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(54) METHOD FOR MANUFACTURING CARTRIDGE FOR FLAVOR ASPIRATORS

(57) Provided is a method for manufacturing a flavor
inhaler cartridge that includes a raw material sheet in-
cluding a base material layer and a raw material layer,
and a case accommodating the raw material sheet there-
in. The method for manufacturing a cartridge includes:

disposing the raw material sheet on a case paper that is
a raw material of the case; folding the case paper and
thereby folding the raw material sheet along with the case
paper; and wrapping the case paper around the raw ma-
terial sheet.
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Description

TECHNICAL FIELD

[0001] The present invention relates to a method for
manufacturing a flavor inhaler cartridge.

BACKGROUND ART

[0002] In the related art, an apparatus for manufactur-
ing a smoking product such as a tobacco rod is known
(see PTL 1). PTL 1 discloses manufacturing of a tobacco
rod by performing cutting, paper rolling, and the like while
transporting a rod using a plurality of transport drums.
Also, a flavor inhaler for inhaling a flavor or the like without
burning materials is known in the related art. As a smok-
ing product used with such a flavor inhaler, a smoking
product including a smoking material made of tobacco
containing a volatile component and an aerosol cooling
member for cooling a volatilized material (aerosol) before
the volatilized material reaches the inside of a mouth of
a user is known (see PTL 2).

CITATION LIST

PATENT LITERATURE

[0003]

PTL 1: Japanese Patent No. 6438063
PTL 2: Japanese Translation of PCT International
Application Publication No. 2017-518041

SUMMARY OF INVENTION

TECHNICAL PROBLEM

[0004] An object of the present invention is to provide
a new method for manufacturing a flavor inhaler car-
tridge.

SOLUTION TO PROBLEM

[0005] According a first aspect, there is provided a
method for manufacturing a flavor inhaler cartridge that
includes a raw material sheet including a base material
layer and a raw material layer, and a case accommodat-
ing the raw material sheet therein. The method for man-
ufacturing a cartridge includes: disposing the raw mate-
rial sheet on a case paper that is a raw material of the
case; folding the case paper and thereby folding the raw
material sheet along with the case paper; and wrapping
the case paper around the raw material sheet.
[0006] According to the first aspect, it is possible to
reduce the number of processes and to improve produc-
tivity of the cartridge as compared with a case where the
raw material sheet and the case paper are folded sepa-
rately and the raw material sheet is then accommodated

in the case.
[0007] According to a gist of a second aspect, the base
material layer includes a conductive layer containing a
material with conductivity and a paper layer laminated
on the conductive layer, and the raw material layer is
provided on the paper layer in the first aspect.
[0008] According to the second aspect, the raw mate-
rial can include a binder or the like, and it is thus possible
to cause the raw material layer to adhere to the paper
layer without using an adhesive for bonding the raw ma-
terial. Also, the base material layer includes a conductive
layer, and it is thus possible to improve heat transfer ef-
ficiency (heating efficiency) when the raw material layer
is used by the flavor inhaler. As a result, delivery efficien-
cy of vapor or aerosols from the raw material is improved
when the raw material layer is used, and it is thus possible
to reduce the amount of used raw material. Also, in a
case where the flavor inhaler includes an induction coil,
it is possible to induction-heat the conductive layer with
the induction coil. Additionally, it is also possible to im-
prove strength of the raw material layer by the conductive
layer.
[0009] According to a gist of a third aspect, cutting the
raw material sheet in a roll shape into a predetermined
length; and disposing the cut raw material sheet on the
case paper are further included in the first aspect or the
second aspect.
[0010] According to the third aspect, it is possible to
successively manufacture the raw material sheet with a
predetermined length from the raw material sheet in the
roll shape, thereby to successively dispose the raw ma-
terial sheet on the case paper, and to improve productivity
of the cartridge.
[0011] According to a gist of a fourth aspect, transport-
ing the case paper in a first direction; and disposing the
raw material sheet on the case paper that is being trans-
ported are further included in any of the first aspect to
the third aspect.
[0012] According to the fourth aspect, it is possible to
successively dispose the raw material sheet on the case
paper and thereby to achieve mass production of the
cartridge.
[0013] According to a gist of a fifth aspect, cutting the
case paper along a plane intersecting the first direction
is further included in the fourth aspect.
[0014] According to the fifth aspect, it is possible to
form a cartridge with an arbitrary length.
[0015] According to a gist of a sixth aspect, a process
of forming a half-cut or a deboss in the case paper; and
folding the case paper along the half-cut or the deboss
are further included in any of the first aspect to the fifth
aspect.
[0016] According to the sixth aspect, the material of
the case (case paper) is easily folded along the half-cut
or the deboss when the case is formed even if the case
paper is formed of a material having rigidity to some ex-
tent, for example, a cardboard.
[0017] According to a gist of a seventh aspect, dispos-
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ing the raw material sheet on the half-cut or the deboss
of the case paper; and folding the case paper and the
raw material sheet together along the half-cut or the de-
boss are further included in the sixth aspect.
[0018] According to the seventh aspect, deviation of
the folding position is curbed, and it is possible to fold
the case paper and the raw material sheet at an appro-
priate position.
[0019] According to a gist of an eighth aspect, folding
a first end portion and a second end portion facing the
first end portion of the raw material sheet such that the
raw material layer faces itself before disposing the raw
material sheet on the case paper; and folding the case
paper and thereby folding the raw material sheet along
with the case paper such that the base material layer of
the raw material sheet faces itself after disposing the raw
material sheet on the case paper are further included in
any of the first aspect to the seventh aspect.
[0020] According to the eighth aspect, it is possible to
efficiently heat the raw material layer without bringing a
blade or a susceptor of a heating portion into contact with
the raw material layer, by heating the raw material sheet
with the blade, the susceptor, or the like disposed in a
clearance where the base material layer faces itself. In
this manner, contamination of the blade or the susceptor
due to the raw material layer is curbed, and it is possible
to reduce the frequency of cleaning of the heating blade
or the susceptor. Also, the clearance where the raw ma-
terial layer faces itself defines an air flow path, and aer-
osols generated from the raw material layer can thus pass
through the clearance. It is thus possible to efficiently
deliver the aerosols generated from the raw material lay-
er toward the downstream side.
[0021] According to a gist of a ninth aspect, applying
an adhesive to the case paper; and disposing the raw
material sheet on the case paper such that the base ma-
terial layer comes into contact with the adhesive applied
to the case paper are further included in any of the first
aspect to the eighth aspect.
[0022] According to the ninth aspect, adhesion of the
adhesive to the raw material layer is curbed, and it is thus
possible to curb an influence of the adhesive on smoking
taste.

