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Backgiousdr f ace of the front panel of the pack. However,

25undesi rably uses u pace withi.n the container and adds to
fé"f'p qowg dp f,ép’lctqwepqﬁg%?{n smoking articles such as cigarettes from a

blank of board, for example cardboard, that comprises front and rear pancls
connected by opposite side panels, a bottom panel and a lid. The Jid may be

configured in a so called flip-top arrangement,

A problem with such conventional packs is that the panels particularly the front
and rear panels, may bow undesirably, especially when the grain of the boazrd
runs parallel to the length of the pack. It would be desirable to use thinner
board for fabricating the packs in order to save cost but the use of thinner board
can feel flimsy to the user and also the thinner board limits the options for pack

shapes because the thinner board is too weak for wide packs,

It is known to provide an inner frame in a conventional flip-top pack to provide
a jam against which the lid can abut in the closed position with its exterior
periphery coextensive with the remainder of the pack. Tt has been proposed in
US-A-5964345 to provide ribbing on the surface of the inner frame that abuts
the interior surface of the front panel of the pack. However, this configuration
undesirably uses up space within the container and adds to the overall material

cost of the pack.

Swmmary of the invention

According to the invention, there is provided a pack for smoking articles
comprising front and rear panels connected by opposite side panels a bottom
panel and a top panel, wherein at least one of the panels includes a plurality of

transverse bands greatet in thickness than a tegion between the bands.
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Summary of the invention According to the invention, there is provided a
pack for snoking articles 30 conprising front and rear panels connected by
opposite side panels a bottom panel and a top panel, wherein at |east one
of the panelswabuges a plurality of transverse bands rgr@ate@sodssiat hi ckness
than a region between the bands. WO 2009/ 132905PCT/ EP2009/ 053514 - 2 - The
top panel may conprise a lid. The bands can be forned on the exterior

peri phery of the pack and both the front and rear panels nmay include the
transverse bands. 5 Conveniently, the bands nay be enbossed either during
manuf acture of the blank or as a pre-production step in the process of

packi ng snokimmg tap bhedl &slylcah@utsm ipacke bakds The bpasindiin e ckaliokcated from
sheet material and the bands may conprise corrugations forped in the

t hi ckness of Pf»ﬁ@h%h@éfhcrﬁ%uap%imthAftht s prdpes @ﬁﬂ%lhéﬂaw%bawons may be
formed on the.,Lid.Higqi nvention al so includes a blank for fabricating a
pack for snoking articles 15 conprising front and rear panel portions, a
bott om parel portion and S|de panel portlons and a portion to forma lid,

in which at l%gsénignqgf 910 ban %ﬁ’z%n%c (,81%0% c?thungmynghr%%&fgét%ﬂc 4% ttng of

transverse bands gre in EKNEss etween the bands. 20
The |nvent|ommhumﬁhenphﬂphﬂbEﬁmawnpmhddIﬁbmnabfpeammpgndap@ekummnnmnnklng
articles, bl nk c nprising front and rear panel portions, a bottom panel
portion and §tdé*“panel portions and a portion to forma lid, the nethod
conprising formng in at |east one of the panel portions a plurality of
transverse bands greater in thickness than the region between the bands. 25
10 The pack may be fabricated from shect material and the bands may comprise
corrugations formed in the thickness of the sheet material, At least one of the

corrugations may be formed on the hid,

The invention also includes a blank for fabricating a pack for smoking articles
15 comptising front and rear panel portions, a bottom panel portion and side panel

postions and 2 portion to form a lid, in which at least one of the panel portions

includes a plurality of transverse bands greater in thickness than a region

between the bands.

20 The invention further includes a method of fabricating a pack for smoking
articles, blank comprising front and rear panel portions, a bottom panel portion
and side panel portions and a portion to form a lid, the method comprising
forming in at least one of the panel portions a plurality of transverse bands

greatee in thickness than the region between the bands.
‘The method may include embossing the blank to form the transverse bands.

The method may be performed by feeding successive ones of the blank from a
magazine thercof to an embossing station to form the bands, and feeding the
30 embossed blanks to a smoking article packaging machine to be formed into

packs filled with smoking articles.



