Appar atus and Method for Conbi ni ng Conponents for Snoking Articles The
present invention relates to an apparatus and nethod for conbi ning
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tr &bl i igo or more different components, each group correspondlng to a dlscrete smoking article,
wherein the components within a group abut one another and wherein there is a predefined
space between a leading group of components and a trailing group of components; wrapping
the components in a web of material; and cutting the web of material in each space between
groups of components.

30 According to the first aspect of the invention, there is also provided a method for
combining two or more different components for the production of smoking articles, wherein at
least one of the components is non-cleanly-cuttable, the method comprising the steps of:
feeding a stream of components along a rhoving delivery path; compacting the stream of
components into groups of two or more different components, each group corresponding to a

35 discrete un-tipped smoking article, wherein the components within a group abut one another
and wherein there is a predefined space between a leading group of components and a trailing
group of components; wrapping the components in a web of material; and cutting the web of

material in each space between groups of components.
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group of conmponents; w apping the conponents in a web of material; and

cutting the web of material in each space between groups of conponents.
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Conponesmo%in%far{iag, iﬁrH?#érQ& production runs. The method is also advantageous since it can be
used to manufacture smoking articles at high speed. Cutting the web of material at the spaces,
rather than through the non-cleanly-cuttable component, avoids the risk of damage to the
cutting means. In the case of a carbonaceous heat source, this also means that other
30 components do not get black or dirty.

Preferably, the components on the delivery path have their longitudinal axes
substantially aligned with each other and with the direction of movement of the delivery path.
Preferably, the components on the delivery path are the cylindrical components of the smoking
articles. Such a linear combining process is advantageous since it causes minimal or no

35 damage to the components within each smoking article.

The step of feeding the stream of components along the moving delivery path preferably
comprises interleaving each of the two or more different components with others of the two or
more different components, such that the components on the delivery path are in a desired and

2



articles. Such a linear conbining process is advantageous since it causes
m ni mal or no damage to the conponents within each snoking article. The
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mat er | %re-dgﬁhe%ns%ace between a leading group of components and a trailing group of components.
The size of the pre-defined space is the size desired between groups of components
corresponding to discrete smoking articles. The web of material is cut at each space. Therefore,
the size of each space should be accurate, since an inaccurate space could result in damage to
30 the cutting means. The space should be sufficiently large so that the cutting means is able to
cut the web of material, but sufficiently small so as not to waste the web of material. In one
embodiment, the pre-defined spaced is 1 mm £ 0.5. mm, that is, between 0.5 mm and 1.5 mm.
Even more preferably, the pre-defined space is between 0.8 mm and 1.2 mm.
If each group of components corresponds to a discrete un-tipped smoking article, the
35 method of the invention may further comprise, after the step of cutting the web of material, the
step of tipping un-tipped smoking articles with tips, to form tipped smoking articles. Preferably,
the tip is a mouthpiece. The mouthpiece may comprise cellulose acetate tow. Preferably, the
mouthpiece is cylindrical. Preferably, the step of tipping comprises securing the tip to the un-
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substrate is cylindrical. In that case, each substrate on the delivery path preferably has its

a

longitudinal axis substantially aligned with the direction of movement of the delivery path.
Preferably, the two or ‘more different components include one or more elongate
expansion chambers. Preferably, each elongate expansion chamber is cylindrical. In that case,
30 each elongate expansion chamber on the delivery path preferably has its longitudinal axis
substantially aligned with the direction of movement of the delivery path. Even more preferably,
each elongate expansion chamber may comprise a cylindrical open-ended tube. The tube may
comprise cardboard.
\ The components may further include other components, for example a barrier material
35 for locating between the heat source and the aerosol-generating substrate.
In a preferred embodiment, the two or more different components comprise non-cleanly-
cuttable heat sources, aerosol-generating substrates, and elongate expansion chambers and

each group corresponding to a discrete smoking article comprises one of the non-cleanly-
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25  Such a linear combining process is advantageous since it causes minimal or no damage to the
components within each smoking article.

Preferably, the feeding means is arranged to interleave each of the two or more different
components with others of the two or more different components, such that the components on
the delivery path are in a desired and predetermined order. Preferably, the feeding means is

30 arranged to interleave each of the two or more different components with others of the two or
more different components with a distance therebetween in accordance with the desired order
on the delivery path.

In a preferred embodiment, the order of the components on the moving delivery path
corresponds to smoking articles all facing the same direction with respéct to the direction of

35 movement of the delivery path.

In that preferred embodiment, preferably the apparatus further comprises a turning

drum, after the cutting means, for rotating every alternate smoking article, such that adjacent

smoking articles are facing in the opposite direction with respect to the direction of travel.
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Prefer %’ulﬁf%e At ibn %trt’&ﬁ'n ehl'6n iHer ﬁrrst Qfggumbqrﬁm% e Mg@-n @?angén@ for

unit len conponent or exanp en dru ength or
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ci rcum‘irencea y, the g1E)+ut es are axial ypteanérpéeéi rlcunPerEgntnl a
spaced cogpenenth antoraash disstsupRIntdsire fed, one or nore at a tine, onto the

feggi ng pat rPret’@F fﬁﬂ@' dompdefind ?ﬁéﬂn@gcd?ﬁ&&%scgnﬁ%t meﬁhgﬂ%’% rcurﬂferérﬁ%ﬂy ng

mul tiple unit onents onto each first su plé rum Preferably,
t he corspaead ﬁgeqmeges (f@ﬁﬁ?ﬁ’%@%ﬂg her piream i cIMAPREMSgINEG BEQURE e elioj @ mpre

spaced dier&dl d;%hp)aﬁéﬁtsfwﬁeeﬁp@gcﬁtdr&qo t&?esébﬁ@@m SHisERP SMBKRS aHIHeP aHRBRS Of
two or nore rent COﬁPOﬂEﬂtS wher ei n each group corresp onds to a

di scr etwheshwslomngireamiatites Tigt wheekh daving eircurtieiniialeapaces mﬁ‘eeapler Hngeph mare
havi ng ctagtegl Wb eE L iMahahéd wxe%pfﬁfgeﬁt W%Qﬂt%ﬁ%ﬂ%&ﬂcﬁnih@%oﬁ@% SHthihan

the fixe q%ers on the first wheel, for conpactin e conponents wthin
a @Pougradrchuahhifiat they\ababane @nethgr ANied th'r&’n‘dh%ﬁ't ﬂ@W'&FtRﬁﬁE‘ePf thacﬁﬁﬁgftct shgelof

the se¢@lfgWte&hierentially spaced moveable fingers, for setting the pre-defined space between a
leading group of components and a trailing group of components. _

In one embodiment, the first and second wheels have substantially equal diameters. The
moveable fingers on the second wheel allow the components to be transferred between the first

30 and second wheels, even though the wheels may be rotating at different speeds. This is
preferably achieved by driving the moveable fingers on the second wheel by cams.

