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(54) CASE FORMING, PACKING, AND SEALING APPARATUS

(57) A case forming, packing, and sealing apparatus
is disclosed. The case forming, packing, and sealing ap-
paratus includes a cardboard box handling area and a
product handling area. In the cardboard box handling ar-
ea, case forming sheets including flatly collapsed card-
board boxes are erected into boxes that has openings

which open in one direction, products are received into
the boxes, and thereafter the openings are closed and
sealed. In the product handling area, plural products are
aligned and a predetermined quantity of the products are
pushed in an accumulated state through the openings
into the boxes.
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Description

CROSS-REFERENCE TO RELATED APPLICATIONS

[0001] This application claims priority to Japanese Pat-
ent Application No. 2018-33024, filed February 27, 2018.
The contents of that application are incorporated by ref-
erence herein in their entirety.

TECHNICAL FIELD

[0002] The present disclosure relates to a case form-
ing, packing, and sealing apparatus.

BACKGROUND ART

[0003] In recent years, automated case forming, pack-
ing, and sealing apparatus that open collapsed card-
board sheets to form cases, pack products in the cases,
and thereafter seal and discharge the cases have be-
come widespread. For example, JP-ANo. 2005-145558
discloses a packing apparatus having an accommodat-
ing unit where collapsed case forming sheets are stacked
in a horizontal state on top of each other and accommo-
dated, a conveying unit that conveys the case forming
sheets, a case forming unit that erects into boxes the
case forming sheets conveyed by the conveying unit, a
downward conveying unit that conveys the boxes erected
by the case forming unit downward with the open portions
of the boxes facing a lateral direction, and an inserting
unit that inserts products from a lateral direction into the
boxes conveyed by the downward conveying unit.

BRIEF SUMMARY

[0004] However, the above-described packing appa-
ratus has a configuration where the collapsed case form-
ing sheets are plurally stacked in a horizonal state on top
of each other and accommodated, so the quantity of case
forming sheets that can be stacked on top of each other
is limited because the case forming sheet stacked at the
very top is extracted one at a time. Consequently, any
case forming sheet that exceeds the allowable quantity
must be accommodated in back and the installation area
of the accommodating unit increases.
[0005] In contrast, JP-A No. 2015-157650 discloses a
packing apparatus where the case forming sheets are
stacked upright against each other, with the portions that
will form the openings facing sideways, so the direction
of the box erecting process and the products packing
direction are orthogonal to each other. Consequently,
there is less flexibility to organize the layout, such as
being unable to construct a unidirectional manufacturing
line.
[0006] It is a problem of the present disclosure to pro-
vide a case forming, packing, and sealing apparatus that
can inhibit an increase in its installation area while in-
creasing the flexibility to organize the layout of the man-

