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Timing analysis and methods to improve the speed of the packaging machine

AT HE
WU Yun-zhang

CHEN Liang

G E B

FENG Yu

(RN KL G EAR B A R A e R 430205)
(Wuhan Rentian Packaging Technology CO., LTD, Wuhan, Hubei 430205, China)

WME LA FROARXN LA T XA EARAT 2N
(] 7F’I‘l KEFEH) RTELENARE T S FREY
XA GHEBNHOEM IR EGINELZRF M3
AR 1] TR A LR ) Ao A LA LA AR A E AL T AF
JE g B AR 6, b deaR it of B R R B 09 BT 3T IR B AL IF A
HHAEE R FaBR A FENCOEIREFTE . FAKS
A A AR AL . B 5 FRIE A AE 5, A2 PR E & AL T AE
RAMGAAT TR KR ERG 2002 1,

KBEW: 2 XN EM; ERE N F B EARGRT®
Abstract ; It was focused on the automatic vertical bag forming-filling-seal-
ing machine (packaging machine for short) and the exploring the relation-
ship between its stability and action sequence in this study. Therefore, it
was concluded that three important factors contributed to restricting the
speed of the packaging machine, including the transverse sealing, the fill-
ing, and the carrying film action time. Moreover, a specific measure of
improving the packaging speed was proposed, i.e., designing faster trans-
verse sealing driving mechanism and adding a guide plate above the trans-
verse sealing, trying to keep the bulk product dropping together, and
changing the general motor to servo motor and etc. Through some
practical applications, it was proved that in the premise of guaranteeing
the stability of the packaging machine, the packaging speed could be in-
creased by more than 20%.

Keywords: vertical packaging machine; packaging speed; timing; op-

eration parameter; stability
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Figure 1 Schematic vertical packaging machine
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Figure 2 Cross sealing action time diagram
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Figure 3 Feeding action time diagram

(5) YIJT K5 5 1705 6208 A% 3 1) 10 AR A i DD T He 5
VB 22 th /MR AUL A h  JL 3 A o 5 R S 0L ol A Y 1A
EZ

(6) Vol BRI S L 3F DOR BE B0, O T e o
BOES TR EACSTIT 0 1% (i) P JE AT WS008 20, LA mh A TR
B8

(7 FEBE A — A ol 30130 B0 AL 2 B o — AR KL
B AL — P ey 50 e Pl AL 422 1) o 37 58 ST I OF ) A 2, 308 s e 3l
R ) AT (AR TE [ 27 L LIAT 4
2 AWML B 1 5 B

DA A Am s I 18], T g 6 208 AL — A 6 258 J 300 2 A A
FREBEN S A SE R, W L S A S ER TR A,
VLI 5o Horp o) R B IE 4 PR A I 200 20 BOR IR B TT 46 4T
TP 20 220 22 7R 6 BT 4R IF 220 AR R AL 2 LA AR R L &5

t,

B4 AN FEE

Figure 4 Carrying film action time diagram
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Figure 5 Packaging machine operation timing diagram
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Figure 6 Packaging Machine Working Timing Diagram
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Figure 7 Practical packaging machine operation

timing diagram
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