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(54) METHOD FOR APPLYING A MARKING TO A WRAPPING MATERIAL FOR AN 
AEROSOL-GENERATION ARTICLE

(57) The present invention is directed to a method
for applying at least one marking to a wrapping material
for an aerosol-generation article. This method compris-
ing the steps of providing a wrapping material in sheet
or web form; guiding the wrapping material along a trans-

port path to a printing unit module by support rollers; ap-
plying a substance to at least one surface of the wrapping
material by the printing unit module; and heating the
wrapping material and the substance applied to at least
one surface of the wrapping material in a heating device.
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Description

[0001] The present invention is directed to a method
for applying at least one marking to wrapping material
for an aerosol-generation article.
[0002] Aerosol-generation products such as cigarettes
or heat-not-burn (HNB) articles are consumer goods pro-
duced in large quantities. They usually comprise a tobac-
co rod formed by wrapping cut filler and/or reconstituted
tobacco with at least one layer of cellulosic wrapping ma-
terial such as cigarette paper. In addition to its primary
function as a tobacco wrapper, the wrapping material
may serve as a communication carrier and may contain
various printed or embossed marking (e.g. lettering, de-
signs and/or colors). These can be part of brand features
and thus contribute to product recognition.
[0003] US20170273353A1 discloses methods for ap-
plying heat conducting patches onto a web of smoking
article wrapper material. The printing is carried out using
printing apparatus having counter roller. The web is print-
ed along the delivery path.
[0004] US20130087161A1 relates to a patterned
wrapper for use in cigarette manufacture and methods
of making the same. The cigarette wrapper has printed
banded areas. The pattern is produced by supplying an
aqueous starch solution to a printing station, such as an
intaglio printing station.
[0005] However, prior art methods known for applying
substances to wrapping materials for aerosol-generation
products, in particular to a cigarette paper have the dis-
advantage that the applied substance does not dry suf-
ficiently quickly after the printing process. In the subse-
quent process, for example, it can smudge on contact
with guide rollers and contaminate these guide rollers.
[0006] Therefore, the objective of the present invention
is to provide a method for applying markings to wrapping
materials for aerosol-generation articles, wherein the ap-
plied substance can be dried after application, whereby
the temperature of the wrapping material can be regulat-
ed quickly and accurately. An advantage of the present
invention is that the applied substance can be dried in
the best possible way, so that contamination of the pro-
duction equipment, especially any touching roll coming
into contact with the applied substance, can be reduced.
This has the further advantage that the printing accuracy
can be increased.
[0007] This object is reached by a method for applying
at least one marking to a wrapping material for an aero-
sol-generation article, comprising the steps of:

a. providing wrapping material in sheet or web form,
b. guiding the wrapping material along a transport
path to a printing unit module by support rollers,
c. applying a substance to at least one surface of the
wrapping material by the printing unit module, and
d. heating the wrapping material and the substance
applied to at least one surface of the wrapping ma-
terial in a heating device.

