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Description

FIELD OF THE INVENTION

[0001] The present invention relates generally to the
art of making sealed pouches. More specifically, it relates
to making sealed pouches by controlling the motion of a
platen used to seal the pouches.

BACKGROUND OF THE INVENTION

[0002] There are many known machines and methods
known for making bags and pouches. Intermittent mo-
tions machines are often used to make some pouches,
such as those used in the medical field. Typically such
medical pouches are made from a laminate film. Lami-
nate film, as used herein, includes a film made up of two
or more layers, such as an upper layer that is sealed in
various locations to a lower layer. The layers can be com-
prised of different materials.
[0003] Generally, the prior art provides for intermittent-
ly advancing the laminate film. When the film is stationary,
a sealing platen is lowered into contact with the film.
Through a combination of pressure, temperature and
time, an upper layer of the laminate is sealed to a lower
layer. The platen typically includes a sealing pattern for
making more than one pouch. The platen is raised after
the seal is formed, and the film is advanced. A down-
stream cutting section cuts the film into individual pouch-
es.
[0004] Given the nature of the medical industry and
the type of items being packaged, medical pouches are
often made with strict tolerances. Prior art patent
6,452,354 (hereby incorporated by reference) attempted
to teach how to make pouches adequate for the medical
field. Generally, it taught to use a single servo motor to
drive the sealing platen, and to use a force transducer to
measure the force exerted by the platen. The force was
used as feedback to control the servo motor. Patent
6452354 used the force feedback to purportedly account
for process variations such as properties of the material
used, wear of a rubber backing surface, etc.
[0005] However, because this prior art patent uses
force as its main control parameter, it requires an add-
on force transducer and cannot rely on already available
servo motor feedback, which adds cost and complexity.
Also, it teaches the use of a single servo motor, which
can result in an unbalanced platen (i.e., more force on
one side than the other), and does not provide for a cal-
ibration. Moreover, it is primarily concerned with applying
sufficient force and does not recognize that the force
should be controlled at the upper end to prevent fracturing
of the laminate film. Rather, it teaches to control excess
force merely with a safety relay to prevent damage to the
machine.
[0006] US 6,914,406 discloses an electric actuator in-
cluding a first plate and a substantially parallel second
plate. A linkage system couples the first plate to the sec-

ond plate such that moving the linkage system toward
an over-center position causes the second plate to move
away from the first plate. An electric motor is coupled to
the linkage system to move the linkage system toward
the over-center position. A force transducer is coupled
to the actuator to produce a force signal responsive to a
force produced by the actuator. A control system is cou-
pled to the electric motor and the force transducer to pro-
vide a control signal to the electric motor to move the
linkage system to a position that was determined by the
control system in response to the force signal in a previ-
ous movement of the linkage system.
[0007] Accordingly, a pouch machine with multiple ser-
vo motors to control the sealing platen, and/or one that
includes a calibration routine, and/or one that does not
use force feedback, and/or one that prevents fracturing
of the film laminate is desirable.

SUMMARY OF THE PRESENT INVENTION

[0008] According to a first aspect of the invention there
is provided a machine for making pouches from a lami-
nate film, comprising means for sealing the laminate film,
including at least one servo motor to drive a sealing platen
to intermittently contact the laminate film, means for mov-
ing the laminate film to a sealing section, means for con-
trolling the at least one servo motor in response to feed-
back from the servo motors indicative of platen position,
including means for calibrating the sealing section by
moving the platen a distance at a calibration speed to
contact a backing surface and storing the distance,
means for cutting the laminate film and means for moving
the laminate film from the means for sealing to the means
for cutting.
[0009] According to a second aspect of the invention
there is provided a method of making pouches from a
laminate film, comprising moving the laminate film to a
sealing section, controlling at least one servo motor to
drive the sealing platen to intermittently contact the lam-
inate film in response to feedback from the at least one
servo motor indicative of the position of the sealing plat-
en, moving the laminate film from the sealing section and
calibrating the sealing section including controlling the at
least one servo motor to move the platen a distance at
a calibration speed to contact a backing surface and stor-
ing the distance.
[0010] Also described is a machine for making pouch-
es from a laminate film including an infeed section, a
sealing section, an outfeed section, and a controller. The
infeed section receives the laminate film and then the
film is provided to the sealing section. The sealing section
includes a sealing platen, and at least two servo motors
connected to drive the sealing platen to intermittently
contact the laminate film. The servo motors have at least
one control input and a feedback output that are connect-
ed to the controller. Driven rolls move the film through
the machine. The controller has a control output respon-
sive to the feedback.