In one embodiment, the second and third wheels have different diameters and the
circumferentially spaced moveable fingers on the third wheel are narrower than the
circumferentially spaced moveable fingers on the second wheel. This allows the separation

35 between groups of components to be reduced as the components are transferred from the
second wheel to the third wheel. The moveable fingers on the third wheel allow for precision
and accuracy in the size of the space between groups of components. This is preferably
achieved by driving the moveable fingers on the third wheel by cams.
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having circunferentially spaced noveable fingers, for setting the
pre-defined space between a | eading group of conponents and a trailing
group of worgpoweandss. | n one enbodi nent, the first and seconB20aveE®s3 have
substantially equal dianeters. The noveabl e fingers on the second wheel
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ti d t f t t1 Ki

2rti ol es wi i ireeleriebBnfidty WBhdREdREmy-G el At A" PER St Rt ERth
mout hpireetasouTmnmap e faiagiomn- bmgeddmpsmee cEealch lne@ts@umﬁemay e eawn-qamEressile v,

t h"zo”“‘bppo%g& %a}b% Cﬁélsé@q{ebp ?J)ur g’_rg e%rgglgyth éPBR,%r isS 'H&r‘ﬁ:%l.tlhethgf Ba§e9

t hé un- TOKi ing article By paper. The tipper may conprise any
sui t ableelch |hppta$our®<anﬂh&ageltybrssmthatbeferahl}'pm ks ngitudiral m»s—ss:btstq@ﬁ@lry atgded by

Hauni

Gor many i e SEGRRYcr ARemiold ot Bl Glhviry BREY, TRl But R Aladbnsor more .
heat sairflow chansts theegthrough.ce may be a carbon-based heat source. Each heat
Source may tﬁﬁ‘%ﬁf@& FRRIS S Rlofe R !ehtsegmﬁﬁﬁé?@sﬂ iRAS&S JHeabr SRHHEC Serosol-

Preferably, source is cyli n rica case, each heat source
on 26he géekialing ysybstratepr &ash a&lb)strh@s mays comntse d@bamp eatesiak uBreferably alepgh

al i gned, W ti01&y ARG 19 thdlc ége\/@??grsuﬁ%ﬁraié"% qﬁlz'déﬁ\r/éff\;rou ﬁ)réfgl%bnﬁﬁés its

¢
source nmay |n0$ &e one or nore alr anne s ther
longltudlnal axis substantially aligned with the direction of movement of the dellvery path.

Preferably, the two or more different components include one or more elongate
expansion chambers. Preferably, each elongate expansion chamber is cylindrical. In that case,
30 each elongate expansion chamber on the delivery path preferably has its longitudinal axis
substantially aligned with the direction of movement of the delivery path. Even more preferably,
each elongate expansion chamber may comprise a cylindrical open-ended tube. The tube may
comprise cardboard.
The components may further include other components, for example a barrier material
35 for locating between the heat source and the aerosol-generating substrate.
In a preferred embodiment, the two or more different components comprise non-cleanly-
cuttable heat sources, aerosol-generating substrates, and elongate expansion chambers and

each group corresponding to a discrete smoking article comprises one of the non-cleanly-
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Preferably, the two or nore different conponents include one or nore

aer osol generating substrates. Each substrate may conprise tobacco material.
Pr ef er ablwoQ 2enai166s@bstrate is cylindrical. In that casepCeaBloywy9sx ate on
the delivery path preferably has its |ongitudinal axis substantially

al i gnecauttatilé hehtesadiraesconeoor rabrenad trenaerbsafgenbratiog suhatiatespandond oremereads] tiye
the t I.fferent conponents include one or nore el ongate expansion

wQ, or re _di.f L
chanbereéqngﬁige)?xé’la%?@? %H%EHSEI ongat e expansi on chanber is cylindrical. In
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has its Ig}ggitudhn }] axis,.substantially aligned with the direction of
nmovemeRt'© PHEHGR ?/g}vﬁn%oap(h. Even nore preferably, each elongate
expansi on clTashevertiay wilb bp rfurtteer alesyilibead by cedy ofpeamgiel edlyt wite reférance ibdheray
conprise car dboarcfr. wi‘l’hgrécorﬁr@@nents may further include other conponents,
for exgﬁﬁ?’gp%{‘yﬂ‘& PENIRt | for locating between the heat source and the
aer osolFigeadr at i shows bistiiaten-tased sprokingrartiade;enbodi nent, the two or nore

di fferent npon ) i S -cl eanl t '
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descri léglre A r el ahbws atsecamkcexase of aimpdnenisrordered on anaguarhdelitbe appl i cabl e

to another aspect_ of L nvent i Lav ' ] .
descri tt'):}'] ,re %y Wags %fscégg‘ﬁgtpé/%g’n({)f%h \?MI‘%}ﬁpI?&f%ﬂéé\AEQGWO&{ tﬁgecg%%g}eﬁas of
drawi ngs in whi clrigure guared 1 shows a distillation-based snmoking article;

Fi : ' i : : : : th
ppar at EECor g eoiaRutr NI Snd' dfodlindl) G SFRAA, BERPH FRBY Rept °
cortponent s or der edndurctiag ekmmants toed papeFwgbr e 4 shows a second exanpl e of

ol ary o e Bl et AEH ThBaY enfbHE Spbarais ol THARE LY ifofin Bl
schematiow bé elgsafibednd hendpdiratestmay be pyredadursngu sadufactuse of ya Histilationdased ng

