2 Rel ati.ng to. Snoke Filtrati oA- 2056841 Thi s invention<zg>
5 to snoke filters, for tobacco snoke filtration for instance, and

production. It is common practice 10' provi de snoki ng articl$§§ﬁ$41
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pliug of fibrous filtration materidl, for instance cellul ose acetate, paper

or pal ypropyl ene which plug is apped in a paper. _plugw ap. Such wr apped
filter plugs a?xg‘ld’erlif\? L2 F%’I\i‘?’ggsrb'@l ﬁﬁﬁgﬁaétlt}ﬁ@d'si-n £8ght $RALEC f ashi on

on afilter-rad kigg,nach'ne 1o which are fed the filtration materi al
for exanpPBCEGnEAHiSES 304 1A SESEARSR e 3R afBRETaPT]IMCEHY t ow from a

o Sk TR AR BT SR, T
5 RS TR AL ) 4o R SRR B gled ™
oo RS orm, PR, T RSB LEEHA IR ST, 5 AUSEEL
ST PR R A SE RTBIEMTAEH, B Y S e
hoson A7k FRET RS o U T Bt e crom
ShapInG arpeth oRoR! shbhiG eGP Kedln o0, BLE- LR BPLEED L9 Y coo

onech uelng Sashend®s Wi ed ra DI NERRR0] BByl o
example continuous cellulose acetate filament as a crimped
tow from a bale thereof, and plugwrap in continuous strip form
from a bobhin. The tou,;q;spread and sprayed with a suitable
plasticiser, such as triacetin in the case of cellulose acetate
tow, and is then passed to a garniture of the_making machine
wh;ch opgrates to bring the tow to rod form and to wrap it_in
the plugwrap. This mode of manufacturing filter rod is the
i current orthodox method in the cigarette making ihdustry.

Filter rod is also known which, instead of being provided
with an enveloping plugwrap to provide stability, is made by
a process which imparts a self-sustaining nature to the filtra-
tion material concerned.

The Specification.of our Unitéd Kingdom Patent No.l,507,765
discloses a process and an apparatus for shaping a portion of
filter rod by heat and pressure appliéd to said portion by moving

it in a direction trahsvefSe to the longitudinal axis thereof in an

arcuate path relative to a shaped heating former. The process

may -‘be employed to produce an annular groove in the rod por;ion



i +2¢. and thus provide a filter elenent suitable for use in filters discl é@- !

i in oy United Kingdom Pat ent Speci fication No.1,592,549. |n operating t

: process according to our U K Specification No. 1,507,765, it is convenient
to enploy 5 self-sustaining filter rod, made from cell ul ose acetate for
exanple. It is and dijextpobvitie préddheri mlemeindn siud tabdie domesss imer eby,
if required, the above nentioned filter-rod shaping process can be
performed wit hdutltens odisglesed- in0ovgstniitedg Kilinigdam PatemutSpde thiembiidn
yet permt, for exanple, the nmanufacture of a grooved filter elenent close-
ly similar to tNftf, 3R e?hdbl eldherengsing Hhge PAOCEAS -acApRGBing nkofPUE el K.
rod. The present invention provides filter rod conprising 15 a rod-form
body conprisi nPR&RkELleatientNen dmbBIiA65ur 48 igeFanvepiamy ok epPloy,
firlamentary plugwap conprising_at |east 50% by weight of fibres or
Filaments of { REHAREE b7 LRONEE LEREI Topn Sa0R findmerceldd1asre aretetaid
pl ugwrap can rﬁgdil 20 satisfy the tequirenents of filter ventilation as
now comon- |y s ki §or cigarette filters. 1In this case, the plug-

houl d h i bilit t t han .10, 000 ,Cor esi its,
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e#ample, the manufacture of a grooved filter element close-
ly similar to that obtainable when use is made of self-
sustaining.filter rod. |
The present invention provides filter rod comprising
15 a rod-Forh body comprising smoke-filtration material wrap-

ped in a fibrous or filamentary plugwvrap comprising at

least 50% by weight of fibres or filaments of thermo-

plastics material.
In such filter rod, the aforesaid plugurap can readily
20 satisfy the requirements of filter ventilation as nov common-
ly specified for cigarette Filters; In this case, the plug-

wvrap should have air permeability of not less than 10,000
Coresta units; The air permeability of sheet material in
Coresta units is based on a measﬁrement of the rate of flow,
25 expressed in cubic centimetres per minute, of air which is
caused to flow through a one square centimetre zone of the
sheet material under a pressure difference across the zone
of 10 centimetres of water, a
The invention fﬁrther provides a method of produding
30 smoke-filter rod comprising vrapping a body of smoke-
. filtration material in a plugwrap comprising at least 50% by
veight of fibres or filaments of thermoplastics material.



fitbres. or filanments of thernopl astics material . Advant ageously t he
jjority, and preferably at |east 80% by weight,of the material of the

rod-formbody is a material other than the thernoplastics material of the
pliugw ap. Suit abAgvaheagebesilyl tife theidrodyy | sand aréitbrand vortf ilarentgld by
nature. The body nmay include or be conposed of, for exanple, cellulose .

