche mit   Anfangsdruckstationen
(12, 13), eine Enddrucks- einem in gleichmiiBigen AbstAnden wiederkeh-
tation (14) und eine Trocknungsstation (17) zu renden Muster einer
Ablagerung (34) bedruckt,  65   einer Aufwickelrolle (30) am anderen Ende
der 7    13                  0 118 984                       14 Maschine;
die Trocknungsstation (17) erstreckt'   welcher die Konzentration der
Ablagerung (34), r.  sich im wesentlichen Ober die gesamte Lnge der
die auf die Innenseite der UmhOllung (41) ge- Maschine und die
Anfangsdruckstation(en) (12,       druckt ist, von dem vom Filterelement
(42) ent- 13) sind an der Saito der Enddruckstation (14)      fernten Ende
des Tabakstranges gegen das dem nahe der Aufwickelrolle (30) angeordnet.
5    Filterelement (42) benachbarte Ende des Tabak- 11. Maschine nach
Anspruch 10, bei weicher die    stranges hin abnimmt. Trocknungsstation
(17) ain Gehause aufweist,          18. Zigarette nach einem der Anspriche
15 bis das Dusen zum Aufblasen von Heigluft auf die         17, bei welcher
das Muster aus einer Reihe von feuchte Ablagerung (34) auf der Bahn (6)
auf-        Punkten besteht. weist.
10 12. Maschine nachi Anspruch 10 oder 11, bei        Revendications
welcher die Trocknungsstation (17) zumindest zwei Abschnitte in Form  eines
umgekehrten             1. Procedd de traitement d'une feuile continue
seichten V aufweist, und zwischen den Track-         d'enveloppement de
bitonnets 3 fumer, dans nungsabschnitten Rollen (18) angeordnet sind,   15
lequel la feuille (6) passe A des postes d'impres- mit welchen die Bahn im
Gebrauch durch die          sion initiaux (12, 13) et final (14) en serie
puis est Trocknungsabschnitte gefuhrt wird, indem  sie        enroulee
avant utilisation ulterieure sur une ma- :Lar die- Rollen mitgenommen wird,
wobei die        chine continue de fabrication de batonnets de andere
Oberflache der Bahn (6) zuoberst liegt.      tabac, la feuille continue
etant imprim6e aux 13. Maschine nach einem derAnspruche 10 bis   20
postes d'impression initiaux sur une premiere yj   12 zur Durchfuhrung des
Verfahrens zumindest        face avec un repere (32) regulierement espace
en nach Anspruch 6, bei waecher ein stationarer        direction
longitudinale, et etant imprim6e au Kapazitatsmonitor mit einem Sensor (26)
in un-      poste d'impression final sur son autre face avec mittelbarer
Nahe, aber mit Abstand von einer        un dessin rep6titif r6gulierement
espace form6 Oberflache der bewegten Bahn (6) angeordnet ist;   25   d'un
depot (34) contenant un adjuvant qui est und zum Abstitzen der anderen
Oberfliche der        destin6 3 am6liorer les qualites de fumage du Bahn
aine Hauptabstutzung (22) gegenrber dem        bitonnet resultant A fumer.
Sensor und Sekundirabstutzungen (21, 23) stro-        2. Proc6de selon la
revendication 1, dans lequel maufwarts und stromabwirts der Hauptabstut-
le repere a une impression nette sous forma d'un zung angeordnet sind;
wobei die Anordnung so   30   point ou d'une barre.transversale (32).