1 2 



EP 2 342 134 B1

3

5

10

15

20

25

30

35

40

45

50

55

[0011] Also described is a machine for making pouch-
es from a laminate film including an infeed section, a
sealing section, an outfeed section, and a controller. The
infeed section receives the laminate film and then the
film is provided to the sealing section. The sealing section
includes a sealing platen, and at least one servo motor
connected to drive the sealing platen to intermittently
contact the laminate film. The servo motor has at least
one control input and a feedback output indicative of the
position of the platen, that are connected to the controller.
Driven rolls move the film through the machine. The con-
troller has a control output responsive to the feedback.
[0012] Also described is a machine for making pouch-
es from a laminate film including an infeed section, a
sealing section, an outfeed section, and a controller. The
infeed section receives the laminate film and then the
film is provided to the sealing section. The sealing section
includes a sealing platen, and at least one servo motor
connected to drive the sealing platen to intermittently
contact the laminate film. The servo motor has at least
one control input and a feedback output that are connect-
ed to the controller. Driven rolls move the film through
the machine. The controller has a control output respon-
sive to the feedback. The controller includes a calibration
module.
[0013] Also described is a machine for making pouch-
es from a laminate film including an infeed section, a
sealing section, an outfeed section, and a controller. The
infeed section receives the laminate film and then the
film is provided to the sealing section. The sealing section
includes a sealing platen, and at least one servo motor
connected to drive the sealing platen to intermittently
contact the laminate film. The servo motor has at least
one control input and a feedback output that are connect-
ed to the controller. Driven rolls move the film through
the machine. The controller has a control output respon-
sive to the feedback. The controller does not receive
feedback of the force exerted by the sealing platen on
the laminate film.
[0014] Also described is a method for making pouches
from a laminate film including moving the laminate film
to a sealing section, controlling at least two servo motors
to drive the sealing platen in response to feedback from
the servo motors, and moving the laminate film from the
sealing section.
[0015] Also described is a method for making pouches
from a laminate film including moving the laminate film
to a sealing section, controlling a servo motor to drive
the sealing platen in response to feedback from the servo
motor indicative of the position of the sealing platen, and
moving the laminate film from the sealing section.
[0016] Also described is a method for making pouches
from a laminate film including calibrating a sealing sec-
tion, moving the laminate film to a sealing section, con-
trolling a servo motor to drive the sealing platen at an
operating speed in response to feedback from the servo
motor, and moving the laminate film from the sealing sec-
tion. The platen is moved at a calibration speed while

calibrating that is less than the operating speed while
making pouches.
[0017] Also described is a method for making pouches
from a laminate film including moving the laminate film
to a sealing section, controlling at least one servo motor
to drive a sealing platen, moving the laminate film from
the sealing section, and cutting the laminate film after
moving the laminate film from the sealing section. The
controller does not receive feedback of the force exerted
by the sealing platen on the laminate film.
[0018] The outfeed section includes a cutting subsec-
tion in one embodiment.
[0019] The controller does not receive feedback of the
force exerted by the sealing platen on the laminate film
in another embodiment.
[0020] The controller includes a calibration module,
that can include a distance module, in various embodi-
ments.
[0021] A user adjustable input, that can be a distance
offset, is connected to the controller in another embodi-
ment.
[0022] A roller screw actuator is operatively connected
to the servo motors and the sealing platen is mounted
thereto in another embodiment.
[0023] The controller includes a distance module, and
the control output is responsive to the distance module,
in another embodiment.
[0024] The sealing platen includes at least two servo
motors in another embodiment.
[0025] Other principal features and advantages of the
invention will become apparent to those skilled in the art
upon review of the following drawings, the detailed de-
scription and the appended claims.

BRIEF DESCRIPTION OF THE DRAWINGS

[0026]

Figure 1 is an exploded view of a sealing section in
accordance with the present invention;

Figure 2 is a perspective view of the sealing section
of Figure 1;

Figure 3 is a side view of the sealing section of Figure
1;

Figure 4 is a graph showing position and time for a
platen controlled in accordance with the present in-
vention;

Figure 5 is a graph showing torque and time for a
platen controlled in accordance with the present in-
vention;

Figure 6 is a graph showing position, torque, velocity
machine timing and time for a platen controlled in
accordance with the present invention; and
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Figure 7 is a block diagram of a pouch machine in
accordance with the present invention.

