Description A nmethod and a unit for producing stanps
applied to cigarette packets Technical Field The
wonremsaats2s nvention rel ates to a nethod of prodeCTmBR008/001232
stanps for cigarette packets, and to a relative unit.
In describing the present invention, reference is nmade
to revenue stanps for cigarette packets of the soft
type, albeit inplying no limtation in general scope.
Background Art Conventionally, soft cigarette packets
appear substantially parallelepiped in shape and
conprise a first inner wldgssaption/pi cally of netal foi
paper, fully envel oping a group of cigarettes |ikew se
substantially parallel epiped in shape, and a second
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fashiomed troma | ear ng material, generally
paper, presenting two |ongitudi nal edges and

envel opi ng the inner wapper all but for a top end
face; thus, the label wap presents a front face, a
rear face and two flank faces. The second w apper is
al so folded over the bottomend of the first w apper
t oleshnich] Field t he bottom end face of the packet. Once
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the top end face and affixed by its two ends at points
coinciding wwth the free top edge of the |abe

wr Bpckbhiesel Attanps are often prepared, in famliar

manner, using. dedjcated units by which a.cantin . .
e Bobrerpapan’ ralarst Relipis et sipi Gy reRitggiped in
t h?hape and comprise a first inner wrapper typically of metal foil paper, fully

enveloping a group of cigarettes likewise substantially parallelepiped in shape,
and a second outer wrapper or label wrap.

The second wrapper is fashioned from a leaf of wrapping material, generally
paper, presenting two longitudinal edges and enveloping the inner wrapper all
but for a top end face; thus, the label wrap presents a front face, a rear face and
two flank faces.

The second wrapper is also folded over the bottom end of the first wrapper
to establish the bottom end face of the packet.

Once the operation of folding the second wrapper around the first wrapper
has been completed, the label presents one free longitudinal edge extending
transversely around a predetermined peripheral portion of the packet, adjacent
to the top end face of the metal foil inner wrapper.

It is also customary for packets of this type to bear a revenue stamp, or seal,
straddling the top end face and affixed by its two ends at points coinciding with
the free top edge of the label wrap.



action of suitable decoiling nmeans, and thereafter
di vided into a succession of discrete |eaves, each
WO HAg1426%6t i ng a single stanp. An adhesive is tH{dnB2008/001232
applied to one surface of @ach stanp by a gunm ng
device, in such a way as to coat two bands at either
end, adjoining a central band of the selfsane surface
that remai ns devoi d of adhesive. Accordingly, each
stanp presents a central non-adhesive portion offered
to t exposed top,end face .of. the i nner w apper, and .
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produci ng stanps applicable to cigarette packets, such
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and carried efficiently and easjly.intg effect. Brief
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-figure 2 shows a second possi bl e enbodi nent of a unit
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-figure 3 shows a third possible enbodi mrent of a unit

for_ producin stanPs,
Disclosure of the Invention

The object of the present invention is to provide a method and a unit for
producing stamps applicable to cigarette packets, such as will be unaffected by

the drawback mentioned above, and carried efficiently and easily into effect.

Brief Description of the Drawings

The invention will now be described in detail, by way of example, with the
aid of the accompanying drawings, in which:
-figure 1 shows a unit for producing stamps according to the present invention,
viewed schematically and in perspective;
-figure 1a shows a stamp produced by the unit of figure 1, enlarged and viewed
from beneath;
-figure 2 shows a second possible embodiment of a unit for producing stamps,
viewed schematically and in perspective;
-figure 2a shows a stamp produced by the unit of figure 2, enlarged and viewed

from beneath;



vi ewed schematically and in perspective; -figure 3a

shows a stanp produced by the unit of figure 3,
wenbm@rigeds and vi ewed from beneath; -figure 4 shOnWSB208/001232

cigarette packet of the sofs type, viewed

schematically and in perspective. Detail ed Description

of the Preferred Enbodi nents of the Invention Wth

reference to figure 1, nuneral 1 denotes a unit, in

its entirety, for the preparation of stanps 2

applicable to cigarette packets 3. The unit 1 extends
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t he present ification, in particular, reference
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1 conprises a first roll 4 of adhesive strip nmateri al
5 fromdteabdtes about a horizontal axis A and a second

Il 6 of - adhesi (A | ] i
ettt T P B OF e b Pl i ch ma QRGER in
papatpeRtivd.0 the axis A first nentioned. The adhesive

strip 5is aligned on a longitudinal axis of synmetry
denoted X, whilst the non-adhesive strip 7 is aligned
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and the second roll 6 are a first dggg%l roll er .8 and
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r oklhoBizontal axis A and a second roll 6 of non-adhesive paper strip material 7,
located beneath the first roll 4, rotatable about an axis B parallel to the axis A
first mentioned.