[0008] The term marking preferably refers to any form
of visual representation of information. This can be let-
ters, numbers, lettering, images, symbols, patterns, QR
codes or the like in one or more colors. The information
may be directed to the consumer, and portions of brand
features may be applied to help recognize the product.
It is also conceivable that the marking is initially invisible
and becomes visible during use, or is initially visible and
becomes invisible during use. It is also conceivable that
the marking performs functional tasks. It is conceivable
that the marking releases aromas or nicotine during use
or that the marking represents a safety element. For this
purpose, the marking does not necessarily have to be
visible. It is also conceivable that the marking is invisible
and/or is a security element, which is not immediately
recognizable by a user, but could be used for quality as-
surance, tracking, etc., if necessary.
[0009] Preferably, the wrapping material has two sur-
faces and is wound onto a bobbin at first. It is unwound
from the bobbin and guided over one or more support
rollers. The wrapping material can be deflected once or
several times. This results in changes of direction in the
transport path of the wrapping material, so that the trans-
port path can have curves. The wrapping material can
be tensioned simultaneously by the support rollers. The
wrapping material is guided to a printing unit module.
[0010] The printing unit module preferably has a print-
ing roller by means of which the substance is applied to
the wrapping material. Preferably, the substance to be
applied is first applied to a printing roller, for example via
another roll. It is also conceivable that the substance is
located on a tape which is guided between the wrapping
material and the printing roller. In order to apply the sub-
stance to the wrapping material, it is conceivable that a
pressure roller presses the wrapping material against the
printing roller. It is also conceivable that the printing unit
module has several printing rollers in order to print the
wrapping material on both sides or to apply different sub-
stances (e.g. different colors, flavors). It is also conceiv-
able that the substance is applied to the wrapping mate-
rial by means of an inkjet printer or any other form suitable
for applying substances to paper.
[0011] In a preferred embodiment, a heating device
having one or more heating plates is used. The heating
plate could be an ordinary aluminum heating plate, but
could also be made of another material. The heating plate
is preferably located inside and surrounded by some kind
of box made of hard plastic (e.g. bioplastic) to keep the
heat inside and to be more efficient. The wrapping ma-
terial is preferably guided through the box, whereby the
heating plate is arranged parallel to a longitudinal direc-
tion of the wrapping material, and spaced apart from it
along a direction perpendicular to the longitudinal direc-
tion of the wrapping material.
[0012] According to an embodiment, the wrapping ma-
terial is guided along the transport path at a speed in a
range of 2.5 - 10 m/s, preferably in a range of 3 - 8 m/s,
more preferably in a range of 4 - 7 m/s, more preferably

1 2 



EP 4 374 712 A1

3

5

10

15

20

25

30

35

40

45

50

55

in a range of 5 - 6 mm, most preferably to 5.2 - 5.8 m/s.
This speed could enable a large throughput of wrapping
material, while at the same time keeping the mechanical
stress on the wrapping material low so that tearing of the
wrapping material can be avoided.
[0013] According to another or additional embodiment,
a temperature of the wrapping material is increased dur-
ing the heating step by 5 - 70°C, preferably 10 - 60°C,
more preferably 20 - 50°C, and most preferably 30 - 40°C.
By increasing the temperature of the wrapping material
in such an amount, it is considerable that the applied
substance can dry more quickly. Thus, contamination of
the equipment, in particular of the support rollers, coming
into contact with the applied substance can be reduced.
It is also conceivable that the process speed and/or the
printing quality can be increased. At the same time, it is
conceivable that a temperature increase of the wrapping
material by this amount will not cause the applied sub-
stance to become brittle and thus not crack. It is also
conceivable that at this temperature increase, the bond
of the applied substance is not negatively affected, so
that it does not tend to peel off. Preferably, this temper-
ature increase also does not cause any unwanted dis-
coloration of the wrapping material.
[0014] According to a variant of the method, the heat-
ing device is arranged along the transport path of the
wrapping material downstream the printing unit module.
The term downstream refers to the direction of the trans-
port of the wrapping material. By arranging the heating
device downstream of the printing unit module and thus
increasing the temperature of the wrapping material
downstream of the printing unit module, the drying of the
substance applied to the wrapping material can be ad-
vantageously supported.
[0015] In a preferred embodiment, the heating device
is arranged at least 50 mm downstream the printing unit
module, especially downstream the outlet of the printing
roller. Preferably, the heating device is arranged in a
range of 55 - 1000 mm, more preferably in a range of 60
- 800 mm, most preferably in a range of 70 - 500 mm
downstream the printing unit module.
[0016] In a preferred embodiment, a heating element,
e.g. a heating plate can be moved in translation parallel
to the transport path of the wrapping material. For this
purpose, it is conceivable that the heating element is dis-
placed or that the entire heating device is displaced.
[0017] According to a variant of the method, the heat-
ing step is realized by a heating device. The heating de-
vice preferably comprises at least two heating elements,
wherein preferably two heating elements are arranged
on opposite sides of the transport path and/or opposite
surfaces of the wrapping material. Thus, the amount of
heat applied to the wrapping material can be increased
so that, for example, the applied substance can dry more
quickly. It is also conceivable that this preferred embod-
iment improves the temperature distribution in the wrap-
ping material so that the applied substance can dry more
quickly and/or more uniformly.