ufacturing line.
[0007] A case forming, packing, and sealing apparatus
pertaining to a first aspect of the disclosure includes a
cardboard box handling area and a product handling ar-
ea. In the cardboard box handling area, case forming
sheets comprising flatly collapsed cardboard boxes are
erected into boxes that open in one direction, products
are received into the boxes, and thereafter the openings
are closed and sealed. In the product handling area, plu-
ral products are aligned and a predetermined quantity of
the products are pushed in an accumulated state through
the openings into the boxes. The cardboard box handling
area and the product handling area are interconnected
in a state in which they are mutually independently sep-
arable.
[0008] In this case forming, packing, and sealing ap-
paratus, the cardboard box handling area and the product
handling area can be completely separated from each
other, so it becomes easy to organize the layout and the
layout can be changed in conformity to production real-
ities, which also contributes to inhibiting an increase in
the installation area of the apparatus overall.
[0009] A case forming, packing, and sealing apparatus
pertaining to a second aspect of the disclosure is the
case forming, packing, and sealing apparatus pertaining
to the first aspect, wherein the cardboard box handling
area has an accommodating unit, a case forming unit, a
first posture changing unit, a product receiving unit, a
second posture changing unit, and a case sealing unit.
In the accommodating unit, the case forming sheets are
arranged and accommodated in such a way that their
openings face up when the case forming sheets are
opened. The case forming unit moves the case forming
sheets upward one at a time, opens the case forming
sheets into a square tubular shape, and thereafter closes
bottom sides of the opened case forming sheets to form
boxes that open upward. The first posture changing unit
changes the posture of the boxes to a first posture in
which the openings of the boxes face the product han-
dling area. The product receiving unit lowers the boxes
in the first posture and receives the products into the
boxes. The second posture changing unit changes the
posture of the boxes so that the openings of the boxes
in the first posture face up. The case sealing unit closes
and seals the openings of the boxes.
[0010] For example, in a configuration where the case
forming sheets are accommodated in a horizontal state,
if even one case forming sheet exceeds the allowable
quantity, the case forming sheet must be accommodated
in back, and so an installation area corresponding to the
area of the case forming sheets must be additionally en-
sured.
[0011] In contrast, in this case forming, packing, and
sealing apparatus, the case forming sheets are arranged
and accommodated in such a way that their openings
face up when the case forming sheets are opened, and
thus the height of the case forming sheets stocked in the
accommodating unit is unchanging, so basically there is
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no need to limit the quantity of case forming sheets ac-
commodated, and even when the case forming sheets
are restocked, the case forming sheets just extend back-
ward a length equal to the thickness dimension of the
case forming sheets multiplied by the restock quantity.
[0012] A case forming, packing, and sealing apparatus
pertaining to a third aspect of the disclosure is the case
forming, packing, and sealing apparatus pertaining to the
second aspect, wherein the first posture changing unit
rotates the boxes by 90° in the conveyance direction.
[0013] In this case forming, packing, and sealing ap-
paratus, the cardboard boxes switch to a posture in which
they open toward the conveyance direction, so by sup-
plying the products toward the openings of the boxes,
the products can be loaded sideways into the boxes.
[0014] A case forming, packing, and sealing apparatus
pertaining to a fourth aspect of the disclosure is the case
forming, packing, and sealing apparatus pertaining to the
second aspect, wherein the conveyance direction when
the case forming unit forms the boxes and the convey-
ance direction when the case sealing unit seals the open-
ings of the boxes are mutually opposite directions.
[0015] In this case forming, packing, and sealing ap-
paratus, by giving the apparatus a hierarchical line con-
figuration where, for example, the case forming unit is
positioned on a second level and the case sealing unit
is positioned on a first level, the installation area of the
cardboard box handling area can be reduced.
[0016] A case forming, packing, and sealing apparatus
pertaining to a fifth aspect of the disclosure is the case
forming, packing, and sealing apparatus pertaining to the
second aspect, wherein the product handling area has a
product aligning unit and a product inserting unit. The
product aligning unit conveys the products in front of the
boxes lowered in the first posture while performing an
accumulating operation that aligns the products in such
a way that parts of each of the products lie on top of parts
of adjacent products in their thickness direction. The
product inserting unit pushes the products that have been
accumulated into the boxes in the first posture.
[0017] A case forming, packing, and sealing apparatus
pertaining to a sixth aspect of the disclosure is the case
forming, packing, and sealing apparatus pertaining to the
second aspect, wherein the case forming unit, the first
posture changing unit, the product receiving unit, the sec-
ond posture changing unit, and the case sealing unit are
supported by a common frame.
[0018] This case forming, packing, and sealing appa-
ratus is an all-in-one machine, has a small footprint, and
also has a good visual appearance.

<Advantageous Effects of Invention>

[0019] In the case forming, packing, and sealing ap-
paratus pertaining to the disclosure, the cardboard box
handling area and the product handling area can be com-
pletely separated from each other, so it becomes easy
to organize the layout and the layout can be changed in

conformity to production realities, which also contributes
to inhibiting an increase in the installation area of the
apparatus overall.

BRIEF DESCRIPTION OF THE DRAWINGS

[0020]