BRIEF DESCRIPTION OF DRAWINGS

[0023]

Fig. 1 is a schematic side view of a flavor inhaler in
which a cartridge is used according to the present
embodiment.
Fig. 2 is a perspective view of the cartridge.
Fig. 3 is a partially enlarged sectional view of a raw
material sheet.
Fig. 4 is a diagram illustrating an example of a section
of the raw material sheet in a state in which the raw
material sheet is accommodated in a case.
Fig. 5 is a diagram illustrating another example of

the section of the raw material sheet in the state in
which the raw material sheet is accommodated in
the case.
Fig. 6 is a side view of the cartridge seen from a
second opening.
Fig. 7 is a schematic view illustrating a process for
manufacturing the cartridge.
Fig. 8 is a schematic view illustrating an example of
a cut location of a case paper.
Fig. 9 is a schematic view illustrating a process for
accommodating the raw material sheet and a cooling
portion in a case.
Fig. 10 is a schematic view illustrating an example
of the cut location of the case paper.
Fig. 11 is a schematic view illustrating a process for
accommodating the raw material sheet and separat-
ed parts in a case.
Fig. 12 is a schematic view illustrating an example
of cut locations of the case paper.
Fig. 13 is a schematic plan view of the cartridge
formed by being cut at the cut locations illustrated in
Fig. 12.

DESCRIPTION OF EMBODIMENTS

[0024] Hereinafter, embodiments of the present inven-
tion will be described with reference to the drawings. The
same reference signs will be applied to the same or cor-
responding components in the drawings which will be
described below, and repeated description will be omit-
ted.
[0025] Fig. 1 is a schematic side view of a flavor inhaler
in which a cartridge is used according to the present em-
bodiment. A flavor inhaler 100 according to the present
embodiment is configured to generate aerosols including
flavor through heating of a cartridge 10. As illustrated in
the drawing, the flavor inhaler 100 includes a housing
100, a battery 140 disposed inside the housing 110, a
heating portion 150, and a control circuit 170. An end
portion of the housing 110 of the flavor inhaler 100 on
the side of the heating portion 150 opens, such that the
cartridge 10 can be inserted into the heating portion 150.
[0026] The battery 140 is configured to supply power
to the heating portion 150, the control circuit 170, and
the like. For example, the battery 140 is a lithium ion
battery. The battery 140 may be able to be charged by
an external power source.
[0027] The heating portion 150 can include a heating
blade adapted to be inserted into the cartridge 10. In other
words, the heating portion 150 may be a heater of an
internal heating type that heats the cartridge 10 from the
inside. The heating blade includes a substrate of a resin,
for example, and a heating track formed on a surface of
the substrate and can have a thickness of about 0.5 mm,
for example. Also, the heating portion 150 may include
an induction coil for induction-heating a susceptor. The
susceptor may be provided in the flavor inhaler 100 or
may be provided in the cartridge 10. For example, the
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flavor inhaler 100 may include a susceptor to be inserted
into the cartridge 10 when the cartridge 10 is disposed
at the heating portion 150. Alternatively, the cartridge 10
may include a conductive material that is induction-heat-
ed by the induction coil. Note that the flavor inhaler 100
illustrated in Fig. 1 may include an electromagnetic shield
(not illustrated) that curbs arrival of electromagnetic
waves generated by the induction coil at the control circuit
170 between the heating portion 150 and the control cir-
cuit 170. The heating portion 150 is configured to heat
the cartridge 10 to not less than 200°C and not more than
350°C, for example.
[0028] The control circuit 170 is configured of a CPU,
a memory, and the like and controls operations of the
flavor inhaler 100. For example, the control circuit 170
starts heating of the cartridge 10 in response to a user’s
operation on an input device such as a press button or
a slide-type switch, which is not illustrated, and ends the
heating of the cartridge 10 after a specific period of time
elapses. The control circuit 170 may end the heating of
the cartridge 10 even before the specific period of time
elapses from the start of the heating of the cartridge 10
in a case in which the number of times the user performs
a puffing action exceeds a specific value. For example,
the puffing action is detected by a sensor, which is not
illustrated.
[0029] Alternatively, the control circuit 170 may start
the heating of the cartridge 10 in response to a start of
the puffing action and end the heating of the cartridge 10
in response to an end of the puffing action. The control
circuit 170 may end the heating of the cartridge 10 even
before the puffing action is ended, in a case in which a
specific period of time elapses after the start of the puffing
action. In the illustrated example, the control circuit 170
is disposed between the battery 140 and the heating por-
tion 150 and curbs heat transmission from the heating
portion 150 to the battery 140.
[0030] The cartridge 10 generates vapor and aerosols
of an aerosol source or a flavor source by being heated
by the heating portion 150. The vapor and the aerosols
generated inside the cartridge 10 is cooled by passing
through the cartridge 10 and then reaches the inside of
a user’s mouth. The vapor generated in the cartridge 10
can be cooled by passing through the cartridge 10 and
can be changed into aerosol particles. In the present em-
bodiment, the cartridge 10 has a flat shape. Also, the
cartridge 10 has a thin plate shape or a card shape in a
state in which the heating portion 150 is inserted.
[0031] The flavor inhaler 100 may include a mouth-
piece. In this case, the flavor inhaler 100 is configured to
accommodate the cartridge 10 therein, and the vapor or
the aerosols generated by the cartridge 10 is supplied to
the user through the mouthpiece.
[0032] Next, details of the cartridge 10 will be de-
scribed. Fig. 2 is a perspective view of the cartridge 10.
The cartridge 10 includes a raw material sheet 30 that is
heated and thereby generates aerosols and a case 20
that accommodates the raw material sheet 30 therein.