The met hod may i nclude enbossing the blank to formthe transverse bands.
The nmet hod nay be perfornmed by feedi ng successive ones of the blank froma
magazi ne thereof to an enbossing station to formthe bands, and feeding the
30 enbossedvdhr@nksodso a snoking article packagi ng machegesbmobhe:fi9rned into
packs filled with snmoking articles. W0,20091132905PCT/ EP2009/ 053514 3 As
used herein, the term"snoking article" i ncl udes snokeabl e products such as
cigarettes, cigars and cigarillos whether based on tobacco, tobacco
derivatives, ,expa }clie_d t gbacco,, reﬁ:onsti ut.eﬂ.t}obac%% qr t_o%accp Substi tutes
and al so heaf's "R -%ﬁ‘r“n&ﬁr‘@ﬂ‘&ct’g? R & D KT G Br T EE e hrlly” BE 16V *tled Wi t h
a filter forcikﬂ@ttés,ggﬁﬁs%ﬂ did 200 AR P Ya de @ nSBBARD; 10BhE@f dd@s6vdspt i on of

t he draw ngs In order that the invention nay be nore fully understood, an

embodi nent t FEPEeE! WbRFeonstroBE HESCPPIEH ByoRnggo TP St P B anpl e
with referengg £@n10c048s AGCAARANY NdcdLAM NGS ol MG il GUE &yl 1S @
schemati c perspective view of a cigarette 'pack fromthe front and one side
with its Fideokoseldow Bigur ey theishlakst.rates the pack of Figure 1 with the lid
open; Figure 3 is a schematic, exploded view of the pack shown in
Figures 1 and 2; 15Figure 4 is a front view of the pack; Figure 5 is a rear
vi ew of the Baekdescription of the drawings

In order that the invention may be mose fully understood, an embodiment
thereof will now be described by way of illustrative example with reference to
10 the accompanying drawings in which:
Figure 1 is a schematic perspective view of a cigarette pack from the front and
one side with its iid closed;
Figure 2 illustrates the pack of Figure 1 with the lid open;
Figure 3 is a schematic, exploded view of the pack shown in Figures 1 and 2;
75 Digure 4 is a front view of the pack;
Figure 5 1s a rear view of the pack;
Figure 6 is a side view of the pack;
Figure 7 is a bottom view of the pack;
Figure 8 is a schematic illustration of a blank used for fabricating the pack shown
20 in Figutes 1 to 7;
Figure 9 is a pagrdial sectional view taken along the line A-A’ in Figure 8
Figure 10 is schematic illustration of a facility for packaging cigarettes in a pack
as shown in Figures 1 to 7; aad
Figure 11 is a schematic illustration of an embossing station for use in the facility

25 shown in Figure 10.

Detailed description

Referring to Figures 1 to 8, a flip-top pack 1 for cigarettes is formed from a

blank shown in Figure 8 and comprises front panel 2, rear panel 3, side pancls 4,
305, a bottom pancl 6 and a hinged lid 7, 2ll formed by folding and gluing sclected

portions of the blank shown in Figure 8, formed of board stock sheet material

such as cardboard.



Figure 6 is a side view of the pack; Figure 7 is a bottomview of the pack
Figure 8 is a schematic illustration of a blank used for fabricating the
pack shown 20in Figures 1 to 7; Figure 9 is a partial sectional view taken
al ong the Iwoeedufosi n Figure 8 Figure 10 i s schemati cpekkusibyasian of a
facility for packaging cigarettes in a pack as shown in Figures 1 to 7; and
Figure 11 is a schematic illustration of an enbossing station for use in
the facility 25shown in Figure 10. Detail ed description Referring to
Figures 1 to 8, a flip-top pack 1 for cigarettes is forned froma bl ank
shown in Figure 8 and conprises front panel 2, rear panel 3, side panels 4,
305, a bottomhpaaed hA landuaitilngednliing bévelRblcdfOpsRGbnbY sf@igdhagoiand gl ui ng
sel ected portions of the blank shown in Figure 8, forned of board stock
sheet mat ori F e M ad CRIMGAIER NDTP0087L S20DEHET-EP2000/ 053514 - 4 -
The pack has |ongitudinally extending bevell ed edge portions 8 along the
joins between the side panels 4, 5 and the front and rear panels 2, 3. 5
The lid 75ha§hslldﬁ| g sindie: Sdgedeen Yand adrdntadge BiydichGnwhilessdinesigosl osed

position is sq\A@ %H Cr]gl% llllfggtlgeéhdf gﬁd hﬂecpldocgu Ql’lq th??ym%%{oxﬁdges 12,

