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SUCTI ON BAND FOR A Cl GARETTE MAKI NG MACHI NE Ci garette nmaki ng machi nes

comonl y oper.at e bo\.[; formng a filler stream of tobacco on a suction
band which t F&?858tarries the filler streaminto a garni tRET&GHIa/0NT ch t he
filler streamis enclosed in a paper wapper to forma cont i nuous

cigarette rod. Babron GshNDS FORER cfélig$ E ptervals into
predet erm ned | engt hs. Exanpl es o? suc ﬁta nacﬁlﬁﬁgﬂgiﬁe escribed in
British patents Nos. 10 2023401 and 2087213. Suction bands for

cigarette maki [ 3+ have, Lis ggm I egl) H(lqgf f nmetal
(usually N cEgggrggg?m%Sﬁl@wﬁ?ﬁﬂb%%o?%wégﬁ?s as 'It&o% gl r-p vigous, or
have been 15filihez \whreamnydfontdhmano &t b cfucthese Haadd whirgt r thénons :
are fairly expensive, . ction,band_according to the. present
inventioné,/ f GRTries fog ifrlflée@i %g%-%?'f‘el Ki %gg%ﬁ%ﬁti“ﬁ]?geef]or} l@iﬁ@%y?‘ﬁa a 20
cigarette fiflilder stream iscamalosed ia 4 gupperofwrdppatr to fomef aenabl e
pl astics material, wound so as.to produce lti-Iayer endl ess band
Pid-havi ng. pEPEaRPlRs AR PE e Piabe st Lhe DifhENE ot
perforations ddgnadragaservée into praetsraitedel ey, Fxasgdikagether so

as to join 25 together the tape layers to form a cohesive IPerforated
band. such "a machine are described in British patents Nos.

10 2023401 and 2087213.

Suction bands for cigarette making machines have in the
past commonly been made of metal (usually Nickel) formed
with perforations so as to be air-pervious, or have been

15 in a woven nylon form. Both of these band constructions

are fairly expensive.

A suction band according to the present invention, for
use in a cigarette making machine for conveying a
20 cigarette filler stream, comprises a tape of heat-
softenable plastics material wound so as to produce a
multi-layer endless band and having perforations of which
the edges of the adjacent perforations in adjacent tape
layers are welded or fused together so as to join

25 together the tape layers to form a cohesive perforated
band.

The perforations are preferably formed by pins which are
heated so as to melt and thus weld together the adjacent
30 tape layers while forming the perforations. During
manufacture the pins preferably penetrate the band from
the inside so as to deform outwards melted portions of
the band, thus forming a rough surface helpful in driving

‘the tobacco forward during use. For example, the
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The perforations are preferably forned by pins which are
to nelt and thus weld together the adjacent 30

formng the perforations. Duri ng manuf acture the pins preferably.
penetrate th&M¥WAPFrom the inside so as to deform owcrecrbsnrset t ed
portions of _ t he band, thus form ng a rough surface hel pful in driving
the tobacco forward during use. For exanple, the

2 perforations may be forned by pin€ with their axes inclined to the
normal (wWith respect to the plane of the adj acent portion of the band)
so as to formpexfcxagions cpay eks | kerpedt MYsi BARSardtirl theifer 8PSt ons
which are 5 highel 0% Reedqupshi cpigh dassebe! ke Reef glahboss than  on
the wupstream Sides For vice versa), the term "upstrean bein

g
used here in adjatensn portirn i pferikhal bandyj secta®n tef FO¥RNEMUSRATL he band
during use; suc _1sRJ.0 | | ndJgyg Een0y; dfy wiilchndgeof
t obacco 10 t%r%eo%l}ﬁ%?e&%é??g?g?#gon%ﬂéﬁﬁ ?Eésbggduce J’Ed;1e ai rflow
t hrough t Bem higher &ht theatbovestress rsidesy dfe thwedexfousticrnie than
perforations d np tr | ca Ly at as teeaelde gy fuse
15 the edges®Bf ?ﬁs pé‘%?g?%#ongfﬁg d/ ¥Rt et N

nupstream" being used here in relation to the intended

heated so as
tape layers while

direction of movement of the band during use; such
protrusions minimise any tendency for strands of tobacco

10 to block the perforations and thus reduce the air flow
through them.

Alternatively, pins may be used to form the perforations
and may be ultrascnically vibrated so as to melt or fuse

15 the edges of the perforations.