appar oo e rion SRine e RO Bl R TR I PR 1 M smadng
may be aotiole Wr icomprisesufaacboceaoly-cuttdblst combustidle- ihegedosreekilfy ant iaeﬂ0_e9l-f or
=X 3FE) Genhd A0 64 AL SNV BN LU Andrl 07 E 87 e e
an aer d98| peatwittintg capxiallbignroend, WDISh arquovesappredeineatpeutei papes vaapeers! 10 T
and Vlvfgfg.% gg%logi@%w,;@gggﬁgé%g@mwgggg&i%{peggﬁéii@Lylmhhaﬂ TR8 it c&fif
airflow channel 113 which extends longitudinally through the heat source 103. The aerosol-
generating substrate 105 is located immediately downstream of the heat source 103 and, in this
25 embodiment, comprises a cylindrical plug of homogenised tobacco material 117, consisting of
longitudinally aligned filaments of extruded tobacco material. A heat-conducting element 121
consistihg, in this embodiment, of aluminium foil, surrounds and is in contact with a rear portion
of the non-cleanly-cuttable heat source 103 and an abutting front portion of the aerosol-
generating substrate 105. The elongate expansion chambers 107a and 107b are located
30 downstream of the aerosol-generating substrate 105 and, in this embodiment, comprise
cylindrical open-ended tubes of cardboard 123. The mouthpiece 109 is located downstream of
the expansion chambers 107a and 107b and, in this embodiment, comprises a cylindrical plug
of cellulose acetate tow 125. In this embodiment, the outer paper wrapper 111 includes
perforations 129 around its circumference, just upstream of the heat conducting element 121.
35  The smoking article 101 is circumscribed by tipping paper 131.
Figure 1 shows one embodiment of a particular distillation-based smoking article.
Various modifications are possible, however. For example, one or more of the following

modifications may be made if desired. The heat source may comprise additional or differently
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this enbodi ment, the non-cleanly-cuttable heat source 103 is cylindrical
and includes a central airflow channel 113 which extends |ongitudinally

t hrough twe 2hmat7eeseur ce 103. The aerosol generati ng subsPcatB2000807033 | ocat ed
i medi atel y downstream of the heat source 103 and, in this enbodi nent,
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acetat @ ﬁ&%e’rﬁgblé%&é’é e SRRALIER n}l thr&@ t‘HHtp%Ffou%%Bﬁé wrapper 111 includes
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I ncl ud bet we heat source and th aeroso -generating substrate.
| 45 eadleahlytantiablp dreaksoussg 203 ianrpesprphbenerating sybsypte 205 ve rioaaate expansieher

b
may be HAbHETFT didle HMUBRLE (TRLGORNE ThelBbafifius MHERTigRs 4 SRy BRGIR, Cc¢
may be combineeitie hﬁat rssayrcae 298s aerognlegfnaeﬁtlag eembstratés 798t antb ARARSIOR cheMbeEnt |
such thgy @ f&ﬂE&r‘l‘ ﬂﬁged SmBAhE ahiIe3€R Whigh ‘"ﬂlléﬁ FoRtHMBES irhayt I?H QH%eHhSptlonally

perforations. Figure 2 1Is a perspective schematic view of one exenplary
enbodi weing tioping thapeip FaftED fisisoed §m@klnmélﬁ16r50n Figure 2 shows an enbodi nent

of ,gppar at um&&wwﬁ Lgverem; e ﬁddé?é’tbé biy1 %mﬁrﬁé’&%%'?éédlrfzd%eéﬁ%ezﬁangﬁkirﬁat of

un-ti pped snoking art nbodi nment " of ure be used for
manuf aspuices 803.s3asRNG feesing mears 2@5&:@061&@@3@!@%9@@% SH‘Pﬁi‘tatEFSs2%tanélt@éﬁwl y

cutt abggeéfmsgé i Ie%ﬂé‘%'?é'fQPfHe gﬁﬁg%@h%lanfb'ékt bil memesemﬁcsmmeﬁtsoft hig mkfueg

articl ed above wt erence to Figure 1. In the enbodi nent of

Fi gur e feedingampasnafIanepraprises |vidratingphavd 2938, h%qel@a?ﬂ@md%ﬂ'ﬁg wheel F0shtindbrur ce
203, an.fey toﬂﬁ@%rékl $eto yh onﬁg{rﬁ\egﬂézoséﬂeorﬁbm%ﬁ)p@x@@sbsIpranwaqsmurmw s

207 and a nout not s own he apparatus shown in Fm%ure IS

ar ﬁéngé‘dﬂﬂ80§@rﬁﬁcﬁ@d€tméUP@)&tdr%l?Pé@svaEQ?sm bedtr 20561 angesfcend indgxing ydiaeh £e2f- 205

and expangd QhpBBRATENEF Frflfe 120 thifd Radifi imBRS! 2B7RKIoRprided inbbsst 207, %hfahy the
nout hpi eces may be attac d optional | O%dUSI ng tLelPl?(r)]?C’e aa per, to for

fini shégp@mmrﬁgoaptsqu@@ary supply drum 2 vacuum nd mdexmg wheel 207f
The apparatus 201 further comprises vacuum belt 209 and compacting means 210 for

compacting the stream of components into groups of components, in the form of wheels 211,
30 213, 215, a garniture region 217 using paper web feed 219 and belt 221, and cutting means in
the form of blade 223. Further details of the compacting means 210 including wheels 211, 213

and 215 are shown in Figure 5.
The general operation of the Figure 2 apparatus is as follows. The heat sources 203 are
introduced from vibrating bowl 203b onto belt 203e, then via indexing wheel 203f onto vacuum
35 belt 209. The aerosol-generating substrates 205 are introduced from hopper 205b, via primary
supply drum 205c and secondary supply drum 205d onto vacuum belt 205e, then via indexing
wheel 205f onto vacuum belt 209. Similarly, the expansion chambers 207 are introduced from

hopper 207b, via primary supply drum 207c and secondary supply drum 207d onto vacuum belt

9



Referring to Figure 2, the apparatus 201 conprises first feeding neans 203a
for the heat sources 203, second feedi ng neans 205a for the
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Is™a predefin space I ng group conponents and a trailing
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bet ween group I ng neans escri d in
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compon apped with paper web in the garniture region 217. The
paper \%ﬁ%ﬁ? ﬁwge\{gédrbfgy i ncl ude pre-applied heat-conducting el enents

(p@$si bl y i rPrinmary fdsum 25ca farrthei aghegobpengsalinshaubstratase205 inglydes; g gplysality of
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e conpone
embodlment primary drum 205c rotates in a clockwise direction. Secondary drum 205d also

includes a plurality of longitudinal flutes (not shown) around its circumference. However, each

flute on secondary drum 205d extends along only one sixth of the length of the drum and is

30 arranged to hold a single length aerosol-generating substrate. The flutes on secondary drum

205d are stepped relative to one another around the circumference of the drum. Along the

primary drum 205c, there are five rotating cutting blades (not shown), which cut the x6 aerosol-

generating substrate lengths on primary drum 205c into single length aerosol-generating

- substrates for the secondary drum 205d. In this embodiment, secondary drum 205d rotates in

35 an anti-clockwise direction and individually deposits the single length aerosol-generating

substrates 205 onto vacuum belt 205e. The vacuum belt 205e may include fixed fingers to
ensure correct positioning of the components.

