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A pack for smoking articles Field of the invention
This invention relates to a pack for snoking articles,
w@200vi1za9bar |y but not exclusively cigarettes. PCT/EP2009/053514
Background It is well known to fabricate packs for
snoking articles such as cigarettes froma bl ank of
board, for exanple cardboard, that conprises front and
rear panels connected by opposite side panels, a
Aopask fearssnokidgaattielesThe 1id may be configured in a
so called flip-top arrangenent. A problemw th such
conventional packs is that the panels particularly the
Fioatorand invakidgganel s, may bow undesirably, especially
when the grain of the board runs parallel to the
Tapgerewion pdatsack 2 peek wpusHobiagdedtle ahtastiegaig out not
EQ&Q&?& QQ%eqgor fabricating the packs in order to
save cos Ut "the use of thinner board can feel flinsy
to the user and also the thinner board limts the
options for pack shapes because the thinner board is
Baekgeaind or wi de packs. It is known to provide an
t.nner frane in anventional fljp-t ack to provid
O S R Tt R R PP B P PR & e rom o
pRSktidfHbavd e iek@mﬁk@ @ iBbarfefiapRemprBee KRR ahY @M dahels
the remai nder of the pack. It has been proposed in
USRCEIEEBABP P Y B¢ Paeclpi hbp Higmoprichend arlfdacBhofid iy be
Lnner frame tha ts the interior surface of the
R sARTE BT MRabRUEH L 1S confi gurat on
undesirably uses up space within the contai ner and
adds to the overall material cost of the pack.

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 board
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. It 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.

Summary 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 greater in thickness than a region between the bands.
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Summary of the invention According to the invention,
there is provided a pack for snoking articles

w@ommpns®dng front and rear panels connected byPOPEPB0Y/@53514

si de panels a bottom panel ang_a top panel, wherein at
| east one of the panels includes a plurality of
transverse bands greater in thickness than a region
bet ween the bands. The top panel may conprise a lid.
The bands can be formed on the exterior periphery of

. fro Wi .
S e s R
pedplhayeifhins pack end beth ey irbge nadhudaghuel miy inkeidel ek
or as a pre-production step in the process of packing
gABKIGHY PAtdsel es into the pack. The pack may be
fabricated from sheet material and the bands may
conprise corrugations forned in the thickness of the
cbaetnisRilgrthalbandt magasterobhessofl cither aofifig gainuGRIut¥RYf the
be forned on the lid. The invention also includes a )
blaghlerfasra prgpprtiod e iy sSePpacke PepcasokipAgkiag ks articles into
a%ﬁg%%sing front and rear panel portions, a bottom

portion and side panel portions and a portion to
forma lid, in which at | east one of the pane

ortions includes a plurality of transverse bands )
Ehéaﬂfaélf may Renjapkiseisd ftprarhget egisit! ped Wweehatdempasggprise

E&?u%ﬁ%ﬁﬁ@o?ﬁeé Y5 rtl]{'f!:‘:3 {hi.&k ésgg?%’rgs}%%tt I?]Q?QC]Q;L f@tbl%ilsct%tnien& the
a pa or snoking articles, blank conprising tfront
andugaionspanebe porhédos thalibot t om panel portion and

side panel portions and a portion to forma lid, the

met hod conprising formng in at |east one of the pane

RRE GLONSiR AL R X 2012 AL ?8?%%?1%%19@9%%& tor smoking articles

comprising front and rear panel portions, a bottom panel portion and side panel
portions and a 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.

The invention further includes a method of fabricating a pack for smoking
articles, blank comprising front and rear panel portions, 2 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

greater 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 thereof to an embossing station to form the bands, and feeding the
embossed blanks to a smoking article packaging machine to be formed into

packs filled with smoking articles.
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greater in thickness than the regi on between the
bands. The net hod nmay include enbossing the blank to