13 of the front an rrespon ing y shaped to
provi de a cl esésitle mw«;ea, ”1' Heuda rdwc@osﬁmply 5A$p(idh0vmovzric Fictur és waheante 3, the

pack contain nty.cigarettes 14 in the
Brey Che ol OB iy ARGERERE BRefid T 1Pt Ral P Bt attel Lo t he
cigarettes V\Iﬂﬁﬂld &L@lﬂﬁl(dad(ﬁasaﬁ@ﬂlad)wn in thc, art, the sloping arrangement of the lid 7

710 provides improved access to the cigarettes when the lid 1s opened,

An inner frame 15 of board stock sheet material such as cardboard is fitted
within the upper part of the opening of the container e.g. by gluing and includes
a re-cntrant part 16 to provide user access to the cigarettes. The inner frame 15
75 is of a shape to bound the interior of the front and side panels 2, 3, 4 along with
the bevelled edges 8 adjacent the front pancl so as to act as a jam against which
the lid 7 can abut when closed, with its exterior surface co-extensive with the
front and side panels 2, 4, 5. The inner frame 15 includes depending flanges 17
which act as stops to hold the lid 7 when closed.
20
The front and rear panels 2, 3 are provided with transverse bands 18 that may be

formed by embossing the blank as will be explained in more detail later.

The transverse bands 18 comprise corrugations illustrated in Figure 9. The

25 bands 18 have a thickness t which is greater than the thickness ¢ of regions 19
between the bands 18, The regions 19 may be formed by embossing although
other techniques can be used for example to compztess the board material along

the regions 19 c.g. by scoring or swiping with a blunt biade.

30 1in the described example, the cotrugations 18 extend across the entire width of
the front and rear panels 2, 3 and are of equal width w as shown in Figure 9.

The regions 19 between the corrugations 18 are in this example rectilinear and



An inner frame 15 of board stock sheet material such as cardboard is fitted
within the upper part of the opening of the container e.g. by gluing and
includes a re-entrant part 16 to provide user access to the cigarettes. The
i nner franmewdSode83dees of a shape to bound the interior etrehmodsomts and side
panels 2, 3, 4 along with the bevelled edges 8 adjacent the front panel so
as to act as a jam against which the Iid 7 can abut when closed, with its
exterior surface co-extensive with the front and side panels 2, 4, 5. The

inner frame 15 includes depending flanges 17 which act as stops to hold the
11657 whon c P S5eTraTRF O i8R o oar ekl S8 e BeF bR o0l o
transverse bandsealdftlialtd may sipevd erpekcby 2@dtsossi ng the bl ank as will be

explained in nore detail l|ater. The transverse bands 18 conprise
corrugations illustrated in Figure 9. The bands 18 have a thickness t which

is greater thap hhestinckness. thefird-Lof Q%l@if;]i% ket weelrit henbands, 8. The
regions 19 may be fornmed by enbossing al hougﬁ ot her techni ques can be used
for exanple eadewnpredsihel heaneak ratlheticarsudl Bag: ey dgpshyodo e. g. by

scoring or S\Ma éipag cm ﬁ@u@edq{of‘?&:ﬁgﬁggﬁ:biﬁw \Olél{t(ﬂﬁé(?&qscﬁrllg?cﬁgr (%Xtﬁgpl e, the

corrugations 18 extend across t ntire w t he nt and rear panels
2, 3 and ar eagemdtpdglacivi Thhy msdis isholmeed posEingupelydn téfhve afele ons:ri® bet ween
the corrugations, 18 are in this exanmple rectilinear and MO ., .