Primary drum 207c, for the expansion chambers 207, includes a plurality of longitudinal
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been overw apped with the paper web fromfeed 219, the web is cut at
appropriate junctures, at blade 223. Supply of the aerosol-generating
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shown) arou circunterence, a the axis of rotation. In this
enbbdi transfer pechmigues daranuszd7to tronsfercthe gompenesdk hietecead Aemms. diowener.nather
drum 207¢c. i S _arr h 4 | - GG um
2070 arEsneisfRarEe e the'EpbPaRien; ot PaFe 27 pritaR) Bivin 203E RARNeS ¥
its ci langitbdinaniiwes Hodesespndamcinurh| 225d ioaludes dRdsenradr pngilimpl ditesnds thg ong
only h : t £ 1h ngd |gh 4t '

engt b epsAindritin ERUFS im0 GRGuLE B LRGP g EeoRp Ul

r el at i \287d incustesadfosiepped fongitiedind dlutdsr ©f repersen ethepnumbersdefifiHtesaptshpossiie

prigar %nng(laﬁggﬁ?a%topﬁ{ﬁ ridt B%tg?%rgfsﬁé%%atair%dct% Highg bl ades (not shown),

whi'ch cu X4 expansron c s on primary drum 207c into si nal e length
expansi on ciRetbesrsvacuun beit 2efeonthyacudmubg!D208 there ig an indexipe ayhashg05f. The
second HUThed 7 Sosr0 | R ! |- §En LR tiSirateEN 005 JG thao
si ngl e%ﬁ%ﬁ(g’tgh%éga%%éfo;ﬁ?%ﬁi%@rgibgﬁéeg ﬁe&c?%ﬁ%%\g‘dgﬁoéééetrﬁgruontaoe vacuum bel t
207e t vapuuw belk 209vdn dhip ambiodimenh dhere ase foyr Bxadirders @Rrbshayd len irfexing whee!

The VacinRehseiBlatt id dfRirbieX #nf SAUSISInd CIrPARRURJHERCIndBARG WhaBl 2usf Of
t he conporients. Typically, suction is used to hold the conponents to the
dr 265 ®ets kaclistancecheiween anrisekganeeting qubstraipe agdery alg tangipstesy ontp yacuum

CONMPONgaL Sy HRELL SLGUOBvaddaMEBEE 2088 B€fset to cooperate with the rotational speed of
indexing wheel 205f and the speed of vacuum belt 209.
Between vacuum belt 207e and vacuum belt 209, there is an indexing wheel 207f. The
indexing wheel 207f rotates and supplies the expansion chambers, two at a time, onto the
30 vacuum belt 209. In this embodiment, there are four fixed fingers (not shown) on indexing wheel
207f, which separate the expansion chambers into groups of two, that is, a fixed finger is
positioned after every second expansion chamber. In this embodiment, indexing wheel 207f
sets the distance between expansion chamber pairs as they are transferred onto vacuum belt
209. The speed of vacuum belt 207e is set to cooperate with the rotational speed of indexing
35 wheel 207f and the speed of vacuum belt 209.
Supply of the heat sources will now be further described. Referring once again to Figure
2, vibrating bowl is used to supply the (pre-cut) heat sources onto the belt 203e.
Between belt 203e and vacuum belt 209, there is an indexing wheel 203f. The indexing

11
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exanp ure scusse a regu ar spaci ng bet ween conmponent s

Wil | bé rseqmnedefmgerﬁme providedh @ngawlrgoybeelb?&% tmleﬂee PeRERPSfGRivVense
next Cg:g@?&%g H}AAble} oPh MR ¥Sur s Bﬂe%guurﬂ_ BL® 2066 fr§|$|tcomfnl§d"d§ shBﬂ?%ﬂgbéﬂmes

203f, n particu for the arrangenent shown I n Figure 3,

four f iFoethef Figger4 aaamqmm @@d\@ﬂﬁ spwigex ArRyPrRMided %%Yacwmbelh%@%?h@ tieel
203f dgf VsEHa%e e %heﬁalp‘ém%t urbaais é‘r@é‘t’é@ecﬁ/ Sifer¥dReliin feelt bet@8erd r om
contlnuous sup t 203e. For the Figure arrangenent, one heat

sobce ImCB%XmgdmweaO%frﬂf@ pgeunihel200. Do speed:0 twaﬁeuramltt% i hree tiggs higher
spaci ng %@qgﬁbéﬁﬁgts eed E)Ff?r% mcﬁé}(nﬁ} WRel 2082 THRIPRE Feb AVEDEBE 8820 i@ twice
exanpl e I gure 4 cussed below), a non

the heat source length between each pair of heat sources.

Figure 3 shows one possible order for the components on vacuum belt 209. The

components are simply in the order that they will be positioned in the finished un-tipped

30 smoking articles. That is: heat source 203, then aerosol-generating substrate 205, then

expansion chambers 207, then another heat source 203, then another aerosol-generating

substrate 205, then further expansion chambers 207 and so on. This means that there is equal

spacing between each heat source from first feeding means 203a (as discussed above), equal

spacing between each aerosol-generating substrate from second feeding means 205a and

35 equal spacing between each expansion chamber pair from third feeding means 207a. The

scissor symbols in Figure 3 indicate where the paper web will be cut at blade 223 or further

downstream. In Figure 3, the spacing between components of the same type is indicated at

301.
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regul ar spaci ng between conponents will be required. That is, the space
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downst the co nmeans ore e ti e turning drum
t akes artotmtTiheseasnd smlr‘@fm{ﬁns theppragingrhsitvern matlsguz@gs ahadlﬁ@ﬁfﬁldégb@ﬂ%ﬂtmat e
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nout hpie etvveen the two sin eng t un-ti pped smokin
ar bl essitiass, itowands sompgctingomesrea 0. Bugtior lmamﬂ@déroah@mmne@bmttﬂ()@ whigfer

f
taﬁr) ;h glggqgrg?%r?ﬂg@aﬁ%&témst}gltﬁe gaP. The conponents are ordered to create

one facing forward, one
Figure 5 shows one exemplary embodiment of compacting means 210 of Figure 2. In

Figure 5, the components enter the compacting means at 501 on belt 209 and exit the

compacting means at 503 on belt 221. In Figure 5, the components are shown in the order of

30 Figure 4, that is, to create two un-tipped smoking articles at a time, one facing forward, one
facing rearward. However, any suitable component ordering is possible.

In this embodiment, compacting means 210 includes three wheels 211, 213 and 215.