Another possibility is that the perforations may be
formed by a léser. In this case in particular, at’vleast
the outer surface of the band may be made rough or
20 uneven, before perforating, to facilitate forward driving
of the tobacco. For example, the band may be driven
between pinching zrolls (heated or ultrasonically

vibrated) to form a dimpled, undulating or knurled
surface on the band.
25

An ultrasonic device may in any event be used to weld or
fuse together the tape layers around their entire
surfaces . or along longitudinally striped areas

(including, for example, the band edges), before, during

30 or after the perforating stage.

In the case of a laser perforator, the pattern and/or

size of the perforations can readily be changed to suit,
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Anot her possibility is that the perforations may be formed by a | aser.

In this case in particul ar, at | east the outer surface of the band may

be nmade r0ug‘t} ar uneven, before perforating, to facilitate forward
81””!%%

dri vi ng obacco.  For exanple, the band may BETGBPYET
between pinehing rolls (heated or ultrasonically vibrated) to

forma dinpled, undul ating or knurled surface on the band. 25 An
ultrasonic device nay in any event be used to weld or fuse toget her

the tape |aYFE§ akonptle [ Nald refdidsr %rlsxngsﬁfér?ccﬁsffegﬁnt EB?QQCO%

| ongi t udi nal striped areas (rncluding, for exanple eozf)and
edges), befods, ddGfenent 3uigagetapt erking waoiioesti ng stage. - . In the
case of a |l aser perforator, the pattern and/or si ze of the '
perforations can readily be changed to suit,

3 f or emwplcmtarh@nude@(is thei Japg \nrtelfedablxerlamst:nbaecbsamhng in
di fferent_ ci r i S ut er t e
oref er abIFS/ |q:§1$s ﬁ'% ra Iagﬁgﬁ 88Sthe dlre-crpze.or? 8@ mSGan&It gf Eﬁg
band. It may be secured by additional welding along the
end edge (eg by a hot blade or laser) or may be held in

position purely or mainly by the adjacent perforations.

10 For economy of manufacture, a multiple-width band may be
formed initially, with longitudinally extending
perforated areas separated by non-perforated areas which
wili form the edges of the individual bands. Subsequent
slitting of the multiple-width band to produce indivi_dual

15 bands may be achieved by a hot disc knife, laser or

ultrasonic device so as to weld the edges of the bands.

Examples of suction bands according to this invention,
and of possible methods of manufacture, will now be

20 described with reference to the accompanying drawings.
In these drawings:

Figure 1 is a diagrammatic illustration of a typical
cigarette making machine;
25

Figure 2 is a longitudinal section through one of the

perforations in the suction band; and

Figure 3 shows a possible apparatus for manufacturing

30 suction bands according to this invention.

Figure 1 illustrates a cigarette making wmachine which

forms a filler stream by showering tobacco pneumatically
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5 fashion in relation to the direction of novenent of the band.
be secured by additional welding along the

or |aser) or

per forati ons WO

end edge (eg by a ho

be for med initially, with | ongi tudi nal |y ext endi ng
perforated areas separated by non-perforated areas which w | |
edges of the individual bands. Subsequeﬁt slitting of the

mul tiple-width band to produce individual 15 bands rraz%be achi eved

hot di sc kni
t he bands.
and of possi
reference to
Figure 1 |s
machi ne;

upwarfdgsehregpch a chimneys i @andePnte 20S4S

&;@be held in position purely or mainly by the adj

[t may
t bl ade
J.acent,

837 For econony of manufacture, a nultipl ectchdoand my

formthe

by a

erwerRd t he- edges of

Suctloﬁx gﬁéd Of:h:‘éé‘ﬁéh Ofh& aﬁgﬁd ageeh dh NGukei bR Snhiept | on,

bl'e net ho

Whehaddensdeyi Filkemwekgsam on  thet fasd dmmggut is
%ﬂnef% ”Bgt '29 'ééluﬁgﬁgt | 98\ £ alfsy%ﬁ&' urin %E:Eh

IS a

I tudi nal section t rou one O t e

of manufacture, will now be 20 described with

maki ng

perforat|5)ns cmnvtdwnsact’qownrﬂan@ gawhiture deMiger dn®tsisheyrd pbssabl e
appar at us for_nmanuf if apt “Eh”gfh:.?? tﬁgctfﬁrleg.arg@:eg&cqr di Do ertd]'fn' gventi on.
Figure 1 |IIu§efq I'ng

ates a Clgare machi ne whi orns a

stream by shqegemagrdlolegcco ’mmsumbl aal loprried through the garniture

10

15

20

25

30

by a garniture tape 22.