[0027] Before explaining at least one embodiment of
the invention in detail it is to be understood that the in-
vention is not limited in its application to the details of
construction and the arrangement of the components set
forth in the following description or illustrated in the draw-
ings. The invention is capable of other embodiments or
of being practiced or carried out in various ways. Also, it
is to be understood that the phraseology and terminology
employed herein is for the purpose of description and
should not be regarded as limiting. Like reference nu-
merals are used to indicate like components.

DETAILED DESCRIPTION OF THE PREFERRED EM-
BODIMENTS

[0028] While the present invention will be illustrated
with reference to a specific machine and method, used
to make a specific pouch, it should be understood at the
outset that the invention may be implemented with other
machines and methods, and used to make other pouch-
es.
[0029] Generally the preferred embodiment of the in-
vention is a machine and method to make pouches, such
as those used in the medical field, although other pouch-
es or bags could be made using the method. The machine
is similar to prior art machines such as the PDI Platen
Pouch Machine, or that described in Patent 6,452,354.
[0030] The present invention preferably operates on a
laminate film, that is fed to a sealing section. The sealing
section includes a servo driven platen that intermittently
contacts the web. The laminate film is sealed as the plat-
en applies pressure to it, against a backing surface such
as a silicone or rubber pad. There are preferably two
servo motors to drive the platen, although other embod-
iments provide for one, or more than two, servo motors.
Film, as used herein, includes a thin sheet. It can be a
single layer or a laminate.
[0031] The invention provides that one or more of the
following features are used to control the sealing section:
a calibration routine is run at start-up and/or after the
machine has been operating; the control is done in re-
sponse to feed back from the servo motor(s); the feed-
back is indicative of the distance the platen travels; the
feedback is not of force exerted by the platen; and/or the
platen is controlled to prevent unacceptable fracturing of
the film laminate. Backing surface, as used herein, in-
cludes a surface against which a seal is formed, such as
a silicone or rubber surface. Drive the sealing platen, as
used herein, includes moving or driving the platen to or
from the location at which the seals are formed. Fractur-
ing the laminate film when making a pouch, as used here-
in, refers to using excessive force when sealing, such
that fibers or portions of one or more layers of the laminate
film fracture , so that when the layers are subsequently
separated the fractured fibers or portions are unaccept-