wo eooarisdees t r ansver se bands. The net hod may be per/fpron®aes3si4

by feeding successive ones of sthe blank froma
magazi ne thereof to an enbossing station to formthe
bands, and feeding the enbossed bl anks to a snoki ng
articl e packagi ng machine to be formed into packs
Arused bieh SokIThgSaPking wschs ipgedenerekible peodustnyuch as
%E‘i%%teﬁ‘gag{r"s'aﬁd% arinl%l UAGSHS {'%%8*24 ol%Ir cdou%ﬁa Bccﬂeﬁ%%mes

garette ci gar% cigari ’base
é@@d@d,tobﬁ@&pﬁ@od@tﬁﬂu\fﬁt tolesco ex p@tmbed stlbkxamw and also heat-
reconstituted tobacco or tobacco substitutes and al so
AREPRE PrOScE: ghsdireidng FHES mai irgpravtdcel ithgyiilga for the

r the gaseous flow drawn by

gggﬂggw\/\ﬂ&%n @r{ﬂ(fesglgz?llz gtl on of the draw ngs In order
that the invention may be nore fully understood, an
enbadi mnent thereof wll now be described by way of
BFtelﬁéjtelsﬁ’tlptﬂ@ne‘i(fa%I ARINRS ef er ence to the

ﬁ?&@%ﬂw 19 dram o5, %e"}%f%hfuug't% %ut];
schemat1 ¢ perspective |ewo arette pac
theeed Ot n @R dbeahBcSbheEbyvntah dthuslttdilv@eQSﬁ@,le Hit@Weberénce to
illustrates the pack of Figure 1 with the |id open;
Hiegificempapsing Geweratn evhiekpl oded view of the pack

F |

FRRE ke SRR RS eRRlRie TLOIS, Agh R b ont KRR and
6nésidavslttd&s\tﬂdeaztbgafd the pack; Figure 7 is a bottom

vi ew of the pack;
Figure 2 illustrates the pack of Figure 1 with the lid open;

?(m}aodnnent

Figure 3 is a schematic, exploded view of the pack shown in Figures 1 and 2;
Figure 4 is a front view of the pack;

Figure 5 is 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
in Figures 1 to 7;

Figure 9 is a partial 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; and

Figure 11 is a schematic illustration of an embossing station for use in the facility

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 panels 4,
5, a bottom panel 6 and a hinged lid 7, all formed by folding and gluing selected
portions of the blank shown in Figure 8, formed of board stock sheet material

such as cardboard.
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Figure 8 is a schematic illustration of a blank used
for fabricating the pack shown in Figures 1 to 7;

woe@ans298s i s a partial sectional view taken al POEP1@9/053514

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; and Figure 11 is a
schematic illustration of an enbossing station for use
in the facility shown in Figure 10. Detail ed

gggE}%&@&h@ﬂ)ﬂ@ﬁhgfr{aﬁlg%X{e%df%gg&gaﬂfer 4B % th%r%gﬁ W%pthe oins

or cigarettes I's
bt @guea t8e alid oeprd, Seamd thentropanal rédr pﬁﬁdﬁ 2panel 3,
side panels 4, 5 a bottompanel 6 and a hinged lid 7,
all formed by folding and gluing sel ected portions of

Eg 10l ARk ﬁg . uc%g(%%lé R, By 2 EQY, '{r%g%fg_‘l)_fl 0 %ﬁglg 'rﬁgg?&ed position

eet nater| car dboar d. he pac
Isangict tld;nn}allngy liax tienfdi nige beyeald ed ggge cdoed 1 QNS & the front
an%%Vthe #0|ns bet ween the side panels 4, 5 and the
trdpdeanackdas, fakergrrospadinge Shmffdﬁqq%@%%@?%e §it qehen the

e S
R O 0 A A RS AT
ﬁd@ﬁ§eﬂ92mpll3lndfastvhﬂl kdonh idrtk sitdthepddidhg aZran@emén@d@che lid 7
correspondi ngly shaped to provide a close fit when the
Piayifes igHyeyehacasmbiin thiacigrgiiceyhengha lid, is opengsack
contains twenty cigarettes 14 in this exanple and as
wel | known in the art, the sloping arrangenent of the
Aindndepframiedesot Iiprrdwescladees smataidl Recic hgaseibbes] wheimed
the lid is opened. An inner franme 15 of board st ock
SHEEY UHat RGP A1 O HiCaed PR EIBbHIG AT £ €Dy 8luing and includes

a re-entrant part 16 to provide user access to the cigarettes. The inner frame 15
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 panel so as to act as a jam against which
the lid 7 can abut when closed, with its exterior sutface 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.