The adhesive strip 5 is aligned on a longitudinal axis of symmetry denoted
X, whilst the non-adhesive strip 7 is aligned on a longitudinal axis of symmetry
denoted Y, and presents a width dimension less than that of the adhesive strip
5.

Interposed between the first roll 4 and the second roll 6 are a first decoil
roller 8 and a second decoil roller 9, rotatable about respective axes A’ and B’
parallel to the horizontal axis A aforementioned, and coupled to drive means of
conventional embodiment (not illustrated).

The first roller 8 rotates beneath and tangentially to the first roll 4, separated
by a distance substantially equal to the thickness of the adhesive strip 5.

The second roller 9 rotates above and tangentially to the second roll 6,

separated by a distance substantially equal to the thickness of the non-adhesive

strip 7.



separated by a distance substantially equal to the
t hi ckness of the non-adhesive strip 7.Simlarly, the
woiomt142abl er 8 is positioned above the secondPColiBmNS/@1232

at a distance equival ent to4the conbi ned thickness of

t he adhesive strip 5 and the non-adhesive strip 7,
thereby creating a gap 10 through which the two strips

5 and 7 can be directed. The two decoil rollers 8 and

9 function as decoiling and joining neans 11 by which

t he hesive strip 5. and.the non-adhesive strip 7_ are
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fi r@?iw{ge@%’?teg'dhesi ve strip material 5 rotates
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material 5 is coiled in such a manner that
adheB¢gd2surface of the strip 5 faces outwards;
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The roll 4 of adhesive strip material 5 is coiled in such a manner that the
adhesive surface of the strip 5 faces outwards; accordingly, when the strip 5
wraps partially around the first decoil roller 8, the surface of the strip 5 in
contact with the roller will be the non-adhesive surface.

At the same time, the second roll 6 of non-adhesive strip material 7 rotates

- anticlockwise, as viewed in figure 1, whilst the relative decoil roller 9 rotates in
the opposite direction, thereby causing the non-adhesive strip 7 to unwind
progressively from the selfsame second roll 6 and wrap partially around the
roller 9, following a path denoted P2 in figure 1.

The adhesive strip 5 is paired face-to-face with the non-adhesive strip 7 as
the two enter the aforementioned gap 10 between the two rollers 8 and 9, with
the result that the non-adhesive strip 7 is brought into contact with the adhesive

surface of the first strip 5 and the two strips bond together.

This bonding action is favoured as a result of pinch pressure exerted by the



The adhesive strip 5 is paired face-to-face with the
non- adhesive strip 7 as the two enter the
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with the result that the nen-adhesive strip 7 is
brought into contact with the adhesive surface of the
first strip 5 and the two strips bond together. This
bondi ng action is favoured as a result of pinch
pressure exerted by thetwo rollers 8 and 9 on the
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In accordance with an alternative embodiment of the invention illustrated in
figure 2, the unit 1 might utilize two rolls 18 and 19 of a non-adhesive strip
material 100 and 101, in which case the two strips 100 and 101 would be
united with the adhesive strip 5 in the same way as described previously.

In this instance, the partially adhesive surface of the strip 14 created by
securing the two non-adhesive strips 100 and 101 to the adhesive strip 5, as
illustrated in figures 2 and 2a, presents a central adhesive band 20 flanked on
either side by two non-adhesive bands 21, each equal in width to the width of
the non-adhesive strips 100 and 101, and two further adhesive bands 22

outermost.

In accordance with a third embodiment of the invention shown in figure 3,



united with the adhesive strip 5 in the sane way as

descri bed previously. hi this instance, the partially
wadhssiureesurface of the strip 14 created by secuaBgs/001232

the two non-adhesive strips6100 and 101 to the

adhesive strip 5, as illustrated in figures 2 and 2a,

presents a central adhesive band 20 fl anked on either

side by two non-adhesi ve bands 21, each equal in wdth

to the width of the non-adhesive strips 100 and 101,

an f r adhesi ve bands 22.outernost. h L
cab SEnalthie B F bl B TRt eI on hopgitudinally
shauispacdd @edian hdl&e2R0hr alReswas b Whed (Fi8MalR strip 7 is
prepared with a succession of |ongitudinally
equicsded &y theearihgsive stripsS, 2B résnltingslomposiy stiipatd wilk present a

t hi g, | 2. 1.$ baond t.o t dhesi tri. ,
t neTHBEOF PR ickfar WOSER: 80k Uy Ron-pisscmedile By 15
of caclhegqualén clisfetbio tkaBsmedr 8f ARIJIEE2D BRAHABE DL MBe non-

medi an band 15, each equal in dianeter to the diaheter
of SIHOHER 723 presented by the nonadhesive strip 7.