ably, for the intended use of the pouch, not attached to
any layer.
[0032] Turning now to Figure 7, a block diagram of a
machine 700 in accordance with the present invention
includes an infeed section 701, a sealing section 703 and
an outfeed section 705, that are controlled by a controller
707 to form pouches from a laminate film represented by
arrows 702. Infeed section, as used herein, includes a
section that receives film and/or unwinds film, before it
is sealed. Sealing section, as used herein, refers to a
section of a machine that imparts a seal to a film. Outfeed
section, as used herein, includes a section that receives
film after it is sealed. Controller, as used herein, refers
to the portions of a machine that performs control func-
tions, and can be in one physical location, or distributed
among several physical locations. Section, as used here-
in, includes a part of a machine that performs a specified
function or functions, and can be a in one or more physical
locations.
[0033] A laminate film is received by infeed section 701
and provided to sealing section 703. Infeed section 701
may include driven rolls that advance the film, an unwind,
dancer rolls, or other tension control devices. The driven
rolls may also or alternatively be in sealing section 703.
Infeed section 701 may be in accordance with the prior
art.
[0034] Sealing section 703 receives the laminate film
from infeed section 701, and is shown in detail in Figures
1 (exploded perspective view), Figure 2 (perspective
view) and Figure 3 (side view). Sealing section 103 in-
cludes two servo motors 101 and 103, two roller screw
actuators 102 and 104, a frame 106, a sealing platen
108, a platen carriage 110 and a rubber backing surface
111. Roller screw actuators 102 and 104 are operatively
connected to (i.e, rotated by) servo motors 101 and 103.
Thus, as servo motors 101 and 103 turn, they turn roller
screw actuators 102 and 104. Servo motors 101 and 103
are preferably MPL-B580F available from Allen Bradley.
The preferred embodiment provides that two servo mo-
tors are used, so that platen 108 can be more readily
moved, and the process more readily controlled. Alter-
native embodiments provide for one servo motor, or three
or more servo motors. One servo motor may be the mas-
ter, and the other slaved to the master. Preferably the
two servo motors are each slaved to a third virtual motor
or otherwise controlled in a coordinated manner relative
to each other. They may also be controlled independent-
ly.
[0035] Roller screw actuators 102 and 104 are opera-
tively mounted to frame 106, such that as servo motors
101 and 103 rotate, actuators 102 and 104 (along with
servo motors 101 and 103) move up or down relative to
frame 106. Because the rotational movement of servo
motors 101 and 103 is precisely controllable, and be-
cause their rotational movement is translated to vertical
movement, their vertical movement is also precisely con-
trollable. Roller screw actuators 102 and 104 are prefer-
ably Exlar model FT35-0605 linear actuators
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[0036] Platen 108 is mounted to rollers screw actuators
102 and 104 using clevis mounts 112. The preferred em-
bodiment uses a weak spot in the bolt used to attach the
actuators to the clevis mounts. This acts as a fail safe,
and prevents damage to the relatively expensive actuator
if dangerous forces are generated when operating, by
providing a location, i.e., the bolt, where failure will occur.
Other suitable mounts may readily be used. A die surface
301 (Figure 3 only) is mounted to the under side of platen
108 using a plurality of screws 114, and has the desired
seal pattern. Screws 104 are used to make changing the
seal pattern relatively easy. A plurality of thermocouples
113 are provided to monitor the temperature of platen
108. Because platen 108 is affixed to roller screws 102
and 104, platen 108 is raised and lowered, relative to
frame 106, as servo motors 101 and 103 rotate. Platen
108 is preferably comprised of four heated plates and
four insulating plates, as well as the die surface. The die
surface preferably forms multiple pouches, such as 6.
[0037] Frame 106 is fixedly mounted (preferably using
bolts) to platen carriage 110. Thus, as servo motors 101
and 103 rotate, platen 108 moves with respect to platen
carriage 110. Rubber backing surface 111 is mounted
on platen carriage 110, so that as platen 108 is lowered,
it reaches backing surface 111. A screw adjust 116 allows
the entire assembly 703 to be moved within machine 700.
[0038] Sealing section 703 may also include driven
rolls to move the film into and out of the section. Alterna-
tively, the laminate film may be driven by rollers outside
of section 703.
[0039] Sealing section 703 operates by moving platen
108 up and down as laminate film 702 advances. Spe-
cifically, laminate film 702 advances and platen 108 is
lowered by servo motors 101 and 103 such that platen
108 applies pressure on laminate film 702 while film 202
is not being advanced. Then, after a desired dwell time,
servo motors 101 and 103 raise platen 108, and film 702
is advanced. The preferred embodiment calls for three
strikes per pouch. The film is advanced after each strike
by one pouch width. The dies includes six pouch forms,
arranged in a 3x2 layout. Thus, by advancing one pouch
width, each pouch is struck 3 times. Other embodiments
include a 4x2 arrangement with 4 strikes to produce eight
pouches. The pressure, temperature and dwell times are
selected based on the needs for the material being used.
[0040] After pouches are formed on film 702 it is ad-
vanced to outfeed section 705. Outfeed section 705 can
include a cutting subsection that separates individual
pouches. The cutting may be done by stationary knives,
rotary knives, or other known methods. Cutting subsec-
tion, as used herein, refers to a section where the lami-
nate film is cut. Subsection, as used herein, includes a
part of a section that performs a specified function or
functions, and can be a in one or more physical locations.
[0041] Controller 707 controls machine 700 by provid-
ing appropriate control output signals and receiving feed-
back and user adjustable inputs. The preferred embod-
iment uses a Rockwell Logix controller (such as a Con-