2000, 132905PER ERBobY BeuB e TSt AT RS hEF Mgl e A red ek aribar such
corrugat i ons Th8AcanLgatPpme v BAgdr@mtemiliofhcandfdreas 1:i0f7, the 1id 7 as shown
in Figures 4 and 5. The corrugations 18 have the effect of rigidifying and
strengthefling the front 5 and rear panels 2, 3 of the pack, with the result

that a thinn@ﬂuﬁ%ﬁﬁﬂ@éﬁ&%&nﬂﬁk@k&@%yanc&@ugﬁﬁﬁsﬁ@&m&@@ﬂiQ&kh&@ bl ank
wi t hout | oss of rngldlty of the assénbl ed pack. This results in reduced

cost not onl yuscaptilde g thefditcdomat avainap! sdgarslittogh wbichsan ¢ prapged ransport
costs as a resylt. of g . wel i GAL T, [ A _perform
S Tl I S T S A T e AT
cor r ugat i onsrigBlimak ehd hentpackechgsacbWsdepti bl e to the direction of grain of
t he boarq stock which can be arranged either longitudinally or transversely
of the paék wi t hout any significant change in rigidity in the front and
rear panels 2y additid® by using the described corrugations 18, the pack can be made wider

than hitherto for a particular board thickness, thereby giving the designer

freedom to devise new packaging designs.

20 Furthermore, the corrugations 18, 18A provide a tactile gripping surface on the
exterior of the pack which assists the user in gripping the pack and opening the

lid 7.

The card used in the pack 1 may have a weight of 180-300 g/squ.m, for example
25 280 g/squ.m, but with the provision of the bands 18, a lighter material may be

used for example 215 g/squ. m. or even 200 g/squ.m, The lighter the weight,

the less rigid the card, but this is ameliorated by the provision of the bands 18.

The card is typically of the order of 0.3mm thick and the depth of the embossing

that forms the bands 18 be of the order of 50% of the un-bossed card thickness.
30

A method of packaging cigarettes in the pack will now be described with

reference to Figures 10 and 11. A magazine 20 as shown in Iigure 10 contains a



In addition, by using the described corrugations 18, the pack can be nade
wi der than hitherto for a particular board thickness, thereby giving the
desi gner freedomto devise new packagi ng designs. 20Furthernore, the
corrugati ongok8w1384 provide a tactile gripping surfacecomeioheosextieri or of
the pack which assists the user in gripping the pack and opening the lid 7.
The card used in the pack 1 may have a wei ght of 180-300 g/squ.m for
exanpl e 25280 g/squ,m but with the provision of the bands 18, a lighter
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provi sion of cbhRephradssl8he Thakeand be pré-ypphedlahy pod-fédiedosidelinafof0. 3mm
thick and the depth of the enbossing that forn ands 18 be of the

or der of 50N 2R sk Coar e A Hiccﬂ?héé’é*!"q%ﬁﬁ PR tonle, o8 _

2009/ 132905PCI4 ER2A096 a3 2dshssind statiBh 81 @ Lh¥hQhe Bbanksiods 1SURst antial ly as

illustrated in Figure 8 but without the corrugations 18. The bl anks nmay be
pre-printéd amdoprcd-oher thsdraiptintdd ek oFhareafeirngeibinks pgrfétogel | known in
the art. |ndiyi ... bl LONYE . ntLald ¥ 42,808 i ng
station 21 atmi\fit\%iy%ﬁ)a?l agﬂlgz’?%lg“é‘u ozlgyl‘%gcirg@{% “ehg s(?séé:(fggnté ?ﬁ?%r e-printed
bl ank. Ther eakterte phbleghlgankdimr 2 fobth tho bangisgar et f@npackagk Agndddhki ne 22

that is fed wt. |y of ci ttes 23. .The ci tt kagi hi
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that may be pig@vheed).on the inner frame 15 and wapped in foil (not shown).
10 In order to formthe pack, the packaging machi ne 22 operates in a nmanner
known to ’hose in the art, so as to fold blank shown in Figure 8 along the

hat ched fol di} bARS 1 Po HRMpaER (RE B hhenRARK 22 ThR Bl ARk hankonpri ses a
front panel gortlon 2' and a rear panel 'portion 3" that are connected by a
p