Figire 2 is an enlarged longitudinal section through one
of the perforations close to the outer end 24 of the tape
forming the band. Figure 2 also shows the inner end 26
of the tape, though that need not necessarily be in the
position shown. The band is formed (in the example
shown) by three 1layers 12A of tape formed by three

windings of tape during the manufacture of the band. .

One of the many perforations in 'the band is shown in
Figure 2. It has been formed by an inclined pin (ie a
pin penetrating the band while its axis is inclined to a
normal to the band). Thus the material melted by the hot
pin forms a protrusion 28 which, in the example shown,
reaches full height on the downstream side of the
perforation, and has no height at all on the upstream
side. That is to say, the highest point of the edge of
the protrusion is at position 28A, and the remainder of
the edge slopes downwards from that highest point, on
both sides, as indicated by the line 28B. The
nroughness" presented by such perforations is helpful in
driving forwards the initial particles of tobacco which
land on the band. Moreover, as already explained, the

fact that the outer mouth of the perforation (represented

filler

by the line 28B} is inclined or approximately transverse
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4 upwar ds through a chimey 10 and onto a suction band 12. Sucti on
applied through the band froma suction chanber 14 holds the filler
stream on t heydgpdemhile it is trinmmed by a trinmmng device 16 and
during:-further 5 conveyance towards a garniture device (FOUSRHOMR] in a
region 18 in which the filler streamis enclosed in a paper web 20.
This web is carried through the garnltug by a garniture tape 22. 10
Figure 2 is an enlarged | ongi t udi nal tion through one of the

perforatlons | 0 te ]?}% f t the band.
Figure 2 al so%sh?):t%s t %H?ﬁ%%r & S 09 o?ﬁ§h Bt ape houg]ﬁ@ﬁhat Heed not
necessarily lmnmtshag thepdsame)rofshomrandwé ttxaim:chs Hlockédg the t he
exanpl e 15 l.aye 2A of tape formed by three

wi ndi ngs of t ufr Féﬁ Eﬁ{e&fr%rhu%c%rrgéﬁét% band. One of the many
perforations in the band I's shown in Figure 2. It has been formed by an

|ncI|ned£|n(|eﬁ gl}penetrtigﬁthe and while its aX|S|S|ncI|ned
to a nortil SPEWBhdPp AHFPE THrs The RRFEPTIRLIGNS ¢ ﬂ"%y t F@PRyEd pi n
forms a prot rmws%%mbncandu arehehaxanpl e-Slhaitiing. Anyeglieicliekl hei ght

on the downstream_,side o erforatio and ha no he| ht at all on
t he upstream te tobacco tiuag: enter tl'Pm are reac?:tly sucked out 9

The material of the band is preferably polypropylene.
10 However, any other plastics material capable of behaving
in approximately the same way while being perforated can,
in principle, be used, subject to suitability for use in
a cigarette making machine. Some types of Nylon, for
example, can be used, though careful selection is needed
15 to ensure that the perforating pins at a temperature
suitable to melt the material- while forming the
perforations can be at a temperature which does not risk

any significant conversion of the material into gaseous
form.
20

Polypropylene is particularly suitable. It can be and is
preferably stretched longitudinally before being used, so
as to align the molecules longitudinally and thus
increase the longitudinal strength. The stretch ratio
25 may, for example, be approximately 5:1 or more generally
between 4:1 and 10:1l. An advantage of a stretched
polypropylene band made in this way is that it tends to
shrink, rather than stretch, on becoming hot during use.
This avoids complications which occur with Nylon bands
30 (which stretch) in regard to the need to maintain

adequate tension as the band warms up.
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25 side. That is to say, the highest point of the edge of t he

protrusion is at position 28A, and the remi nder of t he edge sl opes
downwar ds fro@oﬁfi‘&o hi ghest poi nt on both sides, as indicated_ hy
the li.ne The roughness" presented by swcivgpes/iéeszati ons
is hel pful in- 30 driving forwards the initial particles of tobacco which
| and on the band. WMbreover, as al ready expl ai ned, the fact that the
outer nouth of the perforation (represerfted by the line 28B) is
inclined or approximately transverse