trolLogix, CompactLogix, etc.) to implement controller
707. Sealing section 703 receives control inputs from
controller 707, including control inputs to control servo
motors 101 and 103. Controller 707 includes a touch
screen in the preferred embodiment to allow the user to
set operating parameters such as machine speed, tem-
perature, offset depth, etc. Control output, as used here-
in, includes an output from a controller that is used to
control a servo motor or other device. User adjustable
input, is a control value set by the user. Control input, as
used herein, includes an input to a servo motor (or other
device) that is used to control the servo motor (or other
device).
[0042] The preferred embodiment provides for control-
ler 707 via data line 708 indicative of platen temperature,
and servo motor feedback. Servo motors as commercial-
ly available include feedback outputs such as position
(i.e., the rotational position of the motor), motor torque,
motor velocity, etc. The preferred embodiment uses this
data, provided on data cable 708, to control the platen
movement, rather than external add-on sensors for the
feedback received by controller 707. Other embodiments
provide for using other feedback from other sources
(such as add-on sensors). Additional feedback, such as
driven roller speed, e.g., may be provided from any of
the various machine sections. Feedback output, as used
herein, includes an output indicative of an operating pa-
rameter of the servo motor (or other device).
[0043] The servo motor feedback outputs allows con-
troller 707 to control sealing section 702 by using the
servo motor position feedback (i.e, the output of the ab-
solute encoder on the servo motor) to indirectly deter-
mine platen position. This servo motor feedback output
is called a distance feedback output. Given the connec-
tion between the servo motors and the linear actuators,
and the mounting of the platen to the actuators, platen
position is readily determined from motor rotational po-
sition. Distance feedback output, as used herein, in-
cludes a feedback signal indicative of the distance the
platen moves. It is preferably an indirect measurement
derived from the servo motor or motors (i.e, the rotation
or position of the motor), and does not need to be a direct
measurement of the distance the platen moves.
[0044] The preferred embodiment uses platen position
as the controlled parameter to cause the seals to be made
with the desired pressure. By moving the platen to a con-
sistent position with respect to backing surface 111, a
repeatable seal is formed. Thus, the pouches can be
made without the need for an add-on sensor that meas-
ures the force exerted by the sensor on the laminate film
or backing surface. Does not receive feedback of the
force exerted by the sealing platen on the laminate film,
as used herein, refers to not receiving a direct measure-
ment of the force exerted by the platen, or received by
the backing surface.
[0045] The distance the platen travels could be a user
input, but in the preferred embodiment controller 707 in-
cludes a calibration module 712 that determines the dis-
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tance, along with a user input. The calibration can be
performed at start-up and/or after the machine has been
operating for a period of time. Preferably it is performed
at start up, and after a period of operation to account for
any changes that occur as the machine heats up during
use. Calibration module, as used herein, is a module that
operates to calibrate a section, such as a sealing section.
The calibration module preferably operates when sealing
is not being performed. Module, as used herein, includes
is a part of a controller, either hardware, software, or a
combination thereof, that performs a specified function
or functions.
[0046] Calibration module 712 operates by controlling
platen 108 to move slowly at a calibrating speed toward
the rubber backing surface 111. Calibration speed, as
used herein with respect to moving a platen, is an aver-
age speed at which the platen moves during a calibration
procedure, while the platen is moving. It can be a varying
speed or a constant speed.
[0047] The home position of platen 108 is about 4 inch-
es above backing surface 111. As platen 108 moves the
torque of servo motors 101 and 103 are monitored. Var-
ious embodiment provide for using feedback from one or
both servo motors for calibration and operation. When
platen 108 reaches backing surface 111, the torque rises.
Upon sensing the torque rising above a threshold (set as
a percent of maximum torque), controller 707 notes and
stores the distance. Storing the distance, as used herein,
includes storing a number or signal indicative of a dis-
tance. Using a slower speed for calibration (than when
making pouches) allows the distance to be more accu-
rately determined during calibration. The noted location
is the nominal location of the film. The controller also
notes the position that corresponds to 6.35 mm above
the backing surface (used as the upper operating posi-
tion). During operation the platen will be controlled to
move up and down 6.35 mm, from the upper operating
location to the backing surface. Other distances than 6.35
mm may be used. For example, one embodiment pro-
vides a nominal distance of 1/8 inch.
[0048] The preferred embodiment includes a user ad-
justable input called a penetration depth or distance off-
set. Distance offset, as used herein, includes a control
parameter that is used to set the distance the platen
moves after it reaches the surface of the backing surface
and/or the laminate surface. The distance offset is added
to the stored distance determined during calibration, and
the platen is controlled to move during operation to read
the total distance of the offset plus the stored distance.
[0049] The distance offset should be selected consid-
ering the natural frequency of the rubber, the thickness
of the laminate film, the stiffness of the rubber, the res-
toration of the rubber, and the "bounce" of the rubber. It
can be set based on user experience, or determined from
a look-up table (by controller 707 or the user), using such
parameters as backing material, stiffness coefficient, res-
toration coefficient, film thickness, backing thickness, film
material, etc.