FIG. 1 is a block diagram of a packing system
equipped with a case forming, packing, and sealing
apparatus pertaining to an embodiment of the dis-
closure;
FIG. 2A is a perspective view showing the configu-
ration of the packing system;
FIG. 2B is a perspective view showing a flow of card-
board boxes and products in the packing system;
FIG. 3 is a perspective view showing the arrange-
ment of a feeding conveyor, a first aligning conveyor,
and a second aligning conveyor;
FIG. 4A is a front view of a product aligning unit as
viewed from a horizontal direction orthogonal to a
conveyance direction of a group of products in the
middle of alignment on the first aligning conveyor;
FIG. 4B is a front view of the product aligning unit
when the product at the front of the aligned group of
products has moved onto the second aligning con-
veyor;
FIG. 4C is a front view of the product aligning unit
after the aligned group of products has completely
transferred to the second aligning conveyor;
FIG. 4D is a front view of the product aligning unit
when the second aligning conveyor is in a second
state;
FIG. 4E is a front view of the product aligning unit
when the second aligning conveyor is in the second
state;
FIG. 4F is a front view of the product aligning unit
when the second aligning conveyor is in the second
state;
FIG. 4G is a front view of the product aligning unit
when the aligned group of products has been
switched to a standing state on a third aligning con-
veyor;
FIG. 5A is a front view of the region around the third
aligning conveyor just before the aligned group of
products is made to stand up;
FIG. 5B is a front view of the region around the third
aligning conveyor in a state in which the aligned
group of products of FIG. 5A has been made to stand
up;
FIG. 6A is a front view of the region around a flap
closing mechanism when a cardboard box has not
been conveyed thereto;
FIG. 6B is a front view of the region around the flap
closing mechanism when a cardboard box has been
conveyed thereto;
FIG. 6C is a front view of the region around the flap
closing mechanism as a rear flap is in the middle of
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being folded;
FIG. 6D is a front view of the region around the flap
closing mechanism when folding bars have de-
scended to a lowest point;
FIG. 7A is a perspective view of the region around
the flap closing mechanism just before a front flap
of the cardboard box comes into contact with a front
flap folding member;
FIG. 7B is a perspective view of the region around
the flap closing mechanism when the front flap of the
cardboard box is being folded by the front flap folding
member;
FIG. 7C is a perspective view of the region around
a side surface pushing mechanism;
FIG. 7D is a perspective view of the side surface
pushing mechanism;
FIG. 8 is a front view of the region around the flap
closing mechanism when a left flap of the cardboard
box is contacting a folding bar;
FIG. 9 is a perspective view of left/right flap folding
members when the folding bars have descended to
the lowest point;
FIG. 10 is a perspective view of a guide member;
FIG. 11 is a timing chart showing the operations of
the first aligning conveyor, the second aligning con-
veyor, and the third aligning conveyor;
FIG. 12A is a flowchart of control when there is a
sensor malfunction (a flow from step S1 to step S6);
FIG. 12B is flowchart of control where there is a sen-
sor malfunction (a flow from step S11 to step S15);
and
FIG. 13 is a control block diagram of a stepping motor
shown in FIG. 10.

DETAILED DESCRIPTION

[0021] An embodiment of the disclosure will be de-
scribed below with reference to the drawings. It will be
noted that the following embodiment is a specific exam-
ple of the disclosure and is not intended to limit the tech-
nical scope of the disclosure.

(1) Configuration of Packing System 1

[0022] FIG. 1 is a block diagram of a packing system
1 equipped with a case forming, packing, and sealing
apparatus pertaining to an embodiment of the disclosure.
Furthermore, FIG. 2A is a perspective view showing the
configuration of the packing system, and FIG. 2B is a
perspective view showing a flow of cardboard boxes B
and products G in the packing system 1.
[0023] In FIG. 1 and FIG. 2A, the packing system 1 is
a system that packs a fixed number of bagged products
(products G) such as snack foods, for example, in an
aligned state and in multiple layers into cardboard boxes
B.
[0024] As shown in FIG. 1 and FIG. 2A, the packing
system 1 comprises a cardboard box handling area DHA