base panel pérewore giose Theheldrd sp g5 fofaiiagk shovh ér pirned 8 plopgiteh 7' that has
alidtop 24 %'g - . ook d G f t. 5 sre-eptrant flaps
P 24ha@ned fal AL RANGL: @2reaid thel LOR! TRABELLAC ARGl LRI ANt 11 ap
28-30 whi ch Can be ?oﬁgéd |ﬁméfjlim¥o creat e tﬁe I gtr‘gfhfe shown in
Fi gures 1- 3. panci portion 2’ and a rear panel portion 3’ that are connected by a base panel
15 pottion 6°. The Iid is formed of a lid panel portion 7’ that has a lid top 24, a lid
rear panel 25, lid front panel 26 and re-entrant flaps 28-30 which can be folded

inwardly to create the lid structure shown in Figures 1-3.

The side walls 4, 5 of the pack are formed from panel portions 47, 47, 5°, 57 that
20 depend from the front and rear panel portions 2°, 3’ respectively. When the pack
is folded, the panel portions 4, 47 and 5, 57 overlie one another and are giued

together to form the side panels 4, 5.

The bevelled edges 8 are created from regions 8 by folding along hatched fold

25 lines 31, 32, When assembled, the 1id 7 can hinge along hinge line 11,

Initially, the blank may be pre-printed with trading and user information but is
without the cotrugations 18, 18a. They are applied subsequently at the embossing
station 21, which may utilise an embossing rool as illustrated in Figure 11. Here,

30 the pre-printed blank 17 #s placed in alignment with an embossing tool 34 shown
in section which is moved in the direction at arrow A in order to emboss the

surface of the blank. The tool 34 includes a series of concave corrugations 35



The side walls 4, 5 of the pack are forned from panel portions 4', 4", 5",
5" that 20depend fromthe front and rear panel portions 2', 3
respectively. Wien the pack is fol ded, the panel portions 4', 4" and 5, 5"
overli e onewanotshemoand are glued together to formthe reirdepamasbs 4, 5.
The bevel |l ed edges 8 are created fromregions 8 by folding along hatched
fold 75lines 31, 32. \Wen assenbled, the |id 7 can hinge along hinge |ine
11. Initially, the blank may be pre-printed with tradi ng and user

i nformation Qy% IS mithouéighe %ogru%agion§ 18 ﬂ%ﬁ &-TQﬁX @Lﬁ g@ﬁ%ied
subsequent | y 3t Fhd THHEHES TSV ETEE GRY 91 OThMIRER @ Ui S & hbossi ng
tool as il usibigl, @thchRisFe@UbenddediyHeite thSbiahhe” phBoEd heedshpatiasl ' 1S
placed in allgnngn§ W th an egﬁgssipg‘tpol 34 shown in section which is
moved in t he 'HPrBE PIGH LARCHAF RS ACTHE Y SHOF eI Y ¢ Phe surface of the
bl ank. The tool 34 includes a series of concave corrugations 35 WO
2009/ 132905PCT/ EP2009/ 053514 -- that are a mrror of the eventual convex
corrugat i dns Thgrdafensll ¢mbetied bleahiR™ wHid ko thatregireltd pashagesvmialtiat ¥2ont o t he
bl ank 1 embagses if P, AOIT HOALARE L BubDe, BHAR.faashicve t he
configuration gﬁoﬁn ﬁﬁ{%lguresé. §]%ﬁ£réa fe f:t éheﬁg%sged blank I' is fed
to the cigarette packagi ng machine 22 shown in Figure 10 for assenbly and
filling as preevi ousl. ,descri%ed, Many .nodi ficatjon d.variations of the
descri bed pack P aTTUFT IR “PRE LEbEe o HacT RULET Sn NI LE ‘EHE Yame
nunber of cokrkdgata@is WBilarie sHivdu@Bed dfecolfhghiont 15ad sk@ad opanel s 2, 3 of
the pack, different nunmbers could be used, for exanple fewer corrugations
18 coul d Be prEvrBREBR It rbak e B tBPArEdOwi Y TFE PFont panel .
Al so, not al |eszI1p§E m@vérr&mug&@(ﬂﬁlm%ﬁm Pbcepﬂfv%'d%dthc rear panel 3 as

compated with the front panel. Also, not all of the front panel need be provided

with the corrugations 18 and part of the panel surface may be provided in a

planar configuration without corrugations.