First wheel 211 is used to separate the plurality of components into groups of components. In

this embodiment, first wheel 211 includes seven fixed, circumferentially-spaced fingers 505a

35 and is arranged to rotate in a clockwise direction. Second wheel 213 is used to compact the

components within each group. In this embodiment, second wheel 213 includes eight

circumferentially-spaced moveable thick fingers 507a and is arranged to rotate in an anti-

clockwise direction. Each moveable thick finger 507a is driven by a cam 507b, rather than being
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facing rearward. That is: heat source 203, then aerosol-generating
substrate 205, then expansion chanbers 207, then further expansion chanbers
207, therweanotdmgsesaer osol generati ng substrate 205, thenrPamoBh®y/04783% source
203, then a third heat source 203 and so on. Such an arrangenent is
advant@gﬁ@otﬂEWDeelaZI‘Eﬁe so thabyndyemese of waeh teigk §'ngﬁrg597q)|cfﬁh?<§v®ﬁ@d’\§‘§§e§13 is
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rellative to 5 I s possible. Third wheel 215 is used to set g
I

spaci nguésessiek fraesfen 06 cemporgnt #epb bRels211 rtP hes! idrotientie Wheels g

215 ingly at%fﬂahént@g&&dmfsngé@ddTﬁ@ﬁﬁé‘éis ARYERBsariediamélen 86 fér Sdthauipnd
Is arranged to rotate 1n a clockw se directjon. The de5|reg1 ?sTﬁam between

each urethigyeef véesk? hy wava arespendsrta giakhsEPking artisle 104 ek 2 & 2% n

finger Juhtdhet R ehr F&&%lerﬂgro@f W@%&b&ﬁmo@étehﬁlsaﬁdéé&tdlﬂétehw ab Iﬂ&ﬁd\térﬁdep

bet ween the conpacting neans 210 and the belt 221 ? ve e

fi Ager MBYgable s‘lnsersV agreadiivem BOOHNS 547 A dathen fankeing, 'f‘?qr:gfd“@ \A%Q ﬂ‘ﬁs

SO t hg II(SWéI’_ﬁmE@é'gblé’fm@étE BOH‘tdl}géngQﬁhe 2098 spked at FiX&d fiyerd1868a &lthe intérface,

ngf ! 209. qumg/r@atygntg r\]Nhsee?‘r2$3 1€}henI g%ge Eheecocrr(ljponae(r:ﬁ[sI z?r transFerre%l%e (t,ams Jo'O'?bn
allow the moveable fingers 507a to return to rotation at the same speed as wheel 213. Since
there are eight spaces between moveable fingers on wheel 213, but only seven spaces

30 between fixed fingers on wheel 211, the components within a group of components on wheel

213 are closer together than on wheel 211.

The components are then carried by wheel 213 in an anti-clockwise direction, as shown
by the arrow. As already mentioned, each moveable thick finger 507a is positioned between
components of one un-tipped smoking article and the next un-tipped smoking article.

35 At the interface between second wheel 213 and third wheel 215, the components are
transferred to the third wheel 215 and begin to rotate in a clockwise direction, as shown by the
arrow. The components are guided onto wheel 215 by guide 515. Each moveable thin finger

509a takes the place of moveable thick finger 507a and is positioned between components of
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t hen gui ded onto wheel 2 11 by guide 5 11 and carried by wheel 2 11 in a

cl ockwi se direction, as shown by the arrow. Each fixed finger 505a is
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Al t hou vVea n ers eqU| re ve movement rel ative
to wheel 219n Figuesy5S, a/vrealao'&‘e’iamj %‘ésararsho\@n with eight moveable fingers, so that they can

accommodate eight groups of components for eight smoking article rods, but any number of

moveable fingers greater than one is possible. Wheel 211 is shown with seven fixed fingers, so
30 that it can accommodate seven groups of components for seven smoking article rods, but any
number of fixed fingers is possible. The important feature is that the first wheel 211 holds fewer
groups of components than the second wheel 213, so that the components are compacted in
the transfer from the first wheel to the second wheel.
In garniture region 217, the properly-spaced components are overwrapped with paper
35 from paper feed 219. This may be performed in a conventional manner. As the components
move along the belt, on paper from paper feed 219, the channel steadily becomes more
cylindrical, thereby wrapping the paper around the components.

Referring to the embodiment of Figure 1, each distillation-based smoking article includes
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cans 509b rather than being fixed to wheel 215. This allows the fingers
509a to nove relative to wheel 215 at the interface between wheel 213 and
wheel 215vo=houl7ébsBhi s be needed to conpact the conponeRrCI/IABEO/DITEFITOr €,

t he cam nechani sm all ows for adjustnent of the speed of the delivery of the
conponarieat-coiductire] ele@@ht 12 hwhictenay corsatpatuntifiemdoinfoetenaldy, dhaiahsinigerc h

th Th t '
di roct [0 PESARBAA By Hapgt 1T iR Rl Yo LG Bavér el 218 aht B over the
gr oyp3c@hp@rmnm)nm sappliqatioonafl $pacsdt albminimw efab| matéhasgtr @ paer) wes mag be
503 onPBUTe Sy Rty e heb B FRER AT BRhdng Khiout AR EAERCER oBZsaBR ord
ggggzﬁrﬁome@nom sZﬂ:g apéaraalsrlealut;wr;jmslhgl:rs@d t he bl ade 223 downstream of the
g ans | S . |
COMPact 110 BLaRadidd 3 BRI B AL g PRREY MBS Kol 335 0°P
bet \A/eeheataadndgctmgmle)ﬁemismpmeeﬁotm afi @kasiniuon patchescioratveb of ipaper. Jhpappa@itsar | y

[ t ith th '

Lgﬁféegiigé“wpfges?gﬁﬁ%@ h%fjﬁf#ﬂﬁ* cug{m' gt s opp AnGRNIGR rocd Bty 867, 0!

cou hitio fdi feegledanoingrelldss 802 anfl fixed aolleenPt s dlue applicator 613 Patchheuwting

o 88 ©irort £36 R QBT ofe® R ol BE p e HRRsfoL oRRTRIN Sl pBY olBut TS

tnm an?623 ZéImmlsTmboﬂhnpohemesamatbe adthitemally tincledash paﬁ@r@horbydrsm\cﬁ%na%d
ransferr ween

t echni aﬂ%@orﬁf g gogh(iﬂtgred%?o Q&e@ﬂ@h‘éﬂ?”é’? G%%frﬁﬁc&&@ﬁ@@v uﬂﬂs own

Wwith ef@lhthe][tbmelabIlseuﬁedrtgmctsqats thet wett oftnaevyer cad tmﬁmﬂmmes:@cgﬁtthlgk peiensof

conponent s _f or Kk nﬂlhﬁﬂfﬂ

finger 5 L{:ﬁ’ega? énde%aha{r'\]eg'\ﬁn% Alf @&,&rﬁ%@n@@\gﬁtq@%&f %GM' ! owrr1 \(/)v:c t hm\s/g\ellglnef I xed

fi m%a:] s, f?ﬁnmmumfoﬁmbaﬁe@rfmmmee bobbierbrto tipsinpht @5 bers e aluprinidmfeih

sno

mpor t Hnfedt g @3fidng filbr BRY HGHE e, ol KPhe pRS ScaimBR B 2kt a0

conponefiest thidensidreins theofotl weite dhe1the aomirfium f@'hwebdﬁﬁ%éhtmﬁ direction @hake ed