and a product handling area GHA that are interconnected
in a state in which they are mutually independently sep-
arable. The cardboard box handling area DHA includes
two processes, a case forming process P1 and a packing
process P3. The product handling area GHA includes a
product aligning process P2.
[0025] That is, in the packing system 1, because the
cardboard box handling area DHA and the product han-
dling area GHA are interconnected, the three processes
of the case forming process PI, the product aligning proc-
ess P2, and the packing process P3 work together.
[0026] The case forming process P1 is a process of
erecting sheet-like cardboard box precursors Z into card-
board boxes B and conveying the cardboard boxes B to
a packing position. The case forming process P1 is con-
figured by a box precursor accommodating unit 11, a
case forming unit 12, a first posture changing unit 13,
and a box downward conveying unit 14.
[0027] The product aligning process P2 is a process
of feeding to a predetermined position the products G
supplied from an upstream process, aligning a fixed
number of the products G so that adjacent products par-
tially lie on top of each other, and conveying the fixed
number of products G to the packing position. The prod-
uct aligning process P2 is configured by a product feeding
unit 21, a product aligning unit 22, and a product inserting
unit 23.
[0028] The packing process P3 is a process of packing,
into the cardboard boxes B that have been conveyed
thereto from the case forming process PI, the fixed quan-
tity of products G that have finished being aligned in the
product aligning process P2, closing the boxes, and con-
veying the boxes to a box discharge position. The packing
process P3 is configured by a product receiving unit 31,
a second posture changing unit 32, and a case sealing
unit 33.
[0029] The packing system 1 performs multilayer pack-
ing of the products G into the cardboard boxes B, and
the posture of the products G inside the boxes B is a
"standing posture." That is, the standing posture is a pos-
ture where, when the openings of the boxes B face up,
the front sides and the back sides of the products G face
sideways, the upper and lower end portions of the prod-
ucts G face up and down, and the left and right side por-
tions of the products G face sideways.
[0030] Furthermore, as shown in FIG. 2A and FIG. 2B,
the cardboard box handling area DHA has a two-level
structure, and the case forming process P1 and the pack-
ing process P3 are supported by a common frame 10.
The case forming process P1 occupies the second-level
portion, and the packing process P3 occupies the first-
level portion.
[0031] In order to realize this two-level structure, the
conveyance direction of the cardboard boxes B from the
erection of the cardboard boxes B by the case forming
unit 12 to the box downward conveying unit 14 and the
conveyance direction of the cardboard boxes B up to
when the openings of the cardboard boxes B that have
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been packed the products G are sealed by the case seal-
ing unit 33 are mutually opposite directions.

(2) Detailed Configuration of Case Forming Process P1

[0032] As shown in FIG. 2B, the case forming process
P1 is configured by the box precursor accommodating
unit 11 that introduces the cardboard box precursors Z
to the packing system 1, the case forming unit 12 that
erects the cardboard boxes B, the first posture changing
unit 13 that rotates the cardboard boxes B by 90° about
a horizontal axis orthogonal to the conveyance direction,
and the box downward conveying unit 14 that conveys
downward the cardboard boxes B that have been
switched to a first posture.

(2-1) Box Precursor Accommodating Unit 11

[0033] The box precursor accommodating unit 11, as
shown in FIG. 2B, picks one at a time and transports
upward the cardboard box precursor Z at the very front
of the cardboard box precursors Z stacked in a supply
position, rotates the transported cardboard box precursor
Z by 90° about a vertical axis, and opens it into a tubular
shape.
[0034] The cardboard box precursors Z are placed in
the supply position by a worker. The cardboard box pre-
cursors Z are collapsed with their flaps Zf open and are
stacked in a horizontal direction in a posture in which the
flaps Zf are positioned in the vertical direction. It will be
noted that for convenience of description the flaps Zf on
the top surface side will be called top flaps Zfa and the
flaps Zf on the bottom surface side will be called bottom
flaps Zfb.
[0035] The upward transport of the cardboard box pre-
cursors Z is performed by a lift mechanism 111. When
all the cardboard box precursors Z in the supply position
run out, a detection sensor (not shown in the drawings)
sends a detection signal to a controller 40 (see FIG. 1).
[0036] Furthermore, the rotation of the cardboard box
precursors Z about the vertical axis is realized by sucking
and holding, with suckers, the side surfaces of the card-
board box precursors Z with a sucking and rotating mech-
anism 112 and rotating the sucking and rotating mecha-
nism 112 90° about the vertical axis.

(2-2) Case Forming Unit 12

[0037] The case forming unit 12 conveys in a horizontal
direction the cardboard box precursors Z that have been
opened into a tubular shape and at the same time folds
and tapes the bottom flaps Zfb of the cardboard box pre-
cursors Z to thereby erect the cardboard boxes B in a
state in which the top flaps Zfa are open.

(2-3) First Posture Changing Unit 13

[0038] The first posture changing unit 13 rotates the

cardboard boxes B by 90° in the conveyance direction.
More specifically, the first posture changing unit 13 ro-
tates the cardboard boxes B 90° about a horizontal axis
orthogonal to the conveyance direction to thereby
change the posture of the cardboard boxes B to a posture
(hereinafter called a first posture) in which the openings
and the top flaps Zfa of the cardboard boxes B are in the
same vertical plane. When the cardboard boxes B are in
the first posture, the openings face the product handling
area GHA.