The cartridge 10 illustrated in Fig. 2 does not include a
filter and includes only the raw material sheet 30. In other
words, since the cartridge 10 has a simple configuration,
it is easy to continuously manufacture the cartridge 10,
and it is possible to relatively reduce the weight of waste
of the cartridge 10 after use.
[0033] The case 20 has a thin substantially tubular
shape and includes a first wall 20a, a second wall 20b,
and a pair of connecting walls 20c. The first wall 20a is
a wall having the largest plane of the case 20. The second
wall 20b faces the first wall 20a. The pair of connecting
walls 20c connect the first wall 20a to the second wall
20b. Specifically, one of the connecting walls 20c extends
between one end of the first wall 20a and one end of the
second wall 20b, and the other one of the connecting
walls 20c extends between the other end of the first wall
20a and the other end of the second wall 20b. Therefore,
the substantially tubular case 20 is formed by the first
wall 20a, the second wall 20b, and the pair of connecting
walls 20c, and one or more air flow paths through which
the aerosols pass as will be described later are provided
inside the case 20.
[0034] Also, the case 20 includes a first opening 21, a
second opening 22 that faces the first opening 21, a first
end surface 21a that is provided with the first opening
21, and a second end surface 22a that is provided with
the second opening 22. The first opening 21 and the sec-
ond opening 22 are defined by the first wall 20a, the sec-
ond wall 20b, and the pair of connecting walls 20c. The
heating blade of the heating portion 150 or the susceptor
described above can be inserted into the second opening
22. The first opening 21 and the second opening 22 can
have substantially the same opening shapes. The inside
of the case 20 on the side of the first end surface 21a is
hollow, such that the aerosols directed from the raw ma-
terial sheet 30 toward the first opening 21 can pass
through the hollow.
[0035] The thickness of the case 20 (the length be-
tween the outer side surface of the first wall 20a and the
outer side surface of the second wall 20b) can ranges
from about 1.5 mm to about 6.0 mm, for example. The
length of the case 20 (the length between the first end
surface 21a and the second end surface 22a) is equal to
or greater than 50 mm and equal to or less than 100 mm,
for example. The width of the case 20 (the length that is
orthogonal to the thickness direction and the length di-
rection) is, for example, about 12 mm. The case 20 can
be formed of a predetermined cardboard, for example.
Specifically, the case 20 can be formed of a paper with
a paper weight of equal to or greater than 80 g/m2 and
equal to or less than 300 g/m2, for example.
[0036] It is possible to remove the cartridge 10 from
the heating portion 150 without the user directly touching
the raw material sheet 30 at a high temperature after use,
by the raw material sheet 30 being accommodated in the
case 20. Also, it is possible to maintain the shape of the
raw material sheet 30, which is relatively easily deformed,
by the raw material sheet 30 being accommodated in the
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case 20, and the size of a first clearance 33 and a second
clearance 34 included in the raw material sheet 30, which
will be described later, is easily maintained to be con-
stant. Furthermore, it is possible to absorb a part of vapor
or aerosols generated from the raw material sheet 30 by
the case 20 being formed of a paper and to curb conden-
sation of the vapor or the aerosols inside the flavor inhaler
100.
[0037] A metal foil such as aluminum may be provided
on the inner surface of the case 20. In this manner, it is
possible to curb heat dissipation due to thermal radiation
of the heating portion 150 and the raw material sheet 30
heated by the heating portion 150 and to efficiently heat
the raw material sheet 30. Specifically, a part of the case
20 where the raw material sheet 30 is disposed (that is,
a part where the heating portion 150 is located) is not
provided with the metal foil, and the metal foil can be
provided on the inner surface of the case 20 on the side
further downstream than the part. It is thus possible to
promote cooling of vapor generated by the raw material
sheet 30, that is, formation of aerosols. Note that if the
metal foil is also provided on the inner surface of the case
20 at the part where the raw material sheet 30 is disposed,
heat of the raw material sheet 30 is transferred to the
downstream side through the metal foil, and there is thus
a concern that it is not possible to sufficiently cool the
vapor on the downstream side of the raw material sheet
30. On the other hand, the part of the case 20 where the
raw material sheet 30 is disposed (that is, the part where
the heating portion 150 is located) may also be provided
with the metal foil. In this case, the heat of the heating
portion 150 is transferred to the inner surface of the case
20 on the downstream side due to the metal foil contin-
uing from the part where the raw material sheet 30 is
disposed (that is the part where the heating portion 150
is located) to the downstream side thereof, and conden-
sation of the vapor or the aerosols to the inner surface
of the case 20 can be curbed.
[0038] The raw material sheet 30 in the present em-
bodiment includes a sheet having a plurality of folding
lines. Fig. 3 is a partially enlarged sectional view of the
raw material sheet 30. As illustrated in the drawing, the
raw material sheet 30 includes a base material layer 31
and a raw material layer 32. In the present embodiment,
the base material layer 31 includes a conductive layer
31a containing a material with conductivity and a paper
layer 31b laminated on the conductive layer 31a. Specif-
ically, the base material layer 31 can be a metal attached
paper formed by attaching the conductive layer 31a to
the paper layer 31b. As the material with conductivity, it
is possible to use a known material such as aluminum,
stainless steel, carbon, iron, an alloy containing iron, an
alloy containing iron and nickel, an alloy containing iron,
nickel, and chromium, an alloy containing iron, nickel,
chromium, and manganese, an alloy containing iron,
nickel, chromium, manganese, and silicon, for example.
It is possible to efficiently transfer the heat of the heating
portion 150 to the raw material layer 32 by the base ma-

terial layer 31 including the conductive layer 31a. More-
over, it is also possible to use the conductive layer 31a
as a susceptor for induction heating by the base material
layer 31 including the conductive layer 31a. As illustrated
in the drawing, the raw material layer 32 is provided on
the paper layer 31b of the base material layer 31 in the
raw material sheet 30 according to the present embodi-
ment. It is thus possible to cause the raw material layer
32 to adhere to the base material layer 31 without using
any adhesive as will be described later. Although the
base material layer 31 includes the conductive layer 31a
in the present embodiment, the present invention is not
limited thereto, and the base material layer 31 may not
include the conductive layer 31a.
[0039] The paper layer 31b can be a paper such as a
pulp paper, for example. Also, the paper layer 31b can
include a fiber layer, such as a non-woven fabric, that
does not contain tobacco fiber in the present embodi-
ment. Although the paper layer 31b can have an arbitrary
thickness, the thickness is preferably equal to or greater
than 0.03 mm and equal to or less than 0.15 mm. If the
thickness of the paper layer 31b falls within this range, it
is possible to efficiently heat the raw material sheet 30
in the flavor inhaler 100 while securing strength of the
raw material sheet 30. If the thickness of the paper layer
31b is less than 0.03 mm, the strength of the raw material
sheet 30 decreases, and the raw material sheet 30 may
become likely to be torn. Also, if the thickness of the paper
layer 31b exceeds 0.15 mm, the paper layer 31b be-
comes excessively thick, the heat of the heating portion
150 in the flavor inhaler 100 is used for heating the paper
layer 31b, and heating efficiency of the raw material sheet
30 may be degraded.
[0040] Also, although the paper layer 31b can have
arbitrary paper weight, the paper weight is preferably
equal to or greater than 20 g/m2 and equal to or less than
100 g/m2. If the paper weight of the paper layer 31b falls
within this range, it is possible to efficiently heat the raw
material sheet 30 in the flavor inhaler 100 while securing
the strength of the raw material sheet 30. If the paper
weight of the paper layer 31b is less than 20g/m2, the
strength of the raw material sheet 30 decreases, and the
raw material sheet 30 may become likely to be torn. Also,
if the paper weight of the paper layer 31b exceeds 100
g/m2, the heat of the heater in the flavor inhaler 100 is
used for heating the paper layer 31b, and heating effi-
ciency of the raw material sheet 30 may be degraded.
The paper weight of the paper layer 31b is more prefer-
ably equal to or greater than 30 g/m2 and equal to or less
than 50 g/m2.
[0041] The thickness of the conductive layer 31a is
preferably equal to or greater than 5 mm and equal to or
less than 30 mm. If the thickness of the conductive layer
31a falls within this range, it is possible to exhibit appro-
priate heat transfer while reducing the amount of used
conductive material. Also, the conductive layer 31a can
function as an appropriate susceptor at the time of induc-
tion heating performed by the induction coil of the heating
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portion 150 in the flavor inhaler 100. Furthermore, it is
possible to curb an excessive increase in resistance at
the time of cutting or bending of the raw material sheet
30. The thickness of the conductive layer 31a is more
preferably equal to or greater than 5 mm and equal to or
less than 15 mm and specifically can be about 10 mm.
[0042] The raw material layer 32 is not bonded to the
base material layer 31 via an adhesive such as a glue
and can be formed integrally with the base material layer
31 by being applied to the paper layer 31b of the base
material layer 3. Although the raw material layer 32 may
be bonded to the base material layer 31 via an adhesive
such as a glue, bonding with no intervention of an adhe-
sive is preferable in terms of a smoking taste and simpli-
fication of the process for manufacturing the raw material
sheet 30. The raw material layer 32 can contain, for ex-
ample, tobacco (corresponding to an example of a flavor
source) and a polyhydric alcohol (corresponding to an
example of an aerosol source). The polyhydric alcohol
can include glycerin, propylene glycol, sorbitol, xylitol,
and erythritol. One of these polyhydric alcohols may be
used alone, or two or more kinds thereof may be used in
combination, for the raw material layer 32. Specifically,
the raw material layer 32 can be formed by mixing a bind-
er into powder tobacco and a polyhydric alcohol, applying
the mixture to the paper layer 31b of the base material
layer 31, and then evaporating a part of moisture thereof.
As the binder, it is possible to use, for example, guar
gam, xanthan gum, carboxy methyl cellulose (CMC), a
sodium salt of carboxy methyl cellulose (CMC-Na), pul-
lulan and hydroxypropyl cellulose (HPC), methyl cellu-
lose, or hydroxyl methyl cellulose.
[0043] Also, pulp may be added to the raw material
layer 32. The pulp can improve strength of the raw ma-
terial layer 32. However, pulp may not be added to the
raw material layer 32 when there is no need to improve
the strength of the raw material layer 32. In a case in
which pulp is not used, the proportion of the tobacco in
the raw material layer 32 increases by the corresponding
amount, and an improvement in smoke tastes is thus
expected.
[0044] Although the binder can be added to the raw
material layer 32 for the purpose of controlling appropri-
ate application of the raw materials, the binder may not
be added. The percentage by weight of the binder that
can be added to the raw material layer 32 is preferably
equal to or greater than 0% and equal to or less than
60% and is more preferably equal to or greater than 0%
and equal to or less than 10% with respect to the weight
of the raw material layer 32, for example.
[0045] The raw material layer 32 can have blending
rates (percentages by weight) of 5% to 40% of polyhydric
alcohol, 50% to 90% of tobacco, 0% to 10% of binder,
and 0% to 10% of pulp, for example. Also, an acid such
as lactic acid, palmitic acid, or benzoic acid may be added
to the raw material layer 32.
[0046] Also, the raw material sheet 30 preferably has
a tensile strength of equal to or greater than 3.0 N/15