Ir 2 g;[ gﬁ Errfx‘?/rs] S\E % fixdd Pllef hbe1 1t e dr‘MClﬁ&J daridin {gh%llér@%@@dTN@QErllcm Fbllgt%rébgt st ®he

pr op & y-spac onent's are overw appe paper from
paper Spest &flt8e |Muxnsngrwyb,b@30pehrig3tortbd requirgd sproe At tmmtchmmm dfuﬂb thand
onent (o) |
CORBaT T BB BaShORRr OF M BRI ARPIRSILA pitcdipe s ke
corrponemas orR@fesrari angontmuphe oenbodﬁen‘mﬁenbﬂrqangaf glug, tOetaerweb Then, the glued

distill b s L@%‘}
whi ch r?g nsf%@t(:{"(':13 cl))f %F%grﬁgnt?ﬁ%ﬁlq‘fé ﬁ? pgghe er {%ﬁ{ ?Fééggd‘gﬁrﬁ ﬁéila'?nltr%glge F Fium
pre- ap}6I2n elraferablhestmatpmrs dpplied blethereatrpée patch éf@n$fﬁt grugnpeq ai ischjown guiyyids

wr apped at] Vergxn { e th%oaggﬁ%g@fgr LR 2RO @Ej'ee %I%lnﬁm?&ﬁw@ﬂ) WAk SdsUpRtivakh the

pat che perfor ned paratus |ike that descri bed | n
pensi ngapht emttnngapﬂmd:mc&tﬁ @nd BﬁeO%@msms@f @1@ 8Abotienwab isfculupte Hthagual

s Show?unll Rmﬁ{ ;%{Eﬁes. The individual patches (glue side out) pass in a clockwise direction around
the patch transfer drum 621. Paper is fed into paper input roller 619. As the paper comes into
contact with the individual aluminium patches on the patch transfer drum 621, the patches are
applied to the paper. The glue may then be dried by heaters (not shown).

30 The apparatus allows the aluminium patches to be non evenly spaced on the paper web,
if that is required (for example for the component order shown in Figure 4). In that case, either
electronic driving control or a mechanical cam (not shown) changes the speed of the incoming
webs so that patch transfer drum 621 applies the patches to the paper web with two different
spacings.

35 As will be understood by the skilled reader, the position of the aluminium patches on the
paper web is critical, as this affects the position of the heat-conducting elements relative to the
heat source and aerosol-generating substrate in the eventual smoking articles. This has a great

effect on the heat conducting properties of the smoking article, and hence on the temperature
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Figure 6 shows a schematic view of one enbodi nent of apparatus used to
apply spaced heat-conducting elenents in the formof alum nium patches to a
web of paperoiolitiessappar at us 601 conpri ses backpl at e 603 pcaliiBmoydarasx oi |

i nput 605 fromalumniumfoil feed bobbin 607, alumniumfoil feed dancing
rol | er ;=a@6&d anithefaermso!-gendratirgy fubsttategindeheapgbi ¢z sMolBAS expeaieote tutthe wgerdr um

paper " o0t sUtMEL St pEPR ol e st 1o neBER s, (ISPl A GIBE ot
per f or applicatod 62T t6 revantithadeat sauncd frarh deopppgl dut of the ERRr ovenwRipgure 6, the
thick line ITR ﬁgrﬁggr\}\gb ﬁ% ?S E&% t‘éﬁ%d%ﬁatg t!hénbéHel]’n%J gék o?rlﬁethé gbﬁ%ﬂa'ﬂi‘% I's

used to indi CarE aper, 1'ne W space
por % i ongg iirs thestmstea $mdnngaaa|cteh€sewd=bgwé Papee paﬁorhtlammaewltpata@M}s atiow a

al um ni um.fojl i A { Lhput
o, ThiT ofiee! o bGP b hasRl oyalFPar ol hEARAPES, TR REerd e Pode ol
shown byrnirige wirenotive, smelnngnavte:lajps bin Thd operfarations fin cltigureet tasershowni extengénd oi |
web. The [T ti-on r

Va1 92ang oF PR 8 e ARG ahep, Thel BEHBHIAE GE Alepidlic G
rol | er slo6@9theetengtre of pthed sofokinge aiticleo Altegnatiybly, dbe opelfargtians may begaddesd
spegd ing drum 615 and the patch transfer drum 621. After
thigdaﬁéw}ﬁ%%raﬁ?%g‘ﬂ%ﬁ% the glue applicator 613 applies glue areas or
lines or a comadditionasunit may alsot e stpptiechto applyeprintiod aglother tearkings teetbe peRen,
the glu i ni 2t he patch cutting drum 615
and the%ga)t%tlﬂg}n?) ;8H hr um g%@%‘?%ﬁﬂ%@ﬁ’%%‘sz suction is applied at the
entry to paRefertlmngsdeeagaltn tnFign 2iithe psp%lmﬁmﬁmf@w& regianx2 17 isftheme
patch tr ak

patch utft?f dﬁr um f%ﬁretaggtdﬁ&%%td ¢ hﬁétnlr)lg?lg?z godé‘l‘ um’egvzvgﬁﬁﬁ Q%dggleds%t‘kcﬁ%
int® i gd:upsdxﬁabmabmntsu/tftarmattmgea montfwieqedngy e @pplied theach(yi-tirpesl; Q!@OKHHI)
pass | M is
Fed i nBsy it ot RS e o DR Bk eReRshaf b hed out FFAR

i ndi vi duitdbleatippimachipaftippes. on t he patch transfer drum 621 , the patches
are appl | edqjq.t m Bg%ratu-ghﬁ{(ﬂj n'fa rel 31 st thgrécﬁﬁpot?%nf%eﬁ%e?é§ in I30§tream
shown). The apﬁara I"ows ni dm pat ches to be non evenly spaced
on the atmgethe\mbylngfvacham belt rQ@Qthh@d {f the erawpting aeanh 210 iR ridisamoPtier
o hancBnPORRE pdqmidhisd flo G836 oFbiriineRs CEbP Bl e s i P sttt
pat ch Mnaupeé@rsnmkmm @‘Meaﬁbew@mpph%nt@am@mg qreup W@Ubap%ranmsr e Hhergols a
differ I i

posi t1 SfousTRE PR, heed o loctind G055 9 PaHpoHertSnd K IARY, A2 corkthents.