(2-4) Box Downward Conveying Unit 14

[0039] The box downward conveying unit 14 conveys
downward the cardboard boxes B that have been
switched to the first posture. That is, the box downward
conveying unit 14 moves the cardboard boxes B down-
ward with the openings of the cardboard boxes B kept
facing the product handling area GHA.

(3) Detailed Configuration of Product Aligning Process 
P2

[0040] Disposed upstream of the product aligning
process P2 in terms of the flow of the products G in the
packing system 1 are a weigher, a bag-making and pack-
aging machine, and the like not shown in the drawings.
Only products G that have passed, for example, weight,
seal, and contamination inspections in the upstream
process are supplied to the product aligning process P2
in the packing system 1.
[0041] The product aligning process P2 is configured
by the product feeding unit 21 that accepts the products
G and conveys them to a predetermined position, the
product aligning unit 22 that aligns the products G sup-
plied from the product feeding unit 21, and the product
inserting unit 23 that accumulates and pushes out the
aligned products G.

(3-1) Product Feeding Unit 21

[0042] The product feeding unit 21 has a product in-
troducing conveyor 211 and a feeding conveyor 212. The
product introducing conveyor 211 receives, downstream
of the process that performs, for example, the weight,
seal, and contamination inspections, the supply of the
products G that have passed the inspections and leads
those products G to the feeding conveyor 212.
[0043] The feeding conveyor 212 conveys to the prod-
uct aligning unit 22 the products G conveyed thereto from
the product introducing conveyor 211.
[0044] FIG. 3 is a perspective view showing the ar-
rangement of the feeding conveyor 212, a first aligning
conveyor 221, and a second aligning conveyor 222. In
FIG. 3, the conveyance surface of the feeding conveyor
212 is inclined with respect to a horizontal plane, and a
support wall 213 that supports and prevents the products
G from falling off and guides the products G in the con-
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veyance direction is provided on the inclination direction
lower side end of the conveyance surface. The products
G that move on the inclination direction upper side of the
conveyance surface receive a component force of the
force of gravity along the inclination direction, so the prod-
ucts G slide down toward the support wall 213 while mov-
ing and thereafter move along the support wall 213.

(3-2) Product Aligning Unit 22

[0045] The product aligning unit 22 has the first aligning
conveyor 221, the second aligning conveyor 222, and a
third aligning conveyor 223. The product aligning unit 22
is a unit that conveys the products G to a predetermined
position while performing an accumulating operation with
respect to the products G. The product aligning unit 22
is particularly suited to the accumulation of bag packag-
es, so it can also be used independently as a package
accumulating device.

(3-2-1) First Aligning Conveyor 221

[0046] The first aligning conveyor 221, in order to re-
ceive the products G that drop thereto from the feeding
conveyor 212, has one end set in a lower position than
the height of the distal end portion of the feeding conveyor
212 and has the other end set in the height position of
the second aligning conveyor 222.
[0047] It will be noted that it is preferred that the distal
end portion of the feeding conveyor 212 be positioned in
the space directly above the product placement surface
of the first aligning conveyor 221. Here, the product place-
ment surface is the surface-of the conveyance surface
of the first aligning conveyor 221-that waits to receive the
products G that drop thereto.
[0048] Additionally, each time the first aligning convey-
or 221 catches one product G, it conveys the product G
a fixed distance (pitch L) toward the second aligning con-
veyor 222. This is because it is necessary to vacate the
landing position before the next product G drops thereto
because the position where the first aligning conveyor
221 catches the products G is the same. For that reason,
the product G moves the fixed distance (pitch L) closer
to the second aligning conveyor 222 from the position to
which it dropped.
[0049] Part of the product G that drops thereafter lands
on the first aligning conveyor 221, while the remaining
part leans against the preceding product G and becomes
inclined. This operation of aligning plural products G in
such a way that parts of each of the products G lie on
top of parts of adjacent products G in their thickness di-
rection is called an accumulating operation.
[0050] FIG. 4A is a front view of the product aligning
unit 22. In FIG. 4A, the product G at the front that was
dropped first on the first aligning conveyor 221 has a
subsequent product G partially lying on top of it, and
thereafter another subsequent product G comes to lie on
top of that subsequent product G to form a line.