mm, more preferably has a tensile strength of equal to
or greater than 5.0 N/15 mm, and further preferably has
a tensile strength of equal to or greater than 10 N/15 mm
in terms of the manufacturing. Note that the tensile
strength of the raw material sheet 30 can be measured
by performing a dry tensile strength test (ISO 1924-2) on
a test piece of 250 mm 3 15 mm. It is possible to easily
fold the raw material sheet 30 when the raw material
sheet 30 is manufactured as will be described later and
to curb breaking of the raw material sheet 30, by the raw
material sheet 30 having the above tensile strength.
[0047] Even if the base material layer 31 does not in-
clude the paper layer 31b, it is possible to select types
and blending rates of raw materials such that the raw
material layer 32 can be applied to the conductive layer
31a of the base material layer 31. On the other hand, it
is possible to improve fixability of the raw material layer
32 to the base material layer 31 by the base material
layer 31 including the paper layer 31b as described
above. Specifically, appropriate application and adhe-
siveness of the raw material layer 32 to the base material
layer 31 can be improved by the base material layer 31
including the paper layer 31b. The reason is considered
to be because affinity between the paper layer 31b and
the raw materials is high and adhesiveness is enhanced
by the raw materials being entangled with minute irreg-
ularity of the fiber on the surface of the paper layer 31b.
Also, the paper layer 31b functions as a cushion material
at the time of drying and can secure flexibility of the raw
material sheet 30 including the raw material layer 32 and
the base material layer 31.
[0048] Fig. 4 is a diagram illustrating an example of a
section of the raw material sheet 30 in a state in which
the raw material sheet 30 is accommodated in the case
20. The raw material sheet 30 in the illustrated example
includes three folding lines F1, F2, and F3. Specifically,
the raw material sheet 30 is folded along the folding line
F1 and the folding line F2 such that the raw material layer
32 faces itself, and is folded along the folding line F3 such
that the base material layer 31 faces itself. In this manner,
the raw material sheet 30 includes first clearances 33
formed by the raw material layer 32 facing itself and a
second clearance 34 formed by the base material layer
31 facing itself. In other words, repulsive forces due to
plastic deformation of the conductive layer 31a of the
base material layer 31 and elastic deformation caused
by the folding of the paper layer 31b interact with each
other, a balance is maintained therebetween, and the
first clearance 33 and the second clearance 34 can be
formed without establishing completely close contact of
the raw material sheet 30 itself, by folding the sheet along
the folding lines F1, F2, and F3. Note that even in a case
in which the base material layer 31 is formed only of the
conductive layer 31a or the paper layer 31b, it is also
possible to form the first clearances 33 and the second
clearance 34 without causing complete close contact of
the sheet due to a force of the conductive layer 31a main-
taining the shape achieved through plastic deformation
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or a repulsive force caused by elastic deformation due
to folding of the paper layer 31b. In the illustrated exam-
ple, the raw material sheet 30 includes a pair of first clear-
ances 33, and the second clearance 34 is located be-
tween the pair of first clearances 33. In this manner, it is
possible to substantially uniformly heat the raw material
layer 32 located on both sides of the second clearance
34 with the heating blade of the heating portion 150 or
the susceptor disposed at the second clearance 34, and
as a result, it is possible to uniformize the aerosols gen-
erated from the pair of first clearances 33.
[0049] Fig. 5 is a diagram illustrating another example
of the section of the raw material sheet 30 in the state in
which the raw material sheet 30 is accommodated in the
case 20. The raw material sheet 30 in the illustrated ex-
ample includes three folding lines F4, F5, and F6. Spe-
cifically, the raw material sheet 30 is folded along the
folding line F4 and the folding line F5 such that the raw
material layer 32 faces itself and is folded along the fold-
ing line F6 such that the base material layer 31 faces
itself. The direction in which the raw material sheet 30
illustrated in Fig. 5 is folded along the folding line F6 is
opposite to that of the folding line F3 of the raw material
sheet 30 illustrated in Fig. 4. In this manner, the raw ma-
terial sheet 30 includes first clearances 33 formed by the
raw material layer 32 facing itself and a second clearance
34 formed by the base material layer 31 facing itself. In
other words, it is possible to form the first clearances 33
and the second clearance 34 without causing complete
close contact of the sheet by folding the raw material
sheet 30 along the folding lines F4, F5, and F6. In the
illustrated example, the raw material sheet 30 includes
a pair of first clearances 33, and the second clearance
34 is located between the pair of first clearances 33. In
this manner, it is possible to substantially uniformly heat
the raw material layer 32 located on both sides of the
second clearance 34 with the heating blade of the heating
portion 150 or the susceptor disposed at the second
clearance 34, and as a result, it is possible to uniformize
the aerosols generated from the pair of first clearances
33.
[0050] As illustrated in Figs. 4 and 5, the raw material
sheet 30 can include the first clearance 33 formed by the
raw material layer 32 facing itself, and the aerosols gen-
erated from the raw material layer 32 can thus pass
through the first clearance 33. In other words, the first
clearances 33 can define air flow paths through which
the aerosols pass. In this manner, it is possible to effi-
ciently deliver the aerosols generated from the raw ma-
terial layer 32 toward the downstream side. Also, since
the raw material sheet 30 includes the second clearance
34 formed by the base material layer 31 facing itself, it
is possible to efficiently heat the raw material layer 32
without bringing the heating blade or the susceptor into
contact with the raw material layer 32 by inserting the
heating blade of the heating portion 150 or the susceptor
into the second clearance 34. In this manner, contami-
nation of the heating blade or the susceptor with the raw