getroffen ist, dag die Ebene der Bahn um einen        3. Procede selon
l'une des revendications 1 et 2, kleinen Winkel in der gleichen Richtung
abgelenkt   dans lequel une l6gende classique (33) destin6e a wird, wenn
sie sich Ober jede der drei AbstGtzung    apparaltre a la surface externe
du batonnet A bewegt.                                             fumer est
aussi imprimee sur une face de la feuille 14. Maschine nach Anspruch 8 oder
9, bei   35   aux postes ou a un poste d'impression initiaux welcher die
Einrichtung zum Hindurchfuhren der      (12): Umhallungsbahn (6) durch die
Maschine Bahn-           4. Procede selon l'une quelconque des revendi-
fuhrungsflachen (11) aufweist, die sich quer zur    cations pr6c6dentes,
dans lequal le repere (32) est Lfnge der Maschine erstracken; wobei
zumindest      utilis6 pour le repsrage de la feuille d'enveloppe eine
Blasluft-Umlenkstange (19, 27) fOr den. Ein-   40   par rapport au poste
d'impression final (14). griff mit der Bahn und zum Ablenken der Bahn auf
*. 5. Procede selon la revendication 4, dans lequel zumindest zwei
Fuhrungsflachen (20,24) vorgese-      le positionnement de la feuille
d'enveloppement y)   hen ist, die sich parallel zur Nominallange der     au
poste d'impression final est rhalis6 par disposi- Maschine erstrecken und
zwischen denen die          tion d'un capteur (15) pres du poste
d'impression Bahn verlauft, wobei die Bahnebene zwecks Sich-   4s   final
(14) ce capteur dtant sensible au repere (32) tinspektion zur Seite der
Maschine gerichtet ist.   imprim6 aux postes d'impression initiaux (17), at
15. Filterzigarette mit einem Tabakstrang (39),   par reglage d'un
m6canisme d'avance et de retar- der mit einem Filterelement (42) Ober eine
Mund-    dement associ6 au posta d'impression final. stOckumhOllung (43)
stolverbunden ist, welche         6. Procedc selon l'une quelconque des
revendi- das Filterelement umgibt und das benachbarte   50   cations
pr6c6dentes, dens lequel le depot conte- Ende des .Tabakstranges Oberlappt,
wobei der        nant un adjuvant (34) plac6 sur une bande de la
Tabakstrang (39) eine FOllung (40) mit einer rohr-  feuille continue est
verifie par deplacement de la formigen UmhOllung (41) aufweist, auf deren
feuille.en face d'un dispositif de controle capacitif Innenseite ain Muster
(34) einer Ablagerung auf-    (26) qui d6tecte des.variations de capacit6
entre gedruckt ist, die einen Zusatz enthilt, welcher so    5.  des
electrodes sous l'action du ddpot et qui ausgebildet ist, dag er die
Rauchqualitaten der     d6tecte les variations du d6p6t en fonction du
Zigarette verbessert; dadurch gekennzeichnet,       dessin de celui-ci. daB
auf die Aulenseite der Umhullung (41) an*         7. Proc6de selon l'une
quelconque des revendi- dem dem Filterelement benachbarten Ende aine
cations precedentes, dans lequel, apres impres- Ausrichtmarkierung (32)
aufgedruckt ist, .welche   60   sion, la feuille est enroul6e sur un
rouleau (30) von der UberlappxdesrMundstickumhOllung            entratn6 en
rotation avec un couple sensiblement 



(43) bedckt isti.A\              ,                 constant. 16. Zigartew
nrai Anspruchi5ea walcher der          8. Proc6d6 selon l'une quelconque
des revendi- Zusatz eieikbtinkamdonent snalt.                   cations
precedentes, dens lequel les reperes (32) 17. Zigarette nach A peh 1   der
16, bei   65   sont espaces le long de la feuille (6) A des 'rjSTEo '' ' I'
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intervalles correspandant 3 la longueur de deux    face de la feuille, un
support principal (22) place nbtonnets de tabac, et le depot (34) est
imprime    en face du capteur et des supports secondaires sur une zone
plac6e entre chaque paire adjacente    (21, 23) places en amont et en aval
du support de reperes (32) espaces longitudinalement.          principal,
l'arrangement etant tel que le plan de la 9. Proc6de selon la revendication
8, dans lequel    5    feuille est devi6 d'un petit angle dans le meme Ia
concentration du dep~t (34) dans la zone         sens lors du passage sur
chacun des trois sup- comprise entre les reperes adjacents (32) de
ports. chaque paire diminue dans les deux sens le long       14. Machine
selon l'une des revendications 8 et de la feuille (6) 3 partir d'une
position se trouvant  9, dans laquelle le dispositif destin6 a faire passer
3 mi-distance entre les reperes adjacents (32) de   to   la feuille
continue d'enveloppemrent (6) dans la la paire.