In th J ted in fi 3a, h st 2.
o es bl ay &8 dibotitld B Bl %) bl Focif 2 GRAGS o Hlpcsive
t heimolar 2dhrsiive 1yiag it tRncbid- MheAIOBaAY 85] FEHRS adhesive

ba ds%ég@%in such a way that when the stanp 2 is

ap 3‘1"[? stife Ipsitchet Wiy that when thaistaons? iscHpphied ta elpacket 3
to; [, hRer apper. The unit

cool HLmaP b AA; (g 35 ch Bk SRBRE wadeer bea
abov@heumitl donidhgpedatpy innillest thel B@Bddithests deferitRArabbde, tifizing
logo of th Qigarette_nanufacturer by which the stanps

2 rpéma%ffe%ﬁ} CPINC Wi ReAERg His laga of the ciearpiisanafacturer by which

no ' ' ; ti o .of the, .
O CHAARS X it fin RN M Yup il 99 ofes G
pri nidtrmativelye tho iegad bl shev eigaiettt mmariufadtliret MisBi@Se Sstamps 2
neut.r Ibadhesive trip ul.d be utilized. The method =

and"#fe %Hp?teéifg’cﬁ]ﬁs@&‘ FRYe ot BRicChaense st rRyEg] adhesive

ef k@plwolldDetipr&rent i oned rolls of strip material can
be handl ed at high speed and with notable precision in

a unilhe ofetleod anlthé ynis displogediefbir gmpomrtt Advdntages.
In effect, the aforementioned rolls of strip material can be handled at high
speed and with notable precision in a unit of extremely simple design, without

any need to make use of a complex and costly gumming device.



any need to make use of a conplex and costly gumm ng

device.Clains 1) A nethod of producing stanps for
woi2omriet2e packets, characterized in that it i RCIUBmSS/001232

the steps of: - decoiling at |east one first strip of

adhesive material (5) froma first roll (4) and at

| east one second strip of non-adhesive material (7)

froma second roll (6), thg%%&% t he agency of
decoi ling neans ( 11); g the adhesive first

strip (5) to the non-adhesive second strip (7) by
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(7) to the first strip (5) in such a way that the axis
of symetry (Y) of the second strip (7) and the axis
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(23) ordered along the | ong7| t udi nal

progressively as the two strips (5, 7) are decoiled from the two respective

rolls (4, 6).

3) A method as in claim 1 or 2, utilizing a non-adhesive second strip (7)
presenting a longitudinal axis of symmetry (Y), of width less than the width
of an adhesive first strip (5) likewise presenting a longitudinal axis of
symmetry (X), wherein the step of bonding the first strip (5) and the second
strip (7) by pairing one with the other includes a step of offering the second
strip (7) to the first strip (5) in such a way that the axis of symmetry (Y) of
the second strip (7) and the axis of symmetry (X) of the first strip (5)

coincide.

4) A method as in claims 1 to 3, including the further step of preparing a
succession of equispaced median holes (23) ordered along the longitudinal

dimension of the non-adhesive second strip (7).



di mensi on of the non-adhesive second strip (7).5) A

method as in claiml, including the step of bonding a
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third strip (101) to the adéesive first strip (5),

wherein the wwdth of the first strip (5) is greater

than the conbi ned width of the second strip (100) and
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t hi ckness of the adhesive strip (5), the second roller
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the first roller (8) is positioned above the second

r olfFPEC ) axeg ehaBated by a di stance equal to the

conbi ned t hickness of the adhesive strip (5) and the
non- adhesive strip (7).

8) A unit as in claim 7, wherein the first roller (8) and the second roller (9)

are interposed between the first roll (4) and the second roll (6).

9) A unit as in claim 8, wherein the first roller (8) is positioned tangentially
to and beneath the first roll (4), separated by a distance substantially equal to
the thickness of the adhesive strip (5), the second roller (9) is positioned
tangentially to and above the second roll (6), separated by a distance
substantially equal to the thickness of the non-adhesive strip (7), and the
first roller (8) is positioned above the second roller (9), separated by a
distance equal to the combined thickness of the adhesive strip (5) and the
non-adhesive strip (7).