material layer 32 is curbed, and it is possible to reduce
a frequency of cleaning of the heating blade or the sus-
ceptor.
[0051] The raw material sheet 30 is not limited to the
example illustrated in Figs. 4 and 5 and can have arbitrary
folding lines. For example, the raw material sheet 30 may
be folded only once such that the raw material layer 32
faces itself. Note that in a case where the heating portion
150 of the flavor inhaler 100 includes the induction coil,
the conductive layer 31a of the raw material sheet 30 has
the function of the susceptor. In other words, it is possible
to heat the raw material layer 32 by the induction coil
induction-heating the conductive layer 31a. In this case,
the flavor inhaler 100 may not include the susceptor.
[0052] Fig. 6 is a side view of the cartridge 10 seen
from the second opening 22. As illustrated in the drawing,
the pair of connecting walls 20c of the case 20 can be
formed into an arc shape, more specifically, a circular
arc shape in a section seen from the second opening 22.
Note that the terms "arc shape" or "circular arc shape"
in the present specification include a substantial "arc
shape" or "circular arc shape" and also include a case in
which the connecting walls 20c have an angle that can
be visually recognized. The connecting walls 20c include
a plurality of half-cuts or debosses 25 on the inner sur-
faces thereof, that is, the surfaces facing the inside of
the case 20. The half-cuts or debosses 25 extend be-
tween the first end surface 21a and the second end sur-
face 22a of the case 20. The half-cuts or debosses 25
can be formed by cutting notches in the inner surfaces
of the case 20, cutting parts of the inner surfaces, or
compressing the inner surfaces. Also, the half-cuts or
debosses 25 may be formed by laser processing. In other
words, the half-cuts or debosses 25 can also be referred
to as cut lines or indentation lines formed on the inner
surfaces of the connecting walls 20c. The connecting
walls 20c are folded along the half-cuts or debosses 25,
and as a result, the connecting walls 20c are formed into
arc shapes or circular arc shapes in the section seen
from the second opening 22.
[0053] According to the cartridge 10 illustrated in Fig.
6, the material of the case 20 is easily folded along the
half-cuts or debosses 25 when the connecting walls 20c
of the case 20 are formed even if the case 20 is formed
of a material having rigidity to some extent, for example,
a cardboard, by the case 20 having the plurality of half-
cuts or debosses 25. As a result, it is possible to appro-
priately bend the connecting walls 20c of the case 20.
Also, the shape of the case 20 is easily maintained by
the case 20 including the connecting walls 20c, as com-
pared with a case in which the first wall 20a and the sec-
ond wall 20b of the case 20 are connected with flat walls.
Specifically, according to the case 20 in the present em-
bodiment, the plurality of half-cuts or debosses 25 are
deformed to collapse even if a force in a direction inclined
with respect to the first wall 20a is applied to the case
20, for example, the inner surfaces of the connecting
walls 20c defining the half-cuts or debosses 25 react
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against each other by coming into contact with each oth-
er, and the shape of the case 20 illustrated in Fig. 6 is
thus easily maintained.
[0054] Since each of the pair of connecting walls 20c
of the case 20 is formed into an arc shape in the section
seen from the second opening 22, the stress applied to
the connecting walls 20c is dispersed, and it is possible
to improve the strength of the case 20 as compared with
the case in which the first wall 20a and the second wall
20b are connected with flat walls. Also, the cartridge 10
is provided with air flow paths inside the case 20 as de-
scribed above. Specifically, the first clearances 33 of the
raw material sheet 30 define the air flow paths. Therefore,
it is possible to curb closing of the air flow paths inside
the case 20 by the shape of the case 20 being easily
maintained.
[0055] The interval of the plurality of half-cuts or de-
bosses 25 is preferably equal to or greater than 0.5 mm
and equal to or less than 3.0 mm and is more preferably
equal to or greater than 0.5 mm and equal to or less than
1.5 mm. Here, the interval of the plurality of half-cuts or
debosses 25 means the distance between adjacent half-
cuts or debosses 25 in the section illustrated in Fig. 6. If
the interval of the plurality of half-cuts or debosses 25 is
less than 0.5 mm, the excessively short interval may
cause a difficulty in manufacturing. Also, if the interval of
the plurality of half-cuts or debosses 25 is greater than
3.0 mm, it becomes necessary to increase the size of the
case 20 itself to form the connecting walls 20c, and there
is a likelihood that the size is not suitable as the size of
the cartridge 10 of the flavor inhaler 100. Additionally, if
the interval between the plurality of half-cuts or debosses
25 is equal to or less than 1.5 mm, it is possible to cause
the shapes of the connecting walls 20c to approach cir-
cular arc shapes and to more appropriately disperse the
stress applied to the case 20. Therefore, if the interval of
the plurality of half-cuts or debosses 25 falls within the
above range, it is possible to reliably form the plurality of
half-cuts or debosses 25 and to form the connecting walls
20c with the size that is suitable as the size of the cartridge
10.
[0056] The depth of the plurality of half-cuts or deboss-
es 25 is preferably equal to or greater than 30% and equal
to or less than 90% and is more preferably equal to or
greater than 50% and equal to or less than 80% of the
thickness of the connecting walls 20c. If the depth of the
plurality of half-cuts or debosses 25 is less than 30% of
the thickness of the connecting walls 20c, it is difficult to
bend and fold the material forming the case 20, and it
may be difficult to appropriately form the connecting walls
20c. Also, if the depth of the plurality of half-cuts or de-
bosses 25 is greater than 90% of the thickness of the
connecting walls 20c, there is a concern that the strength
of the case 20 itself is excessively degraded. Therefore,
if the depth of the plurality of half-cuts or debosses 25
falls within the above range, it is possible to appropriately
form the connecting walls 20c and also to maintain the
strength of the case 20 itself.