machine comporte des surfaces (11) de guidage 10. Machine d'impression
destinee 3 la mise en    de feuille placees transversalement A la longueur
oeuvre du proc6de selon l'une quelconque des        de la machine, et dans
laquelle au moins une revendications precedentes, la machine compre-
barre pneumatique de retournement (19, 27) est nant un dispositif (28)
destine A faire passer une   ?5 . destinee A intercepter la feuille
continue et A la fauille continue d'enveloppement (6) dans la ma-    devier
sur au moins deux surfaces de guidage (20, chine A partir d'un rouleau
debiteur (7) plac6 pres  24Q qui sont paralleles a la longueur nominale de
d'une premiere extremite dela machine puis a un     la machine entre
lesquelles passe la feuille avec ou plusieurs postes d'impression initiaux
(12,13),  son plan tourne lateralement. par rapport A. la au poste
d'impression final (14) et A un poste de   20    machine afin qu'elle
permette une inspection sechage (17) vers un rouleau (30) de reenroule-
visuelle. ment place A I'autre extremite de la machine, le     15.
Cigarette A bout-filtre comprenant un bAton- poste de sechage (17) etant
place pratiquement      net de tabac (39) raccorde bout A bout A un sur
toute la longueur de la machine, et le poste ou  element de filtration (42)
par une enveloppe (43) les postes d'impresson initiaux (12, 13) etant   25
de bout qui entoure l'lment de filtration et places du cote du poste
d'impression final (14) qui  recouvre l'extr6mit6 adjacente du bAtonnet de
est le plus proche du rouleau de reanroulement      tabac, dans laquelle le
batonnet de tabac (39) (30).
comporta une charge (40) ayant une enveloppe 11. Machine selon la
revendication 10, dans       tubulaire (41) A la face interne de laquelle
est laquelle le poste de sechage (17) comporte un   30   imprime un dessin
(34) formi  d'un dep~t conte- boitier contenant des buses destin6es A
diriger de  nant un adjuvant qui est destine A ameliorer les l'air chaud
contre le dep8t humide (34) porte par  qualites de la cigarette
lorsque'elle est fumee, la feuille (6).
caracterisee en ce que l'enveloppe (41) a, imprime 12. Machine selon l'une
des revendications 10     A sa surface externe, A I'extremite adjacente a
et 11, dans laquelle le poste de sechage (17)   35   I'element de
filtration, un repere (32) qui est comporte au moins deux trongons en formi
de V      recouvert par la partie de recouvrement de l'enve- retourne et
peu profond et des rouleaux (18)       loppe (43) du bout. places entre les
tronsons de sechoir si bien que,     16. Cigarette selon Ia revendication
15, dans lors de l'utilisation, la feuille passe dans les    laquelle
l'adjuvant est un constituant de nicotine. tronsons de sechoir par
entrainement sur les   40     17. Cigarette selon l'une des revendications
15 rouleaux alors que I'autre face de la feuille (6) se  et 16, dans
laquelle la concentration du depot (34) trouve vers le haut.
imprime A la surface interne de l'enveloppe (41) 13. Machine selon l'une
quelconque des reven-     diminue de I'extremite du batonnet de tabac
dications 10 A 12, destinee a la mise en oeuvre du  distante de l'element
de filtration (42) vers l'extre- procede au moins selon la revendication 6,
coam-   45   mite du bAtonnet de tabac adjacente a I'61ement prenant un
dispositif fixe de contr8le capacitif   de filtration (42). ayant un
capteur (26) immediatement adjacent A       18. Cigarette selon l'une
quelconque des reven- une premiere face de la feuille mobile (6) mais
dications 15 A 17, dans laquelle le dessin est une distant de cette face,
et, pour le support de l'autre  serie de points. 50 55 60 9    