[0018] The heating elements are preferably arranged
parallel to a longitudinal direction of the wrapping mate-
rial. In a preferred embodiment, the distances between
the heating elements and the wrapping material can be
set individually. It is also conceivable that the distances
between the heating elements and the wrapping material
can be amended individually. Thus, it is conceivable that
the temperature distribution in the wrapping material can
be improved, which is advantageous for drying applied
substance, so that it can dry faster and/or more evenly,
for example.
[0019] In a preferred embodiment, it is conceivable that
the temperatures of each heating element can be set
individually. Thereby, the temperatures of the heating el-
ements can be amended individually so that they have
different temperatures. It is also conceivable that the
heating elements have different dimensions. This allows
the heat input to be individually adjusted for both surfaces
of the wrapping material, so that the drying of the applied
substance can be advantageously controlled. It is con-
ceivable, for example, that the applied substance can be
dried quickly without the wrapping material and/or the
applied substance being damaged by thermal stress due
to skillful selection of the temperatures or the size of the
individual heating elements.
[0020] According to another preferred embodiment,
the heating step is realized by a heating device which
comprises at least one heating element. The heating de-
vice could be a contactless heating device, wherein the
heating element is spaced apart from the transport path
and/or the wrapping material Due to the contactless
working of the heating device, it is conceivable that the
printing quality is not negatively influenced. On the con-
trary, it is conceivable that the heating step by means of
the heating device will improve the print quality if the ap-
plied substance can dry more quickly by using a heating
device and is therefore not wiped out during further guid-
ance of the wrapping material by means of support roll-
ers.
[0021] In a preferred embodiment, the distance be-
tween the heating element and the wrapping material is
preferably adjusted in a range of 3 - 300 mm, preferably
in a range of 5 - 200 mm, more preferably in a range of
8 - 150 mm, more preferably in a range of 10 - 100 mm,
most preferably in a range of 15 - 75 mm. Due to this
distance between the wrapping material and the heating
element, such an amount of the heat emitted by the heat-
ing element is transferred to the wrapping material pref-
erably in the form of thermal radiation and in the form of
convection, so that the desired temperature increase of
the wrapping material as well as of the applied substrate
for advantageously drying the substance is achieved.
[0022] By the expression of advantageous drying or
the like, it is to be meant that the substance dries as
quickly as possible, but without damaging the applied
substance, for example, by weakening the bond with the
wrapping material, by discoloring the substance, by form-
ing cracks in the applied substance, or the like, or by
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damaging the wrapping material, for example, by dis-
coloring, deforming, or making it porous.
[0023] In a preferred embodiment, the method com-
prises a step of adjusting a temperature increase of the
wrapping material during the heating step to a desired
value by amending a distance between the wrapping ma-
terial and a heating element of the heating device. To
adjust the temperature of the wrapping material precise-
ly, it is conceivable that the distance between the wrap-
ping material and the at least one heating element is de-
creased or increased. It is conceivable that a heating
element is translationally displaced along a direction nor-
mal to the surface of the wrapping material. Thus, the
heat input into the wrapping material and thus the tem-
perature increase of the wrapping material can be ad-
justed. In this case, a decreasing of the distance leads
to an increasing of the temperature of the wrapping ma-
terial, et vice versa. This allows the temperature increase
of the wrapping material to be matched to thermal prop-
erties of the wrapping material and/or the applied sub-
stance, so that good drying can be achieved without dam-
aging or negatively affecting the wrapping material or the
applied substance. Furthermore, an advantage is that
the supply of thermal energy can be quickly interrupted
or activated.
[0024] In a preferred embodiment, a control device
may be provided to adjust the temperature of the wrap-
ping material. To control the temperature increase of the
wrapping material, the temperature of the wrapping ma-
terial can be measured downstream of the heating device
by a sensor and the distance between the heating ele-
ment and the wrapping material can be adjusted accord-
ingly by the control device. Preferably, the sensor is a
non-contact temperature sensor, such as a pyrometer.
[0025] In a preferred embodiment, it is also conceiva-
ble that a heating element can be tilted about an axis of
rotation so that the distance between the wrapping ma-
terial and certain points on the surface of a heating ele-
ment can be varied by different amounts. It is conceivable
that the axis of rotation is aligned parallel to the wrapping
material and orthogonal to the transport direction, and
that the axis of rotation is located with respect to the trans-
port direction of the wrapping material at the front end of
a heating element, at the rear end of a heating element,
or in between those ends. It is also conceivable that the
axis of rotation is aligned parallel to the transport direction
of the wrapping material. In this way, the heat input can
be varied across the width of the wrapping material, so
that the energy input and thus the temperature increase
can exhibit a gradient across the width of the wrapping
material. This can be advantageous when a substance
is applied non-homogeneously to the width of the wrap-
ping material, for example when applying certain pat-
terns.
[0026] According to a further variant, the method com-
prises a step of adjusting a temperature increase of the
wrapping material during the heating step to a desired
value by amending a temperature of a heating element