[0057] Although the connecting walls 20c are formed
into arc shapes by providing the plurality of half-cuts or
debosses 25 in the case 20 illustrated in Fig. 6, the
present invention is not limited thereto, and the connect-
ing walls 20c may have arbitrary folding lines (corner por-
tions). For example, the case 20 can have a substantially
hexagonal section by the connecting walls 20c including
a half-cut or a deboss 25 at a boundary of each of the
first wall 20a and the second wall 20b and another half-
cut or deboss 25. It is possible to cause the shapes of
the sections of the connecting walls 20c to approach the
arc shapes by increasing the number of half-cuts or de-
bosses 25.
[0058] The angle of the inner wall surfaces that are
adjacent with the half-cut or the deboss 25 located at a
boundary when the half-cut or the deboss 25 is formed
in the inner surfaces of the connecting walls 20c is pref-
erably greater than 90 degrees and less than 180 de-
grees and is more preferably equal to or greater than 100
degrees and equal to or less than 150 degrees. In a case
in which the section of the case 20 has a quadrangular
shape, for example, a part where the angle of the wall
surfaces that are adjacent with the half-cuts or debosses
25 regarded as boundaries is equal to or less than 90
degrees occurs. Even if the half-cuts or debosses 25 are
formed when the case 20 is formed of a cardboard with
sufficient rigidity, it is difficult to maintain the shape of the
case 20 due to a strong repulsive force of the cardboard
due to folding of the case 20 at an angle of equal to or
less than 90 degrees. If the case 20 is formed of a card-
board that has low rigidity to such an extent that the shape
of the case 20 can be maintained, the strength of the
case 20 is degraded. If the above angle is equal to or
greater than 100 degrees and equal to or less than 150
degrees, it is possible to cause the sectional shapes of
the connecting walls 20c to be substantially arc shapes.
[0059] The plurality of half-cuts or debosses 25 are
preferably provided over not less than 50% of the length
between the first end surface 21a and the second end
surface 22a of the case 20. If the plurality of half-cuts or
debosses 25 are provided over less than 50% of the
length between the first end surface 21a and the second
end surface 22a of the case 20, the effect of facilitating
formation of the connecting walls 20c when the material
forming the case 20 is folded is low. Therefore, if the
length of the plurality of half-cuts or debosses 25 is equal
to or greater than the above numerical value, it is possible
to easily bend the connecting walls 20c along the plurality
of half-cuts or debosses 25.
[0060] Also, the cartridge 10 may include an adhesive
44 provided on the plurality of half-cuts or debosses 25.
In this manner, it is possible to maintain the curved
shapes of the connecting walls 20c with the adhesive 44
and thereby to more firmly maintain the shape of the case
20. Also, the adhesive 44 may be configured to establish
adhesin between the case 20 and the raw material sheet
30 as illustrated in Fig. 6. In this case, it is possible to
maintain the curved shapes of the connecting walls 20c
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and to curb deviation of the raw material sheet 30 with
respect to the case 20 with the adhesive 44. As the ad-
hesive 44, it is possible to use, for example, a vinyl ace-
tate resin-based adhesive or a carboxy methyl cellulose
(CMC) adhesive.
[0061] Also, as illustrated in the drawing, the case 20
and the raw material sheet 30 can be bonded with an
adhesive 40. Specifically, the inner surface of the case
20 and at least a part of the raw material sheet 30 are
bonded with the adhesive 40. In this manner, positional
deviation of the raw material sheet 30 with respect to the
case 20 is curbed when the heating blade of the heating
portion 150 or the susceptor is inserted into the second
clearance 34 of the raw material sheet 30. As the adhe-
sive 40, it is possible to use, for example, a vinyl acetate
resin-based adhesive or a carboxy methyl cellulose
(CMC) adhesive.
[0062] Next, a method for manufacturing the cartridge
10 will be described. Fig. 7 is a schematic diagram illus-
trating a process for manufacturing the cartridge 10. First,
a case paper 20’ that is a raw material of the case 20 is
prepared. As illustrated in the drawing, the case paper
20’ is preferably wound into a roll shape. In this manner,
it is possible to reduce the disposition space for the case
paper 20’ and to successively manufacture the cartridge
10. As illustrated in the drawing, the case paper 20’ is
fed in a first direction C1 by a feeding roller 73. Subse-
quently, the raw material sheet 30 is disposed on the
case paper 20’. In the illustrated example, the raw ma-
terial sheet 30 is adsorbed to and held by a supply drum
75 and is then disposed on the case paper 20’ by the
supply drum 75. Specifically, the supply drum 75 succes-
sively disposes a plurality of raw material sheets 30 at
predetermined intervals in the first direction C1. The case
paper 20’ can be transported in the first direction C1 in
a state in which the case paper 20’ is adsorbed to a suc-
tion conveyer, for example. The raw material sheets 30
are preferably disposed on the case paper 20’ that is
being transported. In this manner, it is possible to suc-
cessively dispose the raw material sheets 30 on the case
paper 20’ and thereby to achieve mass production of the
cartridge 10.
[0063] Subsequently, the case paper 20’ is folded. At
this time, the case paper 20’ is folded, and the raw ma-
terial sheet 30 is thereby folded along with the case paper
20’ in the present embodiment as illustrated in the draw-
ing. Specifically, the case paper 20’ has a first end portion
E1 and a second end portion E2 on the side opposite to
the first end portion E1 in a direction that is orthogonal
to the first direction C1, the first end portion E1 of the
case paper 20’ is folded along the half-cut or the deboss
25, and the raw material sheet 30 is folded along with
the case paper 20’ along the folding line F3 at that time
in the present embodiment. Thereafter, the case paper
20’ is wrapped around the raw material sheet 30. Spe-
cifically, the second end portion E2 of the case paper 20’
is folded along the half-cut or the deboss 25 and is then
wrapped around the raw material sheet 30 in the present