;nacet ate orvpbeypr ofykbRemanerdwlor Iweing oredeform bodpedsf ar matistrtiadn e
cell structure, or of paper. Preferably the plugwap conprises not |ess

. .than 80% bYhaRi §he Shermepiastisy aatarsiaktef i nhe apdusuttannt Sgédadlly, s
| ess than 90% ) _The plugwap may conprise nore than_one therno- plastics
mat eri al . Materya} afsshenbrdie L5 edoet iirais oor 6ilapestary nature.
non-t her nopl ast.'i,gf1 materials.  Cellulosic fibres may be included and the
pl ugw ap may al seheoRedynmeyr éngliudernsar thencempwsedeefanflobi stample, The
pl ugwr ap gﬁ{’ﬁe made by a non-woven or conventional paper-naking process.
It is essetttarlepgr achsaprughr A9 WIRIARY It cld BOWf PTi ¥Ab fordl ¢ in
strength apd be sFitabI.e in other respects for efficient running on a
filter-rodRMEhot PERNhEN anppPes AALL STEUEHITe e OF c@ki RAPSCrengt h of

th I ' how! d t h 50 f th I | . Th
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plastics material. It may also include proportions of one or

:'ﬁion material in a plugwap conpr+3+ng at | east 50% by wei ght of @

more non-thermoplastics materials. Cellulosic fibres may be
- - included and the. 'plugurap may also contain strength-imparting
 additives and binders. The plugwrap may be made by a non-woven
or conventibnai paper-making process. |
) It is essential t.hat the plugwrap should possess sufficient
tensile st;rength and be suitable in other respects for efficient
running on a filser-rod making machine. Preferably the tensile
.hreaking strength of the plugwr_aﬁ should not be less than 50 g
per mm of the plugwrap width.

The following are examples of ways in which the invention
may be carried into effect, reference being made to the accompaying
drawing which represents to a large scale a longitudinal section
through a short length of filter rod from which cigarette filtei's
are to be produced. |

) EXAMPLE T

Using a Hauni KDF1l filter rod making machine, f{ilter rod 1

was produced from crimped polypropylene tow 2 constituting the

smoke-filtration material and a plugwrap 3 composed substantially .
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UsiPng, @ Hauni KDFI filter rod making machine, filter rod 1 was produced é;fi/
‘frgnlcrinped pQ|{§&ppy|enQ’tQW 2 constituting the snDEe-tiItration mat e j g
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fibres and having a_perneabjlity of about 25,000 Coresta units. The o
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Its tensile breaki strength was 60 9 per mm wi dt h. \Wen portions of the .
filter rod weR@démblYoReIANVaHe MAL SPRRATTPLHEBSBTECESFPosed G RS LT t RES2ki:
Ki ngdom Specification to pté%duce %[oovediac;i |ter elements, the quality of
the el ements WS SF§HY *8qul’ & RFa™B A Babl e using sel f- sust ai ni ng
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hot - shapi ng pﬁggess and the resultant filter elenments were o a quality
equal to that obfained when simlar elenents were nmade by subjecting
portions of unwapped sel f-sustaining ceitilmpege pgetate filter rod to the
same process.

_ Again using a Hauni KDFl machine, filter rod was made
from crimped cellulose acetate tow and plugwrap formed from a
fibrous non-woven polypropylene sheet material having a

permeability of about 25,000 Coresta units. . The tow was plastid

éiéed using triacetin and the plugwrap was lap sealed using ah E
melt adhesive. ;

Portions of the filter rod thus manufactured were employ%
in the hot shaping process disclosed in our aforesaid . :
Specification No.l,506,765 to produce grooved filter elements{

‘The polypropylene plugwrap melted under the action of
the hot-shaping process and the resultant filter elements were of