15

[furthermore, whilst the described pack has bevelled edges 8, they can be omitted

such that the pack either has rectangular edges or curved edges. When curved

edges are provided, the corrugations 18 have the advantage of pesmitting a

relatively thin board material to be used which can readily be deformed into a

20 curved edge whilst providing the front and rear surfaces of the pack with

rigidification.

The corrugations 18 do not need to be of the same width as described above and
can be of varying widths. Furthermore, the corrugations do not need to be
25 rectilinear and may have curved edges. The corrugations 18 do not need to

extend across the entire width of the front and rear pancels 2, 3.

Also, the embossing tool for the embossing station 21 could be a rotary
embossing device and other ways of creating the bands or corrugations will be

30 appatent to those skilled in the art, which do not necessarily involve embossing,



with the corrugations 18 and part of the panel surface nay be provided in a
pl anar configuration w thout corrugations. 15 Furthernore, whilst the
descri bed pack has bevel |l ed edges 8, they can be omtted such that the pack
ei t her has wectmngmbsar edges or curved edges. When cur \red/meodgessiame
provided, the corrugations 18 have the advantage of permtting a relatively
thin board naterial to be used which can readily be defornmed into a 20
curved edge whilst providing the front and rear surfaces of the pack with
rigidificati rrugaions e sane width as
descri bed abgg%)g%ﬁb%%ﬁ gy ?vaﬁnﬁm(“vﬁd%ﬁ %hrttgfﬁggg(qrhe corrugations
do not need anbewn&c&bkhﬂeﬁﬁbaﬂhama&nhamengymmeaﬂadgﬁ@luwhehmBMﬁMQatrons
18 do not need.to ex acr nti.re mndtg of the front and rear
panel s 2, 3. ‘V“9Q§%W“P% “%Wﬁgégﬁ ssipgptatipR “onbossi ng station 21 coul d
be a rotary enbossi ng device and other ways of creating the bands or
corrugations wll be 30apparent to those skilled in the art, which do not
necessari ISy kit v ientsEsi g beewdrseobot irs2boisPCT AEBR 0GR POBIE ¢2n be g - Al so,
t he bl anks I I manuf act ure
so t hat then%¥gﬁE§Bnﬁf%RmmF%1§ﬂ%g %%?égﬁggéh ge' ngggg{?ﬁSBEands, whi ch
avoi di ng t he nnemerrfiphastcheli@nbossinpic statthion: 2&r héldvhiplerlitylveé dipvent i on has
been descrrbeg LQ reI tron to a flip-top pack it can be used in connection
wi th ot her Fdre snnkrng articles which do not necessarily have a |id,
for exanple a contarner that holds a pIuraIrty of fIrp top cigarette packs.
10Many other nodi fjcations and vari atj ons a% Fﬂt that fall within
t he scope 0of ’\/l[’(ﬁ;ég o qquW‘?H@atanél Variations will be evi cnt t 1at all within the scope

of the following claims.

a1



9 Cainms 1. A pack for snoking articles, conprising front and rear panels
connected by opposite side panels a bodtom panel and a top panel,
characterised in that; the pack is fabricated fromsheet board stock
mat eri al ; at | east one of the panels includes a plurality of
t ransve$eambands conprising corrugations on the exterior surface thereof
formed by conpression of the board stock material in the thickness of the
sheet material; and the transverse bands are greater in thickness than a
regi on het weamndehgolaiisng arfcled) chagksiAg GORindGedrPatélaitinkeitl m@pﬂozﬁﬂ@e top
panel conprises a |id. §% A pack according to claim1l or 2 erein both
t he fr opide aneely @betiqranencs and fopdenelaplirassgrtssd in that; A pack according to claim
2 including at | t. one, of _ i oni.the lid. 5. A pack
accordi ng toﬁ§ﬁ§gg%g%§&%g§f%%ﬁ?%%ﬁﬁ%#gg%dgﬁéﬁggkrugations have paralle
si de edges. a@eashopackihapaodinoigdésa ploalipy efredisngschaidseohprigng t he
corrugations extend between the side panels. ) .

corrugations on the exterior surface thereof formed by compression of the board stock

material in the thickness of the sheet material; and

the transverse bands are greater in thickness than a region between the bands.