[0050] One embodiment provides for making pouches
from a laminate of Tyvek® or other nonwoven spunbond
fiber product as a backing material and a polyester top
layer with a polypropolene sealant layer, having a total
thickness of 2mil that is sealed to the lower layer. Another
embodiment provides for the lower layer to be paper hav-
ing thickness 2 mil (0.002 inches). The distance offset is
chosen along with temperature and dwell time without
fracturing the laminate film, for example to avoid Tyvek®
or paper fibers from becoming airborne when the pack-
age is opened. This can be particularly important for
some medical applications. Without fracturing the lami-
nate film, as used herein, refers to the amount of fractur-
ing being such that the pouch is acceptable for its intend-
ed use.
[0051] The calibration is preferably done at start up,
and it may be useful to recalibrate after the machine has
been operating for a period of time, and components be-
come heated, expand, deform or wear. One embodiment
entails recalibrating as pouches are being made. Other
embodiments recalibrate automatically after a length of
time or number of machine cycles.
[0052] After calibration the machine is operated to pro-
duce pouches in the preferred embodiment. As described
above, the platen is lowered and raised in time with the
moving of the laminate film so that as the platen dwells
the film is stationary. The platen is moved at an operating
speed that is greater than the calibrating speed in the
preferred embodiment. Operating speed, as used herein
with reference to moving a platen, refers to the average
speed at which the platen moves during a normal (seal-
ing) operations, while the platen is moving. It can be a
varying speed or a constant speed.
[0053] During normal operation servo motor feedback
is provided, as was during calibration. The feedback is
preferably accessible to the user on the touch screen, so
that the various parameters can be visually monitored.
One embodiment provides for the user data to be avail-
able remotely, such as through a network, as well as
providing operating parameters remotely. This can be
useful for insuring all machines owned by a given com-
pany are operated consistently.
[0054] A distance module 713 is provided to control
platen 108 to move the desired distance. Distance mod-
ule, as used herein, refers to a control module that con-
trols the distance the platen moves, preferably respon-
sive to servo motor position feedback. The embodiment
used to make paper backed pouches uses the upper op-
erating position as 0.25inches (6.35mm) above the back-
ing surface. A typical user offset for this is between zero
and 0.030 inches. The platen is moved up and down a
distance of 7.11mm (if the upper end of penetration depth
is used -- 6.35mm plus 0.030inches) each cycle to inter-
mittently contact the laminate film. Typical operating pa-
rameters for such an application are 100msec dwell time,
240msec cycle time (for a 3.5 inch wide pouch the film
is advanced an average of 14.6 inches/sec). A platen
temperature of 330-375F is also used. Preferably the us-
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er can adjust dwell time and temperature, and cycle time
is set by setting machine speed.
[0055] The maximum psi exerted by the platen is about
100psi. Typical penetration depths, with typical backing
surface of 0.25 inch thick silicone with a 60-80 durometer
will result in psi of between 20 and 50, which is sufficient
for many applications.
[0056] As may be seen from the above, the preferred
embodiment has control that is closed loop with respect
to the servo motor, but open loop with respect to the
platen, since no feedback is taken directly from the plat-
en. Alternatives provide for feedback from the platen or
backing surface.
[0057] Figure 4 shows position and time for a platen
controlled in accordance with the present invention. The
time samples are nominally 6 milliseconds, so that one
cycle is about 240 milliseconds. The displacement is from
the home position, and a higher position on the graph
corresponds to a higher position of the platen. The upper
operating position is just above 78 mm (down from the
home position), and the platen is repeatedly moved from
the home position to less than 72 mm displacement. The
dwell time (the time the platen is in the lower position of
less than 72 mm displacement) is set by the operator and
is about 100 msec in Fig. 4.
[0058] Figure 5 shows torque and time for a platen con-
trolled during the seal period in accordance with the
present invention. Force builds as the platen makes con-
tact with the surface and holds steady for the duration.
This shows the advantage of holding the platen to a fixed,
known depth during the sealing process.
[0059] Figure 6 shows position, torque, velocity ma-
chine timing and time for a platen controlled in accord-
ance with the present invention. The timing is about 250
cycles per minute, so each cycle is about 240 msec. The
position graph (platen displacement) is shown inverted
which is how the output of the servo appears, so that a
lower position on the graph corresponds to a raised plat-
en position. The data is the same as that of Figure 4, but
inverted. Thus, the platen is held at the desired depth for
about 40% of the cycle (or about 100 msec). The platen
velocity shows that while the seal is being made the ve-
locity of the platen is zero. The platen torque (as a % of
available torque) is also shown. These graphs show the
timing of the system.
[0060] Numerous modifications may be made to the
present invention which still fall within the intended scope
hereof. Thus, it should be apparent that there has been
provided in accordance with the present invention a
method and apparatus for a pouch machine and method
that fully satisfies the objectives and advantages set forth
above. Although the invention has been described in con-
junction with specific embodiments thereof, it is evident
that many alternatives, modifications and variations will
be apparent to those skilled in the art. Accordingly, it is
intended to embrace all such alternatives, modifications
and variations that fall within the scope of the appended
claims.