of the heating device by a control device. The tempera-
ture of a heating element is preferably set to a tempera-
ture of 50 - 300°C, preferably 75 - 250°C, more preferably
100 - 200°C, most preferably to 150°C, preferably 6
20°C, more preferably 6 10°C, most preferably 6 5°C.
These temperatures of the heating element can allow a
high heating rate, so that an advantageous drying of the
applied substance can be enabled.
[0027] In a preferred variant of the method, the tem-
perature of the heating element determines the temper-
ature of the wrapping material. In order to regulate the
temperature increase of the wrapping material, it is con-
ceivable that the temperature of the heating element can
be changed. A control device could be provided to control
the temperature of the heating element. The temperature
of the wrapping material can be measured downstream
of the heating device by a sensor and the temperature
of the heating element can be adjusted accordingly by
the control device.
[0028] The maximum temperature increase of the
wrapping material is achieved with the minimum distance
between the heating element and the wrapping material
and the maximum temperature of the heating element.
[0029] In a preferred embodiment, the method com-
prises a step of bending the wrapping material or a part
of the wrapping material longitudinally to form a cylinder.
In a further preferred step, cutting the cylinder is conceiv-
able to form a plurality of cylinders. In practice the wrap-
ping material is folded longitudinally about the tobacco
to form a continuous rod that is subsequently cut.
[0030] According to a further variant, the step of bend-
ing is realized by a bending unit module. Preferably the
heating device is arranged upstream the bending unit
module. More preferably the heating device is preferably
arranged in a range of 50 - 10000 mm upstream the bend-
ing unit module, preferably in a range of 75 - 5000 mm,
more preferably in a range of 100 - 2500 mm, most pref-
erably in a range of 200 - 1500 mm upstream the bending
unit module. By distancing the bending unit module from
the heating device, it is possible that the applied sub-
stance is dried to such an extent or preferably completely
dried before the wrapping material with applied sub-
stance reaches the bending unit module, so that the
wrapping material can be bent by means of the bending
unit module without wiping out the applied substance or
that the bending unit module is not contaminated with
the applied substance.
[0031] In a preferred embodiment, the transport path
extends through the heating device over a length of 100
- 1000 mm, preferably 150 - 500 mm, most preferably
200 - 300 mm. Preferably, the transport path comprises
at least one curved section located in the range of the
heating device, wherein the curved course is caused by
at least one roller located in the range of the heating
device. By extending the transport path of the wrapping
material over this distance in the heating device, such an
amount of heat can be introduced into the wrapping ma-
terial that the resulting temperature increase of the wrap-