2. A pack according to claim 1 wherein the top panel comprises a lid.

3. A pack according to claim 1 or 2 wherein both the front and rear panels include said
bands.

4, A pack according to claim 2 including at least one of the corrugations on the lid.

5. A pack according to any preceding claim wherein the corrugations have parallel side
edges.

6. A pack according to any preceding claim wherein the corrugations extend between the

side panels.

7. A pack according to any preceding claim wherein the sheet material comprises

cardboard.

8. A pack according to any preceding claim, containing smoking articles.



7. A pack according to any preceding claimwherein the sheet materi al

conpri ses cardboard. 8. A pack accordiiig to any preceding claim containing
snoking articles. 10 9. A pack according to claim9 wherein the snoking
articles conprise cigarettes. 10. A pack according to any preceding claim
wher ei n% he topchanirdiog tpeliiged wherel the sopkingdrticlaskompripacigaticor di ng to
any preceding claimincluding an inner frame within the pack. 12. A pack
according to any precedi ng claimwherein corner edges thereof are bevelled,
curved or rectangular. 13. A blank for fabricating a pack for snoking
articles, conprising front and rear panel portions, a _bottom panel portion
and si dé0panél paskpedoshss amyaprersdingsiinoviieseimtie top gandd Kempasese Eaden n t hat
the bla is fabricated from sheet board stock material; at | east one
of the panel portions includes a plurality of transverse bands conprising
corrugations that have been formed by conpression in the thickness of the
board stock sheet material to be disposed on the exterior of the pack when
fabricated; and the transverse bands are greater in thickness than a region

bet ween lf he 9&3%@% acco}(ﬁn% t%cﬂgftﬂ?%dﬁ% JdARhARkHE 9 TRRAEKmE WichS I AG ar ti cl es

froma blank oard sto

12. A pack according to any preceding claim wherein comer edges thereof are bevelled,

curved or rectangular,

13. A blank for fabricating a pack for smoking articles, comprising front and rear panel
portions, a bottom panel portion and side panel portions and a portion to form a lid,
characterised in that

the blank is fabricated from sheet board stock material;

at least one of the panel portions includes a plurality of transverse bands comprising
corrugations that have been formed by compression in the thickness of the board stock sheet
material to be disposed on the exterior of the pack when fabricated; and

the transverse bands are greater in thickness than a region between the bands.

14. A method of fabricating a pack for smoking articles from a blank of board stock
material comprising front and rear panel portions, a bottom panel portion and side panel
portions and a portion to form a lid, wherein the blank is fabricated from sheet board stock
material, the method comprising forming in at least one of the panel portions a plurality of
transverse bands comprising corrugations formed in the thickness of the sheet material, the
corrugations being formed by compression of the board stock so as to be disposed on an
exterior surface of the pack when fabricated from the blank, the bands being greater in

thickness than a region between the bands.



material conprising front and rear panel portions, a bottom panel portion
and side panel portions and a portionito forma lid, wherein the blank is
fabricated from sheet board stock material, the nethod conprising formng
in at |east one of the panel portions a plurality of transverse bands
conpri silhg cdrmethad roesdifpronddmi 16 nbledingifekinessicofssivhenesiddhe laslefrpml | t he
corrugations .being f.ornmed by conpression of. the board stock so as to be

i Sposed RS kel P SuBE BT RSk Itk RELReTLRT FRufRHE of ank,
t he bangginReiondeigiredd gickhging MagkReeHd Baflc@intStlcROfibal Wap Bigh@epands. 11 1
5. A net hod according to claim 16 including feeding successive ones of the
bl ank from a nagazi ne thereof to an enbossing station to form sai d bands,
and feeding the conpressed blanks to a cigarette packagi ng machine to be
formed into packs filled with cigarettes.