5 to t heFy@Wes a3 %@W%@%qu%bﬁanéom ﬁ%l?ﬁﬂﬂrqws forpimak#ngi ng t he
chance of a sggﬁ@g Qécgm%cgob{:ggglﬁg,ehlggon flow of air through the
perforation. showi in Figure 2, the perforations have a tapered
Cross-section and are t hus self-cleaning. Any particles of tobacco t hat

enter them ar y §ic h
preferably po?yprop%‘engiJ ﬁ‘ﬁhz% \/eiF.l rgﬁ)il- ?toﬂ';&rfpﬁ‘:@iﬁogyi@ eI’I% capabl e
of behavirg (alreadppsborétehesl)y imsim.m@prvwendampbel hy pebkdtatoed can,
in principle, eused j ect I tabi i use. | a glgarette
maki ng machi ng Sorre]‘?%esgofé%clg%nfﬁ fc?rxtt"gn&:'%“-:j srothd & % Sdud
cylindrical fixed guide 34 and a drive roller (not shown)
defining the ends of the loop locus of a band 36. The
example shown is for the manufacture of a relatively long
10 band; in the case of a shorter band, the drive roller can

be in the position shown by the dotted outline 38.

It should be understood that the reel 30 is driven along
the path 32 in the direction of the adjacent arrow so as
15 to wind the tape around the guide 34 and drive roller.
For example, it may be used to form a three-layer band,
as shown in Figure 2. After an initial layer has _been
set in position (possibly manually), the inner end of the
tape may be spot welded to the beginning of the next
20 turn, and the outer end of the tape may similarly be spot
welded in position before the band is driven around the
guide 34 in order for perforations to be formed by a
pinned roller 40. During that perforating stage, the
band is deflected towards the roller 40 by a brush roller
25 42 vhich is placed in position after the tape has been
fully wound to form the band. The band is driven, during

this perforating stage, both by the drive roller 38 and
by the pinned roller 40.

30 The ping on the roller 40 may, for example, each have its
axis inclined to a radius by up to 60° in order to form
perforations such as are shown in Figure 2. The pins are

preferably of steel and are heated by hot air passing
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exanpl e, can be used, though careful selection is needed 15 to ensure that

the perforating pins at a tenperature suitable to nelt the

mat er i al’ mhg% formng the perforations can be at a tenperature

whi ch does ndt® PIER’ any significant conversion of thePGUGEBISIOZH? I NtoO
gaseous form 20 Pol ypropyl ene is particularly suitable. It can
be and is preferably stretched | ongjtudinally before being used, so
as to align the nol ecules longitudinally and thus i ncrease the

| ongi t udi nal Hr ha pabgagdr alC 0 y anpl e, be
approximately 5:1 or nDFe ge('%éeralI;:fdrrfﬂ&e'd géﬁmg%% auﬁgéaﬁé q%b s topp
advantage of*PEPX%ALONGhERE Tollgfpi4Ppr opyl ene band made in this way is t hat
it tends to shrink, rather than stretch, ~on beconing het during use.

Thi s avoi ds conpllcatlons whi ch occur with hylon bands .30 ., (which
stretch) in THegaressisectinpalnebapet of rhientding may, a4 Udtfnd1@NSi ON as
the band war e Upircular or eg@%éﬁ?i%§937 - Figure- 3 shows one
possi bl e form of apparatus for I'ng bands according. to this

i nvention. As shown in Figure 3, a reel 30 of polypropylene tape 5
(already stretched) is driven, for exanple by a belt or chain, along a
track 32 extending around a sem -
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cylindrical fixed guide 34 and a drive rorter—(not shown) defining the

ends of the loop |locus of a exanpl e shown is for the
manuf acture of a relatively ﬂﬂﬂ'mﬁ“m’a’ﬂmm& the case of a shorter.band,
the drive roller can be in the «shown by the dotted outline 38.
It shoul d be WM 00d that the reel 30 is driven along PcTGEssepmath 32 in

the direction of the adjacent arrow so as 15 to wnd the tape around the

guide 34 and drive roller. For exangle, it may be used to forma
three-1 ayer band, as shown in Figure 2. After an initial |ayer has
been set dynaysi tion (possibly manually), the inner end of the t ape

may be spot wel ded to the beginning of the next 20 turn, and the outer end
of the tape ray sii I%‘PF}"Beg@ﬁtﬁ for \kgledm napdsigazattise! BRkinge band

is driven around tfienine Mdéoﬁéeir %r der c{ Hrpekf Ofﬁlé}nssEQEQﬂ forme

by a pi nned roller 40. Duri ng at pertTorating stage b nd
is deflected towareRmprieing| | & @R?y apibr ubﬁ!ﬁﬂrﬁqféﬁnébleﬂPMSchcss pl aced