[0051] In a case where, for example, the product align-
ing unit 22 aligns N=5 products G as a group, the product
G at the front is ahead a length of 4L from the position
where the product G at the rear lands, so in the present
embodiment at least the product G at the front of the line
arrives on the second aligning conveyor 222.

(3-2-2) Second Aligning Conveyor 222

[0052] FIG. 4B is a front view of the product aligning
unit 22 when the product G at the front of the aligned
groups of products G has moved onto the second aligning
conveyor 222. In FIG. 4B, after the product G at the rear
of the line lands on the first aligning conveyor 221, the
first aligning conveyor 221, the second aligning conveyor
222, and the third aligning conveyor 223 simultaneously
perform a conveying operation in the same direction. For
that reason, the N-number of the products G aligned in
a line on the first aligning conveyor 221 and the second
aligning conveyor 222 move in unison toward the third
aligning conveyor 223 and advance on the third aligning
conveyor 223.
[0053] As shown in FIG. 4A and FIG. 4B, a conveyance
direction downstream end 221b of the first aligning con-
veyor 221 and a conveyance direction upstream end
222a of the second aligning conveyor 222 oppose each
other.

(3-2-2-1) First State of Second Aligning Conveyor 222

[0054] Here, the state in which the downstream end
221b of the first aligning conveyor 221 and the upstream
end 222a of the second aligning conveyor 222 oppose
each other is a state in which the downstream end 221b
of the first aligning conveyor 221 and the upstream end
222a of the second aligning conveyor 222 are close
enough to each other that the conveyance surface of the
first aligning conveyor 221 and the conveyance surface
of the second aligning conveyor 222 form a substantially
continuous conveyance surface. This state is a first state.
[0055] In this first state, it is preferred that the gap be-
tween the downstream end 221b of the first aligning con-
veyor 221 and the upstream end 222a of the second
aligning conveyor 222 be within 10 mm.
[0056] As shown in FIG. 4A and FIG. 4B, each time
the first aligning conveyor 221 catches one product G, it
repeats the operation of conveying that product G the
fixed distance (pitch L) toward the second aligning con-
veyor 222, and when the last product G comes onto the
first aligning conveyor 221, namely, when one line’s
worth of a group of products is reached, the first aligning
conveyor 221 performs a conveying operation at a longer
pitch than the fixed distance (pitch L) only at that time
because the group of products G must be discharged
from the first aligning conveyor 221. At the same time,
the second aligning conveyor 222 and the third aligning
conveyor 223 also perform a conveying operation at the
same speed.
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[0057] FIG. 4C is a front view of the product aligning
unit 22 after the aligned group of products G has com-
pletely transferred to the second aligning conveyor 222.
In FIG. 4C, just the first aligning conveyor 221, upon end-
ing the longer pitch conveying operation, decelerates,
stops, and prepares to catch the next group of products
G. At this time, the second aligning conveyor 222 and
the third aligning conveyor 223 convey the group of prod-
ucts G handed over from the first aligning conveyor 221.
[0058] In a case where the products G are small bag
products and many of them can be placed on the first
aligning conveyor 221, or in a case where the convey-
ance speed is slow, the first state shown in FIG. 4A, FIG.
4B, and FIG. 4C is employed as the posture of the second
aligning conveyor 222.

(3-2-2-2) Second State of Second Aligning Conveyor 222

[0059] However, in a case where the products G are
large bag products and the conveyance speed is fast to
increase production capacity and the second aligning
conveyor 222 and the third aligning conveyor 223 per-
form a conveying operation except for when the products
are inserted, there is the concern that when the second
aligning conveyor 222 is conveying a preceding group of
products the product at the front of the subsequent group
of products will come into contact with the second aligning
conveyor 222 and be pulled onto the second aligning
conveyor 222.
[0060] Therefore, while the second aligning conveyor
22 is performing the conveying operation, the controller
40 switches the second aligning conveyor 222 to a sec-
ond state, which is a state in which the position of the
upstream end 222a of the second aligning conveyor 222
is lower than it is in the first state with respect to the
downstream end 221b of the first aligning conveyor 221.
[0061] FIG. 4D, FIG. 4E, and FIG. 4F are front views
of the product aligning unit 22 when the second aligning
conveyor 222 is in the second state. In FIG. 4D, FIG. 4E,
and FIG. 4F, a product G on the conveyance surface of
the first aligning conveyor 221 is shown moving closer
to the second aligning conveyor 222.
[0062] In FIG. 4D, FIG. 4E, and FIG. 4F, in the second
state the upstream end 222a of the second aligning con-
veyor 222 is lowered in the direction of the arrow until
the conveyance surface of the second aligning conveyor
222 is lower than the downstream end 221b of the first
aligning conveyor 221.
[0063] In control terms, the controller 40 lowers the up-
stream end 222a of the second aligning conveyor 222
after the last product G of the group of products G has
moved from the conveyance surface of the first aligning
conveyor 221 onto the conveyance surface of the second
aligning conveyor 222.
[0064] As shown in FIG. 4D to FIG. 4F, while the sec-
ond aligning conveyor 222 is conveying a preceding
group of products G, or even when a group of products
G on the third aligning conveyor 223 is not yet standing