5 6 



EP 4 374 712 A1

5

5

10

15

20

25

30

35

40

45

50

55

ping material can be sufficient to dry the applied sub-
stance before reaching a further support roller, process
step or the like. By deflecting the wrapping material by
means of a guide roller, the path of the wrapping material
within the heating device can be extended so that the
wrapping material passes a heating element several
times, for example, which can have a beneficial effect on
the drying of the applied substance.
[0032] In a preferred embodiment, the substance ap-
plied by the printing unit module to at least one surface
of the wrapping material is selected from a group com-
prising a pigment, a die, a flavouring agent, a nicotine
source, an invisible marking and a security element.
[0033] If the substance is selected from a group com-
prising a pigment, it can be used to visually represent
information on the wrapping material.
[0034] If the substance is selected from a group com-
prising a flavouring agent, the substance can influence
the aroma of the aerosol-generation article. It is conceiv-
able that the flavouring agent can be permanently re-
leased even before the aerosol-generation article is used
and/or can pass into the filling of the aerosol-generation
article, in particular into the tobacco material wrapped in
the wrapping material.
[0035] It is also conceivable that the aroma is only re-
leased during the aerosol-generation article is used, for
example when the glow reaches the area where the sub-
stance is applied to the wrapping material. It is thus con-
ceivable that the flavor of the cigarette changes during
use, so that, for example, the intensity of the flavor chang-
es, increases or decreases.
[0036] If the substance is selected from a group com-
prising a nicotine source, it is conceivable that the nico-
tine can pass into the filling of the aerosol-generation
article, in particular to the tobacco material, before and/or
during use of the aerosol-generation article. It is also con-
ceivable that the nicotine of the substance applied to the
wrapping material is released only during use of the aer-
osol-generation article, thus changing the amount of nic-
otine consumed during use.
[0037] If the substance is selected from a group com-
prising invisible markings, it is conceivable that the sub-
stance may perform functional tasks. For example, it is
conceivable that an adhesive is applied by means of the
substance, which is used for manufacturing the cigarette.
It is also conceivable that the substance is applied to form
a safety element. For example, it is conceivable that the
substance helps to extinguish the cigarette if it is not
puffed on for a certain period of time and the risk of ac-
cidentally starting a fire can be reduced. It is also con-
ceivable that the aerosol-generation article is extin-
guished before the glow reaches a filter to prevent it from
being lit.
[0038] In a preferred embodiment, the substance to be
applied is water-based. Thus, it is conceivable that the
water evaporates due to the heating step so that, for ex-
ample, the pigment of the substance remains on the
wrapping material. It is conceivable that such water-

based substances can be applied to the wrapping mate-
rial using certain printing processes, such as ink jet.
[0039] Further advantages, objectives and features of
the present invention will be described, by way of exam-
ple only, in the following description with reference to the
appended figures. In the figures, like components in dif-
ferent embodiments can exhibit the same reference sym-
bols.
[0040] The figures show:

Fig. 1 schematic view of a preferred embodiment of
a printing system

Fig. 2 process chart of a preferred method for apply-
ing markings to wrapping material for an aero-
sol-generation article

Fig. 3 process chart of a further preferred method for
applying markings to wrapping material for an
aerosol-generation article

Fig. 4 process chart of a further preferred method for
applying markings to wrapping material for an
aerosol-generation article