in positign after jhe tiage nd. The
band is d?l ven, durl nzti% Q@ﬁncﬁ’ cFerfor at| ng ét age, bot hf“ﬁll Egﬁ??ve

roller 38 and ertgletshe hsindheand oh#winglOperf@Gtivhe mﬁwswlmmh htheol | er 40
, f | t LS.} t
moy, for exampl e Saglh NG Sajpcenpizkaliigd 18 adiadete BppUP o)

in order toftorm ns Suc
The pins are oy cdrtey wﬁldﬁtdee:br afwlsair.etdgmw e g wdr jpassi ng
together the tape layers to form a cohesive

10 perforated band. -

2. A suction band as claimed in claim 1 in which one
surface of the band is roughened.

3. A suction band as claimed in claim 2, in which said
roughening comprises the perforations having on one

i5 side of the band upstanding annular lips.

4. A suction band as claimed in claim 3, in which the
edge of the lip of each perforation lies in a 1lip
plane which is inclined with respect to the plane of
the band. |

20 5. A suction band as claimed in claim 4, in which said
lip plane of all the perforations are inclined in
the same respect. '

6. A suction band as claimed in claim 5, in which the

line of intersection between said lip plane and the

25 plane of the band is in each case transverse the
band.
7. A suction band as claimed in any preceding claim, in

which the layers are welded or fused together along
at least one stripe around the length of the band.
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e

7 t hrough a passage 44 “formed in the ﬁw de 34 so as to enter al ong

Lgecr(rjlclu?;r48r rect a-rll-gﬁl ;: ﬂmﬁm“ﬂnﬂm pe of ‘the pins may, for exarrpe
CLAI M5 1wo 9ot sy $UC'[IOI’I Bantl, " fdr dse® in a ci garette P%ﬁ%#%f*&?

machi ne for conveying a cigarette filler stream ‘ﬁg a
tape of heat-softenable plastics 5 material wound so as
produce a nulti-| ayer endl es$ band and havi ng perforations ‘Qf

whi ch t he adia rforations |nadj t tape\
| ayers are weq ‘ded or use?}{to%g hg'l'Js gga%'g&?ol?o ﬁl i ! ‘gbg? eP the> -3
tape |ayers to forsaidl welldedvatiipe is alpagfedcH adigeand. the bad. A suct i'on §
band as claimed in claim1 in which one surface of the band is
roughened. 9. A method of mamifacturing a suction band for use in

a cigarette making machine for conveying a cigarette

L] filler stream, said method comprising the steps of:- .

winding a tape of 'heat-softenable ‘plastics
material so as to produce a multi-layer endless
band;

pexforating the band; and

10 welding or fusing together the edges of adjacent
perforations in adjacent tape layers so as to join

the tape layers and form a cohesive perforated band.

10. A method as claimed in claim 9, further comprising

the step of roughening one side of the band.

15 11. A method as claimed in claim 9 or 10, in which the
perforations are formed by penetration of the band
with pins which are heated so as to melt and weld

together the adjacent tape layers while forming the
perforations.

20 12. A method as claimed in claims 10 and 11, in which
the band is roughened by the pins deforming the
material of the band out of the plane of the band

during penetration.

13. A method as claimed in claim 12, in which at least
25 some pins are inclined with respect to the band so
as to form annular lips on the perforations the
edges of which lips lie in a lip plane inclined with
respect to the plane of the band. L
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3. A suction band as clainmed in claim?2, in which said

rougheni ng conprises the faPERL g { ng on one 15 side of the
band upstandi ng annul ar | ﬂm“ﬂ“m“ﬂummml suction band as clained in claim
3, in which the edge theslip of each perforation lies inalip
pl ane whi ch WOK®BT ned with respect to the plane of PCT/GBY%/02627band.

20 5. A suction band as clainmed in claim4, in which said lip

plane of all the perforations are inclifged in t he sane respect.
6. A suction band as claimed in claimb5b, in which the l'i ne of

i nt ersection ﬂzetv\mermamoa |alsp dladfmedang Eheg &% cla:.msp|1an€td3f1$ heillgand S
in each case transver band. 7. A 'suction band as

claimed in any pr&&d n§hEI BiRF RFe “ltras°ni°®ﬂ%'h"?-héa¥%@'eﬁ% a9 etowel ded or

fused together dl Q[&.t or fuse tRé L&GSE O rﬁe&‘ic%"a@ﬂaﬂst h@lél?negi'h of the
band. A_suction band as clained in claim 7/, in which a

sai d wel ded stri pé’¥t§°HFoﬁ%dmaéd&§aB?‘n$ HehaFaas - 9. A method of

manuf acturing a suction band for use in
5 15. A method as claimed in claim 9 or 10, in which the

perforations are formed by laser.