2 quality equal to that obtained when similar elements were made

by subjecting portions of unwrapped self-sustaining cellulose

acetate filter rod to the same process,



G'Al MS 1. Snpke fi.lter rod which conprises a rod-form body - <E§?
copkisi ng snoke-filtration.material «f-<apped in a fibrous or filanmentary
.,plLugw ap conprising at |east 50% by weight 5 of fibres or filanents of
‘fth:rﬁnplastics material. 2. Filter rod according to claim11, wherein the
aghgg- w.ap has a permeability fop Qim(ycyug | ess than 10,000 Coresta units
S her ei nbefore defined. 3. " Filter rod according-to claim1l or 2,
,rgggrein the 10 nmpjority of the material of the rod-formbody is a mat-
erial other than thegigkd FherLERPIRY Wi dFRIEShP i 9ds t Ber BHUGWEAP b oty
Filter rod according to claim1, wherein at |east 80% by wei ght of the

material of theokPeisenE BRAdKel-Tiad that itH afdtdr Piherrapaedt BR aairdbrous
H%¥arnoplast|cs mat eri al of the plugwap. 5. Filter rod according to any

one of the pregpdfngafbatary Yhageirag onpiagig o€ 1égstodofobm hedyhts
;ngfl a fibrous or filanentary nature. 20. 6 Filter rod according to any one
g:lthe precedi off £ibies, ovh€idiamenits PgHeammeplpst Ses natbeaal .90% by

anWg ght of the thernoplastics material. 7. Filter rod according to any
one of the prezedi ngFéléews rovhaceiordimg stwkeldimtl at vberedhethal pdfug-he
.tegd- 25 form body conprises crinped pol ypropyl ene tow and the plugwap is
conposed substwenapahag ahpkirpeab iflityofpraedinlotenatelase. than 10,000
Coresta units as hereinbefore defined.
34 . Filter rod according to claim 1 or 2, wherein the
10 majority of the material of the rod-form body is a mat-
erial other than the said tﬁermopléstics material of the
plugwrap;
1tig

. ho

&4, Filter rod according to claim 1, wherein at least
80% by weight of the maferial of'the rod-form body is a

15 material other than the said thermoplastics material of

y oo R

Loy the plugwrap;

" S Filter rod according to ény one of the preceding
1ts,

AT ot L e

- claims, wherein the material of the rod-form body is of
a fibrous or filamentary nature;
off 20 &, Filter rod according to any one of the preceding

de claims, wvherein the plugwrap comprises at léast 90% by

veight of the thermoplastics material,

7. Filter rod accofding to any one of the preceding

claims, wherein the sméke-Filtration material of the rod-
25 form body comprises crimped polypropylene tow and the

plugwrap is composed sﬁbsténtially vholly of fibrous

celldlose écetéte;

.




&nf",FiIter rod according to any one .of clains 1 to 6, wherein the Y |
smoke:filtration material of the rod- fgrm body conprises crinped cellul t'
acetate and thé plugwap is conposed substantially wholly of fibrous

-pol ypropyl ene. 5 9. Snmoke-filter rod substantially as herei nbefore

described in BEganpl eﬁlﬁeﬁmlﬁéérdiﬂ? toSHRYCohie! b8 1A e COrEd ng, to
any one of the preced I ng clainms whereof portiodns have been subjected to a

hot - shapi ng piPeeesin lthe ls;lmokeﬁfﬂf‘th@@lleﬁ REedRGiaNg oFMUR fiddEfoFf@tbody
conprising wapping a body of snmoke-filtration material in-a plug- wap

conprising at lcoagriddé b wpadtcoi1hlbsesapethitbaant®ethe Flugurap is
t hernopl astics material. 12. A nethod according to claim1ll, wherein

portions of 15compoded tarbgightai£l sybyiecled bf & ibabushaw liyp wmchsse . 13.

A et hod of produci ng snoke-filter rod substantially as herei nbefore

descri bed i @ Efanpl e Smake Hialtpd e t¢9d ddbstaimbbhaddy- amsolbe rfe intbery Bope oduced
fromfilter rod according to any one of clainms 1 to.10 or produced by the

20 et hod accdlegiorgbes airy Erampie cf abrsEgampdel3I.The text of the
speC|f|cat|on has been reproduced by photocopying the applicants original
typescript. RO.may Sowker fi Lt 4w adreadrenddnaniten aave ooief fd fouihe tpreced- (
The original typescript containing these anendments may be i nspected on the
preni ses of t hé NBatcdimg fyhareof portlons have been subJecte to a hot-

shaping process.

10 11, A method of producing smoke-filter rod comprising
wrapping a body of smoke-filt;ation mate:ial in- a plug-
wrap comprising at leést 50% by weight of fibres or fila-
ments of thérmoplastics'material; |
12; A method accordzng to clalqélﬂz vherein portions of

15 the filter rod are subjected to a hot-shaping process.

13, A method of producing smoke-filter rod substantially
as hereinbefore described in Example I or Example II;
14, Tobacco-smoke filters produced from filter rod

according to any one of claims 1 to 10 or produced by the

20 method according to any one of claims 11 to 13,

The text of the specification has been reproduced by photocopying the applicants original
typescript. It may contain a few amendments which are difficult to reed. The original
typescript containing these amendments may be inspected on the premisea of the Patent Office
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