af f ect §hehe|npgmnltur©megl®n t2ﬁné uheaqonw@nmtétaragvr@mmelﬁt% web | of imaterial oFinAlY. gt

source al snoking articles.
Thi s hgéggﬁﬂ%ﬁ&?R %@ Féon t Hgg%gggﬁﬁtgfﬁﬁgﬂgyﬁgg$tles of the snoking
arebcel e, and hence on the tenperaturereached at the aerosol -generating
substrate and hence on the snoking experience for the user. The al um ni um
patch may optionally be secured to the heat source, for exanple via glue

fromapplicator 627, to prevent the heat source from droppi ng out of the
paper overw ap.
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The perforation drum 625 is used to perforate the paper, so as to formthe
perforations 129 in the finished snoking article (see Figure 1). The
per f or at iwo0mayeeEBt ernati vely all ow a user to peel of f ppanB200$/047bE paper
overwrap fromthe heat source. This prevents the paper from burning, when
the snokamgSarticle is lit. The perforations in Figure 1 are shown

ext endi ng around the circunference of the snoking article. The perforations
may, alternatively extend along the |length of the snoking article.

Al t er nat i veAymethbafopeofmbinitg taosor mayre hliffeaetd edmponerds fazding produbtéont ¢fsprkingAn

he. paarcnet arefol 1ok o Sy RBroBed iR Ye i phite e Rictit Afefble” 0

Refgr r thegstepsad: again to Figure 2, the paper web exiting the garniture
region 217 s then v, | rrg, t he bl ade 223
cuts the Weeed'r[l1g ahé%géna%ecg%gﬂ%%%%Epgfj@§'é§8 oélagﬁ?%ﬁﬁAfter cutting, a
mout hpi ece owyipditing tie stezhm of ecroponentst inforgrdupsnefiwn@r anare difteréryt comppnerys.
paper. by
any su?? rgugﬁ%ﬂ?&ﬁ%dlhg‘?? ﬁ@nse QQ@%O?HB%(% ‘WhteP #g%aég?ﬁf r@?ﬂfé@@{} u?ggférffp

Fi gur ealyt bne stnbghet rwdcwhqmnemesre ads ea fpeeﬁeflnedi @taceabﬁt\ae@n@ feiadingogiong of
vacuum bel t 2 T g neans 210, the stream of
coﬁ%on‘é%’?goq sc%nrgp%{(? ""(])é Qrc’hg%fggﬂg gjcorrponents each group correspondi ng
to a discr eWeappmgtthppemdupemmkssm\gawebpf:mtenafhen@orrponents wi thin a group abut
one anot her |,p{pg Eﬁﬁ group of
conponent s a'%grqga%?sné%‘#fﬁaﬁaﬁ%ﬁgg% ﬁ%@%@geteg% rbf%?ﬁsgg%ﬂ?ture regi on
217, the conponents are wapped in a web of material. Finally, the web of
materi gl is t iHMB0d) h

mater! 3l ' SaGind a @ogé\nsP@&smP? wﬁgﬁg.n%&e&ﬁ%&éegg\sgﬁfgﬁgaﬁ.§e@ 0 nfe
smoki ngwearlomgttbdmal aﬁwrwbataatallyeﬂisned)wéh each n@ecam@wﬁbrﬂn%dlr@tlon Of movement
non- cl efalt %eﬁ\}étr)? Qhe the nethod conprising the steps of: feeding a stream
of co ENts & ng a noving delivery path (209); conpacting the stream of
corrponents into groups of two or nore different conponents, each group

cor r esgondi ?gmétﬂo& ag{:ﬂ'(afnstts R Qrch&FrLQ ClfereNRE BF td?%é:%m%ff‘éﬁssoﬁ"tﬁeh' n
a group abut” ofe ano ere|n there i's a predefined space between a
| eadi ngroyingugelivéry pattp (209 corresrbnds tte simoking aftides ab fadinnigneame dirggtiap prity

th I ; fting the web of material in
eag?'n spaggggéﬁqmée@ﬁe%séﬁgfp@&é%m%@r?kpg{r?edr@%%l.a‘ A met hod according to claim1,
wherein the conponents on the delivery path (209) have their |ongitudinal
axes sybst ant ' t r*lhé*&?e bif tliriPthekeb of
rmverre%\it of Q‘thg{haelal%\%@%qov%g §%§\th cﬁ)‘?ﬁd)ri%i?@ to dg I'ai m Poore ce alom 2,
wher ei matéral ov ebeh sphce hetw@gmgmtoj compengnts, rotatlng every alternate smoking article,

such that adjacent smoking articles are facing in the opposite direction with respect to the

25 'direction of travel.

5. A method according to claim 1 or claim 2, wherein the order of the components on the
moving delivery path (209) corresponds to alternate smoking articles facing in opposite

directions with respect to the direction of movement of the delivery path.

30
6. A method according to any preceding claim, wherein each group of components
corresponds to a discrete un-tipped smoking article, the method further comprising the step of
tipping the un-tipped smoking articles with tips, to form smoking articles.

3B 7. A method according to any preceding claim, wherein the two or more different

components comprise non-cleanly-cuttable heat sources (103, 203), aerosol-generating
substrates (105, 205), and elongate expansion chambers (107a, 107b, 207) and each group

corresponding to a discrete smoking article comprises one of the non-cleanly-cuttable heat
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nmovi ng delivery path (209) corresponds to snmoking articles all facing the
sane direction with respect to the direction of novenent of the delivery
pat h. 4. woretdwesaccording to claim3, further conpri siPog/IBzi0Y/e07953he st ep
of cutting the web of material in each space between groups of conponents,
r ot at i suyrease oye ar traore adf ehe @etdsngeneratmigesubstiates t arat opeljoacmme of ik eloggate
articles are faci in the opposite direction with respect to the direction
of travVernss" Ciarprg%ﬁod according to claiml or claim2, wherein the order
of the conmponents on the noving delivery path (209) corresponds to

al ternate spoki i I By, i i e i [ | € 1.0
thedi Fect i BrobisrEhd o 2uhiteERg sk FolthiRRY ittt RedehAhurk?
any preemdntsgpated apngtherieside efdtbl webadfipratériatonponent s corresponds to a