16. A method as claimed in claims 10 and 15, in which
said roughening is effected by the band being driven
between pinching rolls to form a dimpled, knurled or

10 undulating surface of the band, said rolls being
heated or ultrasonically vibrated.

17. A method as claimed in any of claims 9 to 16,
further comprising the step of welding or fusing the
layers of the band together along at least one

15 stripe around the length of the band.

18. A method as claimed in claim 17, in which the stripe
ig the entire width of the band.

19. A method as claimed in claim 17, in which a said

stripe is along each band edge.

20 20. A method as claimed in any of claims 9 to 1%, in
which at least one end of the tape is welded or
fused across the width of the band to at least the
adjacent layer.

21. A method as claimed in any of claims 9 to 20, in
25 which said tape has a width of more than one band so
that a multi-width band is formed and said method
further comprises the step of slitting said wmulti-
width band to produce individual bands.
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a cigarette maki ng machi ne for conveyin

a cigarette 5 filler stream
sai d method conprising the stepsllm“uumillu“"!ﬂl“L winding a tape of
heat - sof't €nabl e- pl astics I s to produce a nulti-Ilayer
endl ess wosvngf;bgd; * ‘peffofating the band; and 10
vel ding or f 0GR Pdget her the edges of adj acent B4 ns in
adj acent tape layers so as to join the tape layers and forma
cohesi ve perforated band. 10. A nethod as claimed.in claim9, further
conpri sing ~the step of roughening one side of the band. 15 11.

A nethod as chi meg iebdl e Biaifled ! AnWEL{inl .hﬁﬁ; Ain .mieﬁrfﬂi I ons
are formed by penetration of the band Wi th pins which are heated

so as to nelt and meltfi-width bapdgetiser fohmeddj witiht leapeitudinadlshile -
formng the f at.?xﬁﬁ: : me I-aj.ged jn clains
10 and 11, in whi cﬁx‘?&ﬂi’g P e ﬁ)agne% i é%%%ghe%\%g%%ﬁe %ﬁs i ef orm ng

t he mat epexnfoxdtedheabeasl, osaidf alictihgnevading halbangd said

during pegetration, __ od as clainmed in claim12, in which at
| east 25 5 so?roenrﬁen":sfo{ar%ecefiﬁ%ﬁéééﬁ with respect to the band so

as to formannular lips on the perforations the . edges of which
lips lie in a28ip pluethéhald tddimedhin claim 21 cysgéctimowhieh madde of the

band. glitting includes welding the edges of the bands.

24._ A suction band and a method of producing same
substantially as  hereinbefore described with

10 reference to the drawings.
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10 14. A nmethod as clainmed in any of clainms 11 to 13, in

which the pins are ultrasonically vibrated so as to melt or fuse
t he edges of the perforations, with or wi t hout additional -heatkng
thereof. 5 WQ®M503& nethod as clained in claim9 or 10, iPCHMGBISI282Ne
perforations_are forned by |aser. 16. A nethod as clained in clains
10 and 15, in which sai d roughening is effected by the band being
driven bet ween pi nchi ng rollq/qo forma dinpled, knurled or 10
undul at'i ng surface of the band, said rolls being heat ed or

ul trasonically vibrated. 17. A nmethod ag clained ipaqy of claims 9 to
16, further conprising the step of wel dir u3|ng t he

| ayers of the band together along at |eas rlpe around t he
| engt h of the bandi8 18. A net hod

stripe ispthe entire q.

claimed in claim1¥%
edge. 20 20. A

gLwed i n qny of
whi ch at | east one e \ ' is | ded o
width of the band to at t

21, -

i whi ch t he
9.1 A rreﬁlod as
al ong each band

tof 19, in

trijpe i
|aijms 9

used across the
~ 10

20 |
Fig. 1
. 24
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(7) Abstract

A suction band, for use in a cigarette making machine for conveying & cigarette filler stream, comprising a tape of heat-softenable
plastics material wound so as to produce a multi-layer endless band and having perforations of which the edges of the adjacent perforations
in adjacent tape layers are welded or fused together 8o as to join together the tape layers to form a cohesive perforated band.