Claims

1. A machine for making pouches from a laminate film,
comprising:

means for sealing the laminate film, including at
least one servo motor (101, 103) to drive a seal-
ing platen (108) to intermittently contact the lam-
inate film;
means for moving the laminate film to a sealing
section (703);
means for controlling the at least one servo mo-
tor (101, 103) in response to feedback from the
servo motors (101, 103) indicative of platen po-
sition;
means for cutting the laminate film; and
means for moving the laminate film from the
means for sealing to the means for cutting;
characterised in that the means for controlling
the at least one servo motor includes means for
calibrating the sealing section (703) by moving
the platen (108) a distance at a calibration speed
to contact a backing surface (111) and storing
the distance.

2. The machine of claim 1, further comprising means
for receiving a user adjustable distance offset input,
and for providing the user input to the means for con-
trolling.

3. The machine of claim 1, wherein the means for mov-
ing the laminate film moves the film to an outfeed
section (705), and wherein the outfeed section (705)
includes a cutting subsection.

4. The machine of claim 1, wherein the sealing platen
(108) includes at least two servo motors (101, 103)
connected to move the sealing platen (108).

5. The machine of claim 4, wherein each of the at least
two servo motors (101, 103) has a roller screw ac-
tuator (102, 104) operatively coupled thereto, and
wherein the sealing platen (108) is mounted to each
roller screw actuator (102, 104).

6. A method of making pouches from a laminate film,
comprising:

moving the laminate film to a sealing section
(703);
controlling at least one servo motor (101, 103)
to drive the sealing platen (108) to intermittently
contact the laminate film in response to feed-
back from the at least one servo motor (101,
103) indicative of the position of the sealing plat-
en (108); and
moving the laminate film from the sealing section
(703);

11 12 



EP 2 342 134 B1

8

5

10

15

20

25

30

35

40

45

50

55

characterised in that the method comprises
calibrating the sealing section (703), including
controlling the at least one servo motor (101,
103) to move the platen (108) a distance at a
calibration speed to contact a backing surface
(111) and storing the distance.

7. The method of claim 6 further comprising cutting the
laminate film after moving the laminate film from the
sealing section (703).

8. The method of claim 6 or 7 further comprising re-
ceiving a user adjustable distance offset input.

Patentansprüche

1. Maschine zur Herstellung von Beuteln aus Laminat-
folie, umfassend:

ein Mittel zum Verssiegeln der Laminatfolie, um-
fassend zumindest einen Servomotor (101, 103)
zum Antreiben einer Siegelplatte (108), sodass
diese die Laminatfolie intermittierend kontak-
tiert;
ein Mittel zum Bewegen der Laminatfolie zu ei-
nem Siegelabschnitt (703);
ein Mittel zum Steuern des zumindest einen Ser-
vomotors (101, 103) als Reaktion auf eine Rück-
kopplung von den Servomotoren (101, 103),
welche die Position der Platte angibt;
ein Mittel zum Schneiden der Laminatfolie; und
ein Mittel zum Bewegen der Laminatfolie von
den Siegelmitteln zu den Schneidmitteln;
dadurch gekennzeichnet, dass das Mittel zum
Steuern des zumindest einen Servomotors Mit-
tel zum Kalibrieren des Siegelabschnitts (703)
umfassen, indem die Platte (108) um einen Ab-
stand mit einer Kalibrierungsgeschwindigkeit so
bewegt wird, dass sie eine Rückfläche (111)
kontaktiert und der Abstand gespeichert wird.

2. Maschine nach Anspruch 1, ferner umfassend ein
Mittel zum Empfangen einer benutzereinstellbaren
Abstandsversatzeingabe und zum Bereitstellen der
Benutzereingabe an die Steuermittel.

3. Maschine nach Anspruch 1, wobei das Mittel zum
Bewegen der Laminatfolie die Folie in Richtung ei-
nes Austragsabschnitts (705) bewegt, und wobei der
Austragsabschnitt (705) einen Schneid-Unterab-
schnitt umfasst.

4. Maschine nach Anspruch 1, wobei die Siegelplatte
(108) zumindest zwei Servomotoren (101, 103) um-
fasst, welche so verbunden sind, um die Siegelplatte
(108) zu bewegen.

5. Maschine nach Anspruch 4, wobei jeder der zumin-
dest zwei Servomotoren (101, 103) ein Rollengewin-
destellglied (102, 104) aufweist, welches mit diesem
operativ verbunden ist, und wobei die Siegelplatte
(108) auf jedem Rollengewindestellglied (102, 104)
montiert ist.