The front and rear panels 2, 3 are provided with transverse bands 18 that may be

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

The transverse bands 18 comprise corrugations illustrated in Figure 9. The
bands 18 have a thickness t which is greater than the thickness r of regions 19
between the bands 18. The regions 19 may be formed by embossing although
other techniques can be used for example to compress the board material along

the regions 19 e.g. by scoring or swiping with a blunt blade.

In the described example, the corrugations 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
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within the upper part of the opening of the container
e.g. by gluing and includes a re-entrant part 16 to

w@emvilsyoiiser access to the cigarettes. The i NPET/EPI0a91E53514

15 is of a shape to bound thec:interior of the front

and side panels 2, 3, 4 along with the bevell ed edges

8 adj acent the front panel so as to act as a jam

agai nst which the Iid 7 can abut when closed, with its

pyirlel wrorqptarber dow el SRSk gRITMBATPRSHER F REsnPTORitEdsoghe tront
wh Ay The 1 nnes: i ncl udes dependi ng

%%g%%zé%fge%ﬁ?%ﬁ;gg?%gglglo%%ﬁfé %gld the lid 7 when

cl osed. The front and rear panels 2, 3 are provided

with transverse bands 18 that nmay be fornmed by |

Ehb6esivagtiomel Hhavik thesetigat (of 6@1@¥$P%iaﬁédtﬁeﬁg%ﬁ@g the front

il h 2T r V, '

5 Pl e ER 2 ML APEFLA o AR o GRIREL foarpeock

haveia chiibekines sot fomriiah chesbigneatieiiodtnass $hegiditycknass

r of regions 19 between the bands 18. The regions 19 )

g mineet ke d! by reviedairadradtasnght etliep teeehaf giegaterial
e 0 re teri .

B P L AR Bl L RO PRk I R IRk Stene

Phurbridsadens 18\ threfodiescrintitg fexaiml &r thbeid 7.

corrugations 18 extend across the entire width of the

front and rear panels 2, 3 and are of equal width w as

g&%Whé i i%'iig&"ar §>n9 royf'c?edr ; Jth%ncsbril@ akﬁghg\qg :h&ethe pack less

corfugatgons T8 e i thi s exanﬁ%e rectilinear

andppdilsle lteltht direago@pbihen of fhie bherd such whach sgabe aftsnged

18A are provided on the front and rear of the Iid 7 as )

s ona e igalhesr waangsly vhehcpraughbPendnyIsenagent Henge in

t; Qi difiyi t{ engthening the front and
? gg&ﬁgﬁéfEhg?%gdgfagﬁgﬂg%%k% with the result that a
t hi nner board stock material can be used for form ng
the blank without loss of rigidity of the assenbl ed

puedditivn; By peiagithe dereriheducstieessns ndt themagkicanthgrigde wider
Bfant{16h T8£S, a%articular board thickness, thereby giving the designer

freedom to devise new packaging designs.

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
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.

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 Figure 10 contains a
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used but also in terns of transport costs as a result
of the reduced pack weight. The corrugati ons 18A

w@eobasawa sinmlar function for the lid 7. Al sECT/EP®09/053514

rigidification provided by the corrugati ons 18 make

the pack | ess susceptible to the direction of grain of

the board stock which can be arranged either

Ion itudinally or transversely of the pack w thout any
%FW ¢ antnlehlarnglseatisigrdilipgreisd dndigie it Dangitheyy the