embodiment. In this manner, it is possible to reduce the
number of processes and to improve productivity of the
cartridge 10 as compared with a case where the raw ma-
terial sheet 30 and the case paper 20’ are separately
folded and the raw material sheet 30 is then accommo-
dated in the case 20.
[0064] The first end portion E1 and the second end
portion E2 of the case paper 20’ are preferably bonded
to each other with an adhesive 43. Specifically, the ad-
hesive 43 is applied to the first end portion E1 of the case
paper 20’ in the first direction C1. Subsequently, the sec-
ond end portion E2 of the case paper 20’ is folded to wrap
the raw material sheet 30, and the first end portion E1
and the second end portion E2 of the case paper 20’ are
bonded to each other with the adhesive 43 interposed
therebetween. As the adhesive 43, it is possible to use,
for example, a vinyl acetate resin-based adhesive or a
carboxymethyl cellulose (CMC) adhesive.
[0065] After the case paper 20’ is wrapped around the
raw material sheet 30, the case paper 20’ is preferably
cut along a plane intersecting the first direction C1. It is
thus possible to form the cartridge 10 with an arbitrary
length. Specifically, the case paper 20’ is preferably cut
along a plane that is orthogonal to the first direction C1.
Fig. 8 is a schematic view illustrating an example of the
cut location of the case paper 20’. As illustrated in Fig.
8, a clearance S1 can be provided between the raw ma-
terial sheet 30 and the raw material sheet 30 disposed
along the first direction C1. In this case, the case paper
20’ can be cut at the cut location C2 in the clearance S1
on the basis of a result of detecting the cut location ob-
tained by a sensor, which is not illustrated, for example.
In this manner, the cartridge 10 with a predetermined
length is formed.
[0066] As illustrated in Fig. 7, the raw material sheet
30 includes a first end portion E3 and a second end por-
tion E4 facing the first end portion E3. The first end portion
E3 and the second end portion E4 of the raw material
sheet 30 can be folded such that the raw material layer
32 faces itself before the raw material sheet 30 is dis-
posed on the case paper 20’. Subsequently, the case
paper 20’ is folded such that the base material layer 31
of the raw material sheet 30 faces itself after the raw
material sheet 30 is disposed on the case paper 20’, and
the raw material sheet 30 and the case paper 20’ can be
thereby folded together. The raw material sheet 30 illus-
trated in Fig. 4 or 5 can thus be formed. In the illustrated
example, the raw material sheet 30 is folded along the
folding lines F1, F2, and F3, and the raw material sheet
30 illustrated in Fig. 4 is thus formed. The raw material
sheet 30 is not limited thereto and may not be folded
before being disposed on the case paper 20’. In this man-
ner, the raw material sheet 30 illustrated in Fig. 4 or 5 is
formed in the example illustrated in Fig. 7. Therefore, it
is possible to efficiently heat the raw material layer 32
without bringing the blade or the susceptor of the heating
portion 150 into contact with the raw material layer 32 by
heating the raw material sheet 30 with the blade, the sus-
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ceptor, or the like disposed in the clearance (second
clearance 34) where the base material layer 31 faces
itself. In this manner, contamination of the blade or the
susceptor due to the raw material layer 32 is curbed, and
it is possible to reduce the frequency of cleaning of the
heating blade or the susceptor. Also, the clearance where
the raw material layer 32 faces itself (first clearance 33)
defines an air flow path, and the aerosols generated from
the raw material layer 32 can pass through the clearance.
It is thus possible to efficiently deliver the aerosols gen-
erated from the raw material layer 32 toward the down-
stream side.
[0067] As illustrated in Fig. 7, the raw material sheet
30 is preferably wound in a roll shape. It is thus possible
to reduce the disposition space for the raw material sheet
30 and to successively supply the raw material sheet 30.
As illustrated in the drawing, the raw material sheet 30
is fed in the first direction C1 by the feeding roller 71. In
the illustrated example, the raw material sheet 30 in a
roll shape is cut into a predetermined length, and the cut
raw material sheet 30 is disposed on the case paper 20’.
It is thus possible to successively manufacture the raw
material sheet 30 with a predetermined length from the
raw material sheet 30 in a roll shape, thereby to succes-
sively dispose the raw material sheet 30 on the case pa-
per 20’, and to improve productivity of the cartridge 10.
Specifically, the raw material sheet 30 in a roll shape is
supplied to the cutting roller 74 by the feeding roller 71,
is then adsorbed thereto, and is cut in the direction inter-
secting the first direction C1 by a cutter 72 provided at
the cutting roller 74.
[0068] As illustrated in Fig. 7, it is preferable that the
half-cut or the deboss 25 be formed in the case paper
20’ and the case paper 20’ be folded along the half-cut
or the deboss 25. In this manner, the material of the case
20 (case paper 20’) is easily folded along the half-cut or
the deboss 25 when the case 20 is formed even if the
case paper 20’ is formed of a material having rigidity to
some extent, for example, a cardboard.
[0069] Also, it is preferable that the raw material sheet
30 be disposed on the half-cut or the deboss 25 formed
in the case paper 20’ and the case paper 20’ and the raw
material sheet 30 be folded together along the half-cut
or the deboss 25. In this manner, deviation of the folded
position is curbed, and it is possible to fold the case paper
20’ and the raw material sheet 30 at an appropriate po-
sition.
[0070] As illustrated in Fig. 7, the adhesive 40 can be
applied to the case paper 20’. In this case, the raw ma-
terial sheet 30 is preferably disposed on the case paper
20’ such that the base material layer 31 comes into con-
tact with the adhesive 40 applied to the case paper 20’.
In this manner, adhesion of the adhesive 40 to the raw
material layer 32 is curbed, and it is possible to curb an
influence of the adhesive 40 on a smoking taste.
[0071] Although only the raw material sheet 30 is ac-
commodated in the case 20 in the cartridge 10 in the
example explained above, the present invention is not

limited thereto, and a part (for example, a filter) to be
located adjacent to the raw material sheet 30 may be
accommodated in the case 20. Fig. 9 is a schematic view
illustrating a process for accommodating the raw material
sheet 30 and a part 12 in the case 20. As illustrated in
Fig. 9, a conveyor 260 transports an object to be trans-
ported in the first direction C1. The supply drum 75 illus-
trated in Fig. 7 and a supply drum 76 for supplying the
part 12 are disposed on the transport path of the conveyor
260. Although the supply drum 75 is located on the up-
stream side of the supply drum 76 in the first direction
C1 in the illustrated example, the present invention is not
limited thereto.
[0072] As illustrated in Fig. 9, the supply drum 75 suc-
cessively disposes a plurality of raw material sheets 30
at predetermined intervals in the first direction C1. Sub-
sequently, the supply drum 76 disposes the part 12 be-
tween the plurality of raw material sheets 30 on the con-
veyor 260. In other words, the supply drum 75 and the
supply drum 76 successively dispose the plurality of raw
material sheets 30 and the plurality of parts 12 on the
conveyor 260 such that the raw material sheets 30 and
the parts 12 are adjacent to each other in the first direction
C1. Note that only a single raw material sheet 30 and a
single part 12 may be disposed on the conveyor 260.
[0073] As illustrated in Fig. 9, a clearance can be pro-
vided between the raw material sheet 30 and the part 12
disposed on the conveyor 260. Thus, it is preferable to
slide the part 12 in a direction opposite to the first direction
C1, for example, to reduce the clearance between the
raw material sheet 30 and the part 12.
[0074] As illustrated in Fig. 9, a fixation table 322 may
be disposed on the downstream side of the conveyor
260, and a lugged belt 300 and a pair of rollers 305 for
driving the lugged belt 300 may be provided above the
fixation table 322. The surface of the lugged belt 300
facing the fixation table 322 moves in the first direction
C1. The lugged belt 300 includes a plurality of projecting
portions 300a along the moving direction. The projecting
portions 300a of the lugged belt 300 come into contact
with the part 12 disposed on the conveyor 260. The speed
of the lugged belt 300 is lower than the transport speed
of the conveyor 260.
[0075] Since the speed of the lugged belt 300 is lower
than the transport speed of the conveyor 260, the pro-
jecting portions 300a of the lugged belt 300 cause the
part 12 disposed on the conveyor 260 to slide in a direc-
tion opposite to the first direction C1. As a result, the
clearance between the part 12 in contact with the lugged
belt 300 and the raw material sheet 30 located behind in
the first direction C1 is reduced. Thereafter, the lugged
belt 300 causes the set of the raw material sheet 30 and
the part 12 with a reduced clearance therebetween to
slide on the fixation table 322 and transports them to the
case paper 20’ on the downstream side.
[0076] As illustrated in Fig. 9, a feeding roller 325 that
feeds the case paper 20’ is disposed on the downstream
side of the fixation table 322. The case paper 20’ is trans-
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ported in the first direction C1 by a conveyor, which is
not illustrated after being fed by the feeding roller 325. A
half-cut roller 327 and a cold glue supply device 310 may
be disposed on the upstream side of the feeding roller
325. The half-cut roller 327 can be configured to form the
half-cut or the deboss 25 illustrated in Fig. 7 in the trans-
port direction of the case paper 20’. The cold glue supply
device 310 applies the adhesive 40 illustrated in Fig. 7
to the case paper 20’ that is being transported. In this
manner, the raw material sheet 30 and the part 12 can
be bonded to the case paper 20’. Also, a cold glue supply
device 315 may be disposed on the downstream side of
the feeding roller 325. The cold glue supply device 315
can apply the adhesive 43 illustrated in Fig. 7 for forming
the case 20 by folding the case paper 20’ to the case
paper 20’.
[0077] Subsequently, the case paper 20’ can be cut by
a round knife, for example, along a plane intersecting the
first direction C1. Specifically, the case paper 20’ is cut
along a plane that is orthogonal to the first direction C1
on the basis of a result of detecting a cut location obtained
by a sensor, for example. Fig. 10 is a schematic view
illustrating an example of the cut location of the case
paper 20’. As illustrated in Fig. 10, the clearance S1 can
be provided between the raw material sheet 30 and the
part 12 disposed in the first direction C1. In this case, the
case paper 20’ can be cut at the cut location C3 in the
clearance S1. In this manner, the cartridge 10 including
the raw material sheet 30 and the part 12 is formed.
[0078] Also, a part (a filter, for example) separated from
the raw material sheet 30 may be accommodated in the
case 20. Fig. 11 is a schematic view illustrating a process
for accommodating the raw material sheet 30 and the
separated part 12 in the case 20. As illustrated in Fig.
11, the case paper 20’ is transported in the first direction
C1 by a conveyor, which is not illustrated, after being fed
by the feeding roller 325. Similarly to the example illus-
trated in Fig. 9, the half-cut roller 327 and the cold glue
supply device 310 may be disposed on the upstream side
of the feeding roller 325. The supply drum 75 illustrated
in Fig. 7 and the supply drum 76 are disposed on the
transport path of the case paper 20’ transported in the
first direction C1. Although the supply drum 75 is located
on the upstream side of the supply drum 76 in the first
direction C1 in the illustrated example, the present inven-
tion is not limited thereto.
[0079] In the example illustrated in Fig. 11, the raw
material sheet 30 and the part 12 with a length that is
double the length of the raw material sheet 30 and the
part 12 used in the cartridge 10 may be disposed on the
case paper 20’ by the supply drum 75 and the supply
drum 76. As illustrated in Fig. 11, the supply drum 75
successively dispose the plurality of raw material sheets
30 at predetermined intervals in the first direction C1 on
the case paper 20’. Subsequently, the supply drum 76
disposes the parts 12 between the plurality of raw mate-
rial sheets 30 on the case paper 20’. In other words, the
supply drum 75 and the supply drum 76 successively