[0041] Figure 1 shows a schematic representation of
an embodiment of a printing system. The wrapping ma-
terial 1 is guided by means of guide rollers 8. By means
of the guide rollers, the transport direction T of the wrap-
ping material 1 is changed twice. However, further rollers
and curves of the transport path are possible. The wrap-
ping material 1 is passed through a printing unit module
5 and a heating device 2. The printing unit module 5 has
a printing roller 6 and pressure roller 7 for pressing the
wrapping material 1 against the printing roller 6. The pres-
sure roller 7 is designed to be movable for this purpose,
so that it can be removed from or moved towards the
printing roller 6 by linear movement in the direction M1.
By pressing the wrapping material 1 against the printer
roller 6 with the means of pressure roller 7, the substance
is applied to the wrapping material 1. At the same time,
the direction of the transport path of the wrapping material
1 can be changed by guiding the wrapping material be-
tween the printing roller 6 and the pressure roller 7.
[0042] The heating device 2 has a first heating element
3 and a second heating element 4. These heating ele-
ments are arranged above and below the wrapping ma-
terial 1, respectively, and parallel to the longitudinal di-
rection of the wrapping material 1 when transported
through the heating device 2. The heating elements 3, 4
are spaced apart from the wrapping material 1, the dis-
tance being individually adjustable in the directions M3,
M4 normal to the surface of the wrapping material inside
the heating device. Furthermore, it is possible to move
the heating device 2 along the transport path of the wrap-
ping material 1 in the direction M2, which is parallel to
the transport direction T of the wrapping material inside
the heating device.
[0043] It is possible that further guide rollers are ar-
ranged along the transport path of the wrapping material.
For example, a guide roller can be arranged downstream
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of the heating device 4 (not shown). Downstream of the
heating unit 2, a bending module 9 can be arranged which
forms the wrapping material 1 into a cylinder 10 by bend-
ing of the wrapping material 1 perpendicular its longitu-
dinal axis.
[0044] Furthermore, a sensor device 11 can be ar-
ranged downstream of the heating device 2 by means of
which the temperature of the wrapping material 1 can be
determined. It is conceivable that the determined tem-
perature data can be transferred to a control device 12.
According to the temperature data, the control device 12
can control the heating device 2. Thus, it is conceivable
that the distance between the wrapping material 1 and a
heating element 3, 4 can be varied or the temperature of
a heating element 3, 4 can be amended. Thus, it is pos-
sible to control the temperature rise of the wrapping ma-
terial 1 and thus advantageously influence drying of the
applied substance.
[0045] Figure 2 shows a process chart of the method
for applying markings to wrapping material 1 in a pre-
ferred embodiment. In step a, a wrapping material 1 is
provided in sheet or web form. In a preferred embodi-
ment, the wrapping material 1 is wound on a bobbin. In
step b1, the wrapping material 1 is guided along a trans-
port path to a printing unit module 5. If the wrapping ma-
terial 1 is initially present wound on a bobbin, the wrap-
ping material 1 is unwound from the bobbin for the trans-
port. It is conceivable that the wrapping material 1 is guid-
ed over one or more support rollers 8, resulting in one or
more changes in the direction of transport path. It is also
conceivable that the wrapping material 1 is strained by
being guided by means of the support rollers 8. In step
c, the substance is applied to at least one surface of the
wrapping material 1 by means of a printing unit module
5. In step b2, the wrapping material 1 is guided from the
printing unit module 5 to a heating device 2. In step d,
the wrapping material 1 and the applied substance are
heated by means of the heating device 2. In step b3, the
printed wrapping material 1 is passed on for further
processing.
[0046] Figure 3 shows a flow chart of the process for
applying markings to wrapping material 1 in a preferred
embodiment, which is an extended embodiment of that
shown in Figure 2. In the embodiment according to Figure
3, additional steps are present. For example, in step e,
while the wrapping material 1 is guided on from the heat-
ing device 2 according to step b3, the temperature of the
printed wrapping material 1 is measured at the same time
by means of a sensor 11. In step f, the temperature in-
crease of the wrapping material 1 is regulated according
to the determined temperature data. For this purpose,
the control device 12 adjusts the heating device 2 so that,
for example, the distance between a heating element 3,
4 and the wrapping material 2 or the temperature of a
heating element 3, 4 is amended.
[0047] Figure 4 shows a flow chart of the process for
applying markings to wrapping material 1 in a preferred
embodiment, which is an extended embodiment of that

shown in Figure 3. In step g, the wrapping material is
bent to a cylindric form.

Reference Signs

[0048]

1 wrapping material
2 heating device
3 a first heating element
4 a second heating element
5 printing unit module
6 printing roller
7 pressure roller
8 supper roller
9 binding unit module
10 wrapping material in cylindric form
11 sensor device
12 control device

T transport direction of the wrapping material
M1 movement direction of the pressure roller
M2 movement direction of the heating device or heat-

ing element
M3 movement direction of the first heating element
M4 movement direction of the second heating ele-

ment

a providing a wrapping material
b1 guiding the wrapping material to a printing unit
b2 guiding the wrapping material to a heating device
b3 guiding the wrapping material to a further process

step
c applying the substance to the wrapping material
d heating the wrapping material
e measuring the temperature of the wrapping mate-

rial
f adjusting the temperature increase of the wrapping

material
g bending the wrapping material

Claims

1. A method for applying at least one marking to a wrap-
ping material (1) for an aerosol-generation article,
comprising the steps of:

a. providing a wrapping material (1) in sheet or
web form,
b. guiding the wrapping material (1) along a
transport path to a printing unit module (5) by
support rollers (8),
c. applying a substance to at least one surface
of the wrapping material (1) by the printing unit
module (5), and
d. heating the wrapping material (1) and the sub-
stance applied to at least one surface of the
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wrapping material (1) in a heating device (2).