g@@ﬁ %}ft%}so%s 'lilg B%%ﬁéE EI% kbeg rﬁ ﬂn‘i‘t%d *ﬁ% vafigsf%%gg%th lines of

ﬁﬂﬂﬁ@hh&Jﬁ@ﬁﬂﬁ?@&lkhﬁwhaﬁtb@aﬁdIhﬁhﬁ&mﬂ$ﬁmﬂ&h&éebyvqwd

gi vi ng the desi gner. freedomto devi se new packagi ng

ehesicgHally Fut ﬁ@%‘i’éi’lég staRie Nl YR oA Cquga%WSp}%%ede

%ﬁ‘u Cgsteldl o%tg ?)ﬁé]%rﬁlt'&f BGAKOA DS, fXE Bl 'b%ﬁ saanrgrfgd RaGk

assi sts e'user In gripping the pac
cipettiriRcpachegihi thathinkh?2 caitds figledithn dup@lpatkigdrenmy 23. The
have a wei ght of 180-300 g/squ.m for exanple 280
gl,ggltfaterﬁ%b%glnwrwhtrrﬁe%’pF@gﬁ giohlapk sprie tBAnEE the pagk 1 and fills

o\t &1 %‘E rt}lﬂ mgﬁ]%e%%o%]%%ght e{heﬁﬁﬁ‘é@f’r%mﬁ 13 ;}9{%13\91@?% in foil

oreve e wel ght
rdg@istotving. card but this is aneliorated by t he
provi si on of the bands 18. The card is typically of
the order of O. 3nn1thick and the depth of the

BGRSF Dot Db LOET LSRR pLENRS 2 oA R
p@@kﬁgbm@oﬁngahemKQSOmltbﬁéhb@@kkthwnnﬁmh@ﬁfdﬁﬁsﬁgmad

with reference to Figures 10 and A magazi ne 20 as
Bnehed foldRingsre Oiéefcf@rﬁfé?tﬁéhﬁﬁ%l? aifiﬂti PIBTK bl carrarisps a front

b [ e
FHRSLERBLRLL ot ) MALIBLFLY & FLOME AL LH. pon
poeidro6’ meThavid iy fdrresl @fa idlpdheagdrfioa Mndfasvmmd top 24, a lid
known in the art. Individual blanks are conveyed
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 4°, 4, 5°, 57 that
depend from the front and rear panel portions 2, 3’ respectively. When the pack
is folded, the panel portions 4°, 4 and 5, 5 overlie one another and are glued

together to form the side panels 4, 5.

The bevelled edges 8 are created from regions 8” by folding along hatched fold
lines 31, 32. When assembled, the lid 7 can hinge along hinge line 11.

Initially, the blank may be pre-printed with trading and user information but is
without the corrugations 18, 18a. They are applied subsequently at the embossing
station 21, which may utilise an embossing tool as illustrated in Figure 11. Here,
the pre-printed blank 17 is 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
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sequentially to an enbossing station 2 1 at which the
corrugations 18 are enbossed onto the pre-printed

whb@nh3290hereafter, the blanks are fed to a ciPEr/EP1089/053514

packagi ng machine 22 that is_fed with a supply of
cigarettes 23. The cigarette packagi ng machi ne 22

folds the blank so as to formthe pack 1 and fills it
with cigarettes that nay be provided on the inner

thea e 2 55100 Arthp FEEN AT FUTVICX (CRBEUSEHOMN] S TPt Hethetljank

a5 Rxﬂ%npaar?x}‘en &?ﬁ \9%!&?‘8}1 h%%‘ibﬂl@? &Ab00S gﬁ% rg%a%ons

mannér known to those in art so as to
ﬁhownebmnEmgwmemﬁeaheagnﬁgﬁnhah&hedﬂﬁandgm%nEs in
order to create the pack. The blank 1' conprises a
front panel portion 2' and a rear panel portion 3

bas I
B LE FORBFE Dot PRERAIEL ARR T Bag il 2
owaid Cihureadn fpangleny ahd dillidomn praielsly2éesaried.
re-entrant flaps 28-30 which can be folded inwardly to
create the lid structure shown in Figures 1-3. The

S AR oL LSS LU LB g o

tledihypadel. atilsk es sahe nﬁmbreE©lﬁeﬁfﬂu‘g€ﬂ1(yns Wetre dhvevrpag khe
i.s folded, the panel portions 4', 4" and 5, 5" overlle
ffﬁ’@t ARDEEETDARRY 2ar3eofgqh@ézf6ko@1éfeﬁ@?t 1 beis popitbbe paksl, for