di screte un-tipped snoking article, the nmethod further conprising the step

of tipping the un-tipped snoking articles with tips, to form snoking
articles. 7A methed laocordingdodilaim 8.cfuethgr gomeprisiionthecstep wf applgingigiue Reeasves or
nore different c. ' - - 03,
203y, Tepat el CoyBIRAT S interhERt P Garh B gile B0 ieb gh 8 Bpnot Bt nactichBctnd
chanmbematefia Zad applying spa7dd patdhesacithgheabcarducigpmateriagtottbe insitlesefrtbe aveb
snﬁ)ki NG rﬁ%tgﬁfi | e conprises one of the non-cleanly-cuttabl e heatsources, one
or nore o e aerosol -generating substrates, and one or nore of the

el ongat e expansi on chanbers. 8. A nethod according to claim7, wherein the

b of . Bt eF | ol . i L nei d
of "t he'Gieb BirTeE ARG 1S3 pRBGHG i, RAAEF BhipRRARE Sich B SR blie! de
conpr i areng ot lresstrepcaftinagys o intgroittent streams ofoglug tnthe ingideyotibatwabuefusaterial

i nternj I : . of heat-conducti ng

mat er in%‘%f%)'%gh%g%ﬁ?%&ﬁd"@p@gg%ﬁgﬁﬁgﬁﬁfR’%?gﬂtrr\ﬁ%f&?aé’onducti ng material to

the i nside of the web of material. 10. A nethod according to any preceding

claim_ furtRe i - [ i :

cont i nlibus. SpbaraREReyiieh mbhER W ARb! dReBht Eorbdfhustor HBRofbch o

mat er i sthokieg ertigles heherewmpatdéasivong pf thg aompopentsds apn-slepnlychtabligthe Bprpaatysi al .

11. Ap?c%&%s'i’rfg:(zm) for conmbining two or nore different conponents for the
1on o

pr oduc snmoking articles, wherein at |east one of the conponents is
non- cl eanl yfeedingaans (203a, A9par 278 fardagding iarrjreameefdiontporeals RIqnEoa Aovingsa,
2079) i stream of conponents along a noving delivery path

(2%8);3%1{\)/%{@%% gzg)gzeans (210) for conpacting the stream of conponents into
groups of temmpacting meads (2H) éertcoomaptingthesireamc cgmpapenis te gigvRschiva & a

anot e el dhddrEns, oHIFGRLY ob e ARG 15 2 oo DR P et 1 o
conponegrhgorgnts \within ai groumalyt onp anbtheo apd mbetein there is a predefined space between
a leading group of components and a trailing group of components;
25 wrapping means (217) for wrapping the components in a web of material; and
cutting means (223) for cutting the web of material in each space between groups of

components.

12. Apparatus according to claim 11, wherein the order of the components on the moving
30 delivery path (209) corresponds to smoking articles all facing the same direction with respect to

the direction of movement of the delivery path.

13. Apparatus according to claim 12, further comprising a turning drum, after the cutting
means (223), for rotating every alternate smoking article, such that adjacent smoking articles

35 are facing in the opposite direction with respect to the direction of travel.

14. Apparatus according to claim 11, wherein the order of the components on the moving

delivery path (209) corresponds to alternate smoking articles facing in opposite directions with
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wr appi ng neans (217) for wapping the conponents in a web of material; and
cutting neans (223) for cutting the web of material in each space between
groups ofwoanpaniessBs. 12. Apparatus accordi ng to cl ai m PCT/IB20O9/@1795% he
order of the conponents on the noving delivery path (209) corresponds to
snoki ngespeict © the dmédtiohat mogembet ofdimedelivesyqiatlon Wi th respect to the
direction of novenent of the delivery path. 13. Apparatus according to
claim12, further conprising a turning drum after the cutting neans (223),
for rotldt i ng\ppeeatys attaedingtte asymiiclaimaritti tol &, vehecdin tthexicosppetingnmeansn (4 10)
articles are facing in the opposite direction with respect to the direction
of tra\férn.p”i%s.' Appar atus according to claim1ll, wherein the order of the
conponent s arfirsthwehewb(2 11y hadhg ciecumfprentially 2paged fixedddigersdS05a) fat saparading the

of movalenr r EompSTHY P, SRR of Fofteiifit Rl #aF MER EonRgRrk oFed o

11 t o Discretbemekingtanielesonpacti ng neans (210) conprises: a first wheel (21
1) having ciyr rentia i fo ( : td he
Stroam of corpanBa el oY, SBETEam dritle Bk Ll ol Gy SERRR' doaded

cor r espoovesbledingensi (507 &treorerbdsetygspaced tHap;tha fiset timgeravae ¢he firgtl8heel 1 sfor eam

of .the first. I i I . i | e fingers (507a)
ror'® o o8B e Riord i A Skl Rl P BAR S BRURBR B 59° ()
conpacti ng tahthird ovipeh 2153, duwrisiraam af ithel pecandhwidwit havirgy cisdumferentiallyrepahed ;
and a thi . of the sec I
o rcunt B ERPEaTpre 1304, 1BVERHRG e nbreltpBF e {iReen (7 bdihg, group of
pr e- defdompdnemaaed betailingyreud efadmpgnemtsup of conponents and a trailing
group of conponents. 16. Apparatus according to any of clainms 11 to 15,
wherein each group of conponents corresponds to a discrete un-tipped
snuki ng6ar t iApiparates acequgiag ab Lenyf ofr ¢claiers o riids iwhgrein teiagh egrouip wh someaneni$
the cutt] (2 for tipoi - UNgt i LG i
tps. 1SPERIRES al it il fhig dRcluid BRSELGTRINS BRBHELGR ekl ||
to 16, delesteéam tohéhe ouwdting mesne (203) ffer tpping thepomtippesd sooking edicles with tips, to
non-clgﬁ@ﬂgﬁﬁﬂ%@gﬁk@sheat sources (103, 203), aerosol-generating substrates
(105, ) el ongat e expansi on chanbers (107a, 107b, 207) and each
group corresponding to a discrete snoking article conprises one of the
nonpC! &Nl Y AR GcbiifhgSBULRPRS Biifis Oft P18, Rheldl? 1RE S Ur MBRbfelcA?
subst r at és, one “oF nbPe of % he & ongat e expansi on chanbers.

components comprise non-cleanly-cuttable heat sources (103, 203), aerosol-generating

substrates (105, 205), and elongate expansion chambers (107a, 107b, 207) and each group
corresponding to a discrete smoking article comprises one of the non-cleanly-cuttable heat
sources, one or more of the aerosol-generating substrates, and one or more of the elongate

25  expansion chambers.
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