2. Method according to claim 1,
wherein
the wrapping material (1) is guided along the trans-
port path at a speed in a range of 2.5 - 10 m/s, pref-
erably in a range of 3 - 8 m/s, more preferably in a
range of 4 - 7 m/s, more preferably in a range of 5 -
6 mm, most preferably to 5.2 - 5.8 m/s.

3. Method according to claim 1 or 2,
wherein
a temperature of the wrapping material (1) is in-
creased during the heating step by 5 - 70°C, prefer-
ably 10 - 60°C, more preferably 20 - 50°C, and most
preferably 30 - 40°C.

4. Method according to any of the preceding claims,
wherein
the heating step is realized by a heating device (2)
arranged along the transport path of the wrapping
material (1) downstream the printing unit module (5).

5. Method according to claim 4,
wherein
the heating device (2) is arranged at least 50 mm
downstream the printing unit module (5), preferably
in a range of 55 - 1000 mm, more preferably in a
range of 60 - 800 mm, most preferably in a range of
70 - 500 mm downstream the printing unit module (5).

6. Method according to any of the preceding claims,
wherein
the heating step is realized by a heating device (2)
which comprises at least two heating elements (3,
4), wherein preferably two heating elements (3, 4)
are arranged on opposite sides of the transport path
and/or opposite surfaces of the wrapping material
(1).

7. Method according to claim 6,
wherein
the temperatures of each heating element (3, 4) can
be set individually and/or that the heating elements
(3, 4) have different dimensions.

8. Method according to any of the preceding claims,
wherein
the heating step is realized by a heating device (2),
wherein the heating device (2) is a contactless heat-
ing device, wherein the heating element (3, 4) is
spaced apart from the transport path and/or the
wrapping material (1),

9. Method according to claim 8,
wherein
adjusting a distance between the heating element
(3, 4) and the wrapping material (1) is preferably in

a range of 3 - 300 mm, preferably in a range of 5 -
200 mm, more preferably in a range of 8 - 150 mm,
more preferably in a range of 10 - 100 mm, most
preferably in a range of 15 - 75 mm.

10. Method according to any of the preceding claims,
comprising the step of
adjusting a temperature increase of the wrapping
material (1) during the heating step to a desired value
by amending a distance between the wrapping ma-
terial (1) and a heating element (3, 4) of the heating
device (2).

11. Method according to any of the preceding claims,
comprising the step of
adjusting a temperature increase of the wrapping
material (1) during the heating step to a desired value
by amending a temperature of a heating element (3,
4) of the heating device (2) by a control device,
wherein the temperature is preferably set to a tem-
perature of 50 - 300°C, preferably 75 - 250°C, more
preferably 100 - 200°C, most preferably to 150°C,
preferably 6 20°C, more preferably 6 10°C, most
preferably 6 5°C.

12. Method according to any of the preceding claims,
comprising a step of
bending the wrapping material (1) or a part of the
wrapping material along its longitudinal direction to
form a cylinder, and preferably a further step of cut-
ting the cylinder to form a plurality of cylinders.

13. Method according to claim 12,
wherein
the step of bending is realized by a bending unit mod-
ule (9) and a heating device (2) is arranged upstream
the bending unit module (9) and the heating device
(2) is preferably arranged in a range of 50 - 10000
mm upstream the bending unit module (9), prefera-
bly in a range of 75 - 5000 mm, more preferably in
a range of 100 - 2500 mm, most preferably in a range
of 200 - 1500 mm upstream the bending unit module
(9).

14. Method according to any of the preceding claims,
wherein
the transport path extends through the heating de-
vice (2) over a length of 100 - 1000 mm, preferably
150 - 500 mm, most preferably 200 - 300 mm, where-
in the transport path preferably comprises at least
one curved section located in the range of the heating
device (2), wherein the curved course is caused by
at least one roller located in the range of the heating
device.

15. Method according to any of the preceding claims,
wherein
the substance applied by the printing unit module (5)
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to at least one surface of the wrapping material (1)
is selected from a group comprising a pigment, a die,
a flavouring agent, a nicotine source, an invisible
marking and a security element.
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