II
I LR R SR R
Whﬁpaﬁsl&elmbkl&dfrohlﬂ@ahd:ld Als6 aﬂibtmlh@@thal foogc pimeg@ctd be provided

Initially, the bl ank n2%>be pre-printed with
W#téoﬁhﬁgomau%% P ARG DAl Plotnerne] srigacHByt be Reovided in a

R Ry e R 0 T Tise an
enb055|ng tooI as illustrated in Figure 11. Here,
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 permitting a
relatively thin board material to be used which can readily be deformed into a

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
rectilinear and may have curved edges. The corrugations 18 do not need to

extend across the entire width of the front and rear panels 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

apparent to those skilled in the art, which do not necessarily involve embossing.



the pre-printed blank 1' is placed in alignnment with
an enbossing tool 34 shown in section which is noved
WO eoobha29ol rection at arrow A in order to enbosSBCT/RAR2009/053514
surface of the blank. The toolk 34 includes a series of
concave corrugations 35that are a mrror of the
eventual convex corrugations 18 forned in the bl ank
whi ch, when driven downwardly onto the blank 1

éﬁ%@é@%b apke MagrircuRist iosms i it thheanisakikat Begine ebe
u&%m %ftﬁ&{ %[% @29@%&8 iflgy %Q&Q@%ﬁ%&&ﬁhavé A& bands,

osse tot garette packag
Wﬁﬁﬂﬂﬁﬂn&ﬁg&hemmedﬁoEﬂ@Mﬂﬁb&@nﬁpﬁaﬂ@ﬁQﬂb|y and f||||ng
as previously described. Many nodifications and
vari ations of the described pack fall within the scope
%hlfsp?hé ﬂl‘é%HE rlllas \Qﬁé%ﬁ&ctd%%dﬁ BHH"%S" dlE to pack it can be
corrugatlons are on t ront panel's
ﬁsed31ncn°ontn|aeu@1a®\k1;h dihfet @relnt fon uﬁbﬂdhsg mmﬂcﬂ; \blelchsle)dnoﬁ or
exanpl e fewer corrugations 18 could be PrOVIded on th
RecesSPHRERVE2 HE, EYnparedc gicoRtaRe thabheldsandpraliay g6 ﬂlp top
the front panel need be provided with the
a%%?%%é%l%ns 18 and part of the panel surface nmay be
provided in a planar configuration w thout
corrugations, Furthernore, whilst the described pack
Naaywaben medificagess and paggtieanvibbe avideadtha éH! tvhté@fn the scope

%ﬁgﬁpggkwg%égghnpas rectangul ar edges or curved edges.

en curve ges are provided, the corrugations 18
have the advantage of permtting a relatively thin
board material to be used which can readily be
deformed into a curved edge whil st providing the front
and rear surfaces of the pack with rigidification. The
corrugations 18 do not need to be of the sane wdth as
descri bed above and can be of varying w dths.
Furthernore, the corrugations do not need to be
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rectilinear and may have curved edges. The
corrugations 18 do not need to extend across the

we@eions2ws dt h of the front and rear panels 2, BCT/APE09/053514

the enbossing tool for the enbossing station 2 1 could

be a rotary enbossi ng device and ot her ways of

creating the bands or corrugations will be apparent to
those skilled in the art, which do not necessarily

hisY e enbossi ng. Al so, the blanks nay be pre-forned
with the bands 18 at the tinme of manufacture so that
the bl anks held in the nagazi ne 20 al ready have the
hands A phdlcforawaildidgriidie aeerifiop fidie adbtesspagls connected
station 21. Whilst the invention has been described in

PE| OB e tsbieé’aﬂelspﬁs }P‘éfﬁoﬁa[&%@ell £0¢ griopdaggledliepein at least one of
FROREEHL LML, BLDA BRGHRLAL, SIRK] A.0% b chep JlEN, .

0 hot necessari have a 1i , for exanple a contal ner
&agbnmﬁhd&xﬁﬁﬁnumakjty of flip-top cigarette packs.