dispose the plurality of raw material sheets 30 and the
plurality of parts 12 on the case paper 20’ such that the
raw material sheets 30 and the parts 12 are separated
from each other at the predetermined intervals in the first
direction C1. Thereafter, each case paper 20’ and each
raw material sheet 30 are folded in a process that is sim-
ilar to the process illustrated in Fig. 7.
[0080] Subsequently, the case paper 20’ is cut by a
round knife, for example, along a plane intersecting the
first direction C1. Specifically, the case paper 20’ is cut
along a plane that is orthogonal to the first direction C1
on the basis of a result of detecting a cut location obtained
by a sensor, for example. Fig. 12 is a schematic view
illustrating an example of cut locations of the case paper
20’. As illustrated in Fig. 12, the case paper 20’ can be
cut at the cut location C4 located at the center of the raw
material sheet 30 in the first direction C1 and the cut
location C5 located at the center of the part 12 in the first
direction C1.
[0081] Fig. 13 is a schematic plan view of the cartridge
10 formed by being cut at the cut locations illustrated in
Fig. 12. As illustrated in Fig. 13, the raw material sheet
30 and the part 12 are separately disposed in the case
20. In this manner, the cartridge 10 including a hollow
(cooling portion) between the raw material sheet 30 and
the part 12 is formed.
[0082] Although the embodiments of the present in-
vention have been described hitherto, the present inven-
tion is not limited to the above embodiments, and various
modifications can be made within the scope of the tech-
nical idea described in the claims, the specification, and
the drawings. Note that any shapes and materials that
are not directly illustrated in the specification and the
drawing are also within the scope of the technical idea
of the invention of the present application as long as the
effects and the advantages of the invention of the present
applications can be achieved.

REFERENCE SIGNS LIST

[0083]

10 Cartridge
14 Paper layer
20 Case
20’ Case paper
25 Half-cut or deboss
30 Raw material sheet
31 Base material layer
31a Conductive layer
31b Paper layer
32 Raw material layer
40 Adhesive
100 Flavor inhaler
C1 First direction
E1 First end portion
E2 Second end portion
E3 First end portion
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E4 Second end portion

Claims

1. A method for manufacturing a flavor inhaler cartridge
that includes a raw material sheet including a base
material layer and a raw material layer, and a case
accommodating the raw material sheet therein, the
method comprising:

disposing the raw material sheet on a case pa-
per that is a raw material of the case;
folding the case paper and thereby folding the
raw material sheet along with the case paper;
and
wrapping the case paper around the raw mate-
rial sheet.

2. The method for manufacturing a cartridge according
to claim 1,

wherein the base material layer includes a con-
ductive layer containing a material with conduc-
tivity and a paper layer laminated on the con-
ductive layer, and
the raw material layer is provided on the paper
layer.

3. The method for manufacturing a cartridge according
to claim 1 or 2, further comprising:

cutting the raw material sheet in a roll shape into
a predetermined length; and
disposing the cut raw material sheet on the case
paper.

4. The method for manufacturing a cartridge according
to any one of claims 1 to 3, further comprising:

transporting the case paper in a first direction;
and
disposing the raw material sheet on the case
paper that is being transported.

5. The method for manufacturing a cartridge according
to claim 4, further comprising:
cutting the case paper along a plane intersecting the
first direction.

6. The method for manufacturing a cartridge according
to any one of claims 1 to 5, further comprising:

a process of forming a half-cut or a deboss in
the case paper; and
folding the case paper along the half-cut or the
deboss.

7. The method for manufacturing a cartridge according
to claim 6, further comprising:

disposing the raw material sheet on the half-cut
or the deboss of the case paper; and
folding the case paper and the raw material
sheet together along the half-cut or the deboss.

8. The method for manufacturing a cartridge according
to any one of claims 1 to 7, further comprising:

folding a first end portion and a second end por-
tion facing the first end portion of the raw material
sheet such that the raw material layer faces itself
before disposing the raw material sheet on the
case paper; and
folding the case paper and thereby folding the
raw material sheet along with the case paper
such that the base material layer of the raw ma-
terial sheet faces itself after disposing the raw
material sheet on the case paper.

9. The method for manufacturing a cartridge according
to any one of claims 1 to 8, further comprising:

applying an adhesive to the case paper; and
disposing the raw material sheet on the case
paper such that the base material layer comes
into contact with the adhesive applied to the
case paper.
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