6. Verfahren zur Herstellung von Beuteln aus Laminat-
folie, umfassend:

Bewegen der Laminatfolie zu einem Siegelab-
schnitt (703);
Steuern zumindest eines Servomotors (101,
103) zum Antreiben der Siegelplatte (108), da-
mit diese die Laminatfolie intermittierend kon-
taktiert, als Reaktion auf eine Rückkopplung
vom zumindest einen Servomotor (101, 103),
welche die Position der Siegelplatte (108) an-
gibt; und
Bewegen der Laminatfolie weg vom Siegelab-
schnitt (703);
dadurch gekennzeichnet, dass das Verfahren
die Kalibrierung des Siegelabschnitts (703) um-
fasst, einschließlich der Steuerung des zumin-
dest einen Servomotors (101, 103), um die Plat-
te (108) um einen Abstand mit einer Kalibrie-
rungsgeschwindigkeit so zu bewegen, dass sie
eine Rückfläche (111) kontaktiert, und der Spei-
cherung des Abstands.

7. Verfahren nach Anspruch 6, ferner umfassend das
Schneiden der Laminatfolie nach dem Bewegen der
Laminatfolie vom Siegelabschnitt (703).

8. Verfahren nach Anspruch 6 oder 7, ferner umfas-
send das Empfangen einer benutzereinstellbaren
Abstandsversatzeingabe.

Revendications

1. Machine de fabrication de sachets à partir d’un film
stratifié, comprenant :

un moyen pour sceller le film stratifié, englobant
au moins un servomoteur (101, 103) pour en-
traîner une platine de scellement (108) destinée
à contacter par intermittence le film stratifié ;
un moyen pour déplacer le film stratifié vers une
section de scellement (703) ;
un moyen de commande du au moins un servo-
moteur (101, 103) en réponse à un retour d’in-
formation des servomoteurs (101, 103) indica-
teur de la position de la platine;
un moyen pour couper le film stratifié ; et
un moyen pour déplacer le film stratifié du
moyen de scellement vers le moyen de coupe ;
caractérisée en ce que le moyen de comman-
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de du au moins un servomoteur englobe un
moyen pour calibrer la section de scellement
(703) en déplaçant la platine (108) sur une dis-
tance à une vitesse de calibrage, pour contacter
une surface dorsale (111) et enregistrer la dis-
tance.

2. Machine selon la revendication 1, comprenant en
outre un moyen pour recevoir une entrée d’un déca-
lage de distance réglable par l’utilisateur et pour
transférer l’entrée de l’utilisateur vers le moyen de
commande.

3. Machine selon la revendication 1, dans laquelle le
moyen destiné à déplacer le film stratifié déplace le
film vers une section de sortie (705), et dans laquelle
la section de sortie (705) englobe une sous-section
de coupe.

4. Machine selon la revendication 1, dans laquelle la
platine de scellement (108) englobe au moins deux
servomoteurs (101, 103) connectés pour déplacer
la platine de scellement. (108).

5. Machine selon la revendication 4, dans laquelle cha-
cun des au moins deux servomoteurs (101, 103)
comporte un actionneur à vis à rouleaux (102, 104)
qui y est accouplé en service, et dans laquelle le
plateau de scellement (108) est monté sur chaque
actionneur à vis à rouleaux (102, 104).

6. Procédé de fabrication de sachets scellés à partir
d’un film stratifié, comprenant les étapes ci-
dessous :

déplacement du film stratifié vers une section
de scellement (703) ;
commande d’au moins un servomoteur (101,
103) en vue de l’entraînement de la platine de
scellement (108) afin de contacter par intermit-
tence le film stratifié en réponse à un retour d’in-
formation du au moins un servomoteur (101,
103) indicateur de la position de la platine de
scellement (108) ; et
déplacement du film stratifié à partir de la section
de scellement (703) ;
caractérisé en ce que le procédé comprend
l’étape de calibrage de la section de scellement
(703), englobant la commande du au moins un
servomoteur (101, 103) en vue du déplacement
de la platine (108) sur une distance à une vitesse
de calibrage, pour contacter une surface dorsale
(111) et enregistrer la distance.

7. Procédé selon la revendication 6, comprenant en
outre l’étape de coupe du film stratifié après le dé-
placement du film stratifié à partir de la section de
scellement (703).

8. Procédé selon les revendications 6 ou 7, compre-
nant en outre l’étape de réception d’une entrée de
décalage de distance ajustable par l’utilisateur.
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