Many ot her nodifications and variations will be
evident that fall wthin the scope of the foll ow ng
| ai my,
Zompr s TR gnfing ¥l PSR RO b SBimriscs a1,
si de panels a bottom panel and a top panel, wherein at
Ieast one of the panels includes a plurallty of
r ansveP3& HaREsngrestdn | Ar eAvhapieskothian feontegidggar panels
BRUVEER i REIANS pufas A Pack according fo claim 1
erein the top panel conprises a lid. 3. A pack

according to claiml1l or 2 wherein both the front and
rear panel s include said transverse bands. 4. A pack
decor di Pkt arcerdingnta chimol ghéreigicinnde bangs akg gmbossed.
enbossed. 5. A pack according to any preceding claim
wherein the pack is fabricated

5. A pack according to any preceding claim wherein the pack is fabricated

from sheet material and the bands comprise corrugations formed in the

thickness of the sheet material.

6. A pack according to claim 4 including at least one of the corrugations on
the lid.
7. A pack according to claim 6 wherein the corrugations have generally

parallel side edges.

8. A pack according to any one of claims 5 to 7 wherein the corrugations

extend between the side panels.

9. A pack according to claim 5 wherein the sheet material comprises

cardboard.

10. A pack according to any preceding claim, containing smoking articles.
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fromsheet material and the bands conprise
corrugations fornmed in the thickness of the sheet

woredoenszabs 6. A pack according to claim4 incledi/neRoas/053514

| east one of the corrugations;pn the lid. 7. A pack
according to claim6 wherein the corrugati ons have
generally parallel side edges. 8. A pack according to
any one of clainms 5 to_ 7 wherein the corrugations )
dt end' betvssarding teickiempkthwhetein theaspakiRsFEeg e ragPtise
%%?E%%g.mherein the sheet material conprises
cardboard. 10. A pack according to any preceding
claim containing snoking articles.11. A pack
according to claim10 wherein the snmoking articles . )
dénpr i'sBad HaPedingdo any procegigclaine 3ihgreig the lidmpmprises a flip
?égceding claimwherein the lid conprises a flip top.

.. A pack according to any preceding claimincluding
an inner frame within the pack. 14. A pack according
to any precediqg claimwherein the bands are forned on
tlRe ext Brikorccardigg tp g% Prefseingr clotme igdpding anggneipfrpmeRvithin
@@gﬁg&#ng to any precedi ng clai mwherein corner edges
thereof are bevelled, curved or rectangular. 16. A
bl ank for fabricating a pack for snoking articles,
conprising front and rear panel portions, a bottom
Panel pBrel HTOEHAS $P d8Y paseigoslpinpadicssid the bands are formed

on the exterior of at least one of the panels.

15. A pack according to any preceding claim wherein corner edges thereof are

bevelled, curved or rectangular.

16. 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, wherein at least one of the panel portions includes a

plurality of transverse bands greater in thickness than a region between the

bands.

17. A method of fabricating a pack for smoking articles from a 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 greater in thickness

than a region between the bands.

18. A method according to claim 17 including embossing the blank to form

the transverse bands.

19. A method according to claim 18 including feeding successive ones of the

blank from a magazine thereof to an embossing station to form said bands, and



portion to forma |lid, wherein at |east one of the

panel portions includes a plurality of transverse
whandasgoeat er in thickness than a regi on bet weenEP1ve9/053514

bands. 17. A nethod of fabricating a pack for smoking

articles froma blank conprising front and rear panel

portions, a bottom panel portion and side panel

portions and a portion to forma lid, the nethod )

derprg siqembersediyanls wra ¢igasttedgmekeging meachiifeto be formed into

EBEEiﬁﬂgdeﬁ Igégkﬁgy_of transverse bands greater in

hir ckness than~a regi on between the bands. 18. A

nmet hod according to claim 17 including enbossing the
blank to formthe transverse bands. 19. A nethod
according to claim 18 including feedi ng successive
ones of the blank from a nagazine thereof to an
enbossing station to form said bands, andfeeding the
enbossed bl anks to a cigarette packagi ng machine to be
formed into packs filled with cigarettes.