up, the product G at the front of the subsequent group of
products moves closer to the second aligning conveyor
222.
[0065] However, because the upstream end 222a of
the second aligning conveyor 222 has been lowered, the
product at the front of the subsequent group of products
does not come into contact with the second aligning con-
veyor 222 and is not pulled onto the second aligning con-
veyor 222, and the line of accumulation of the group of
products is also inhibited from becoming disarranged.
[0066] FIG. 4G is a front view of the product aligning
unit 22 when the aligned group of products G has been
switched to a standing state on the third aligning conveyor
223. In FIG. 4G, a stand-up conveyor 231 whose con-
veyance surface moves in the vertical direction is dis-
posed on the conveyance direction terminal end portion
of the third aligning conveyor 223. It will be noted that in
FIG. 4A to FIG. 4F illustration of the stand-up conveyor
231 is omitted for convenience of description.
[0067] After the group of products G has moved from
the second aligning conveyor 222 onto the third aligning
conveyor 223, the product G at the front stands up be-
cause of the conveyance surface of the stand-up con-
veyor 231 that moves in the vertical direction, and then
the subsequent products G also stand up.
[0068] When the group of products G is in the standing
state at the third aligning conveyor 223, products G are
not present on the conveyance surface of the second
aligning conveyor 222, and products G can be received
from the first aligning conveyor 221. Moreover, the timing
is such that on the first aligning conveyor 221 the product
at the front of the next group of products G has moved
closer to and is about to drop onto the second aligning
conveyor 222. For that reason, the upstream end 222a
of the second aligning conveyor 222 is raised so that the
second aligning conveyor 222 switches to the first state
and can support the product at the front of the group of
products G.
[0069] The timing of this up/down operation of the sec-
ond aligning conveyor 222 will be described in the section
titled "(5) Control" in the latter part of this specification.
[0070] It will be noted that in the present embodiment,
as shown in FIG. 4A, FIG. 4B, FIG. 4C, and FIG. 4G, in
the first state the conveyance surfaces of the first aligning
conveyor 221 and the second aligning conveyor 222 are
both inclined. Additionally, as shown in FIG. 4D, FIG. 4E,
and FIG. 4F, in the second state just the upstream end
222a of the second aligning conveyor 222 is lowered so
that the conveyance surface of the second aligning con-
veyor 222 in the second state is substantially horizontal.
[0071] Furthermore, the controller 40 can decide
whether or not to execute the switching to the second
state depending on the size of the products G (e.g., the
bag size) or can decide whether or not to execute the
switching to the second state depending on the required
production capacity.
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(3-2-3) Third Aligning Conveyor 223

[0072] The third aligning conveyor 223 conveys, in
front of the openings of the cardboard boxes B standing
by, the group of products G aligned by the first aligning
conveyor 221 and the second aligning conveyor 222. The
third aligning conveyor 223 doubles as an element of the
product inserting unit 23 described below.

(3-3) Product Inserting Unit 23

[0073] The product inserting unit 23 sandwiches the
front and rear of the group of products G aligned in a line
by the third aligning conveyor 223 and inserts the whole
group of products G into the cardboard boxes B. As
shown in FIG. 2B, the product inserting unit 23 has the
stand-up conveyor 231, a push-toward plate 233, and an
insertion plate 235 in order to sandwich the aligned group
of products G.

(3-3-1) Stand-up Conveyor 231

[0074] The stand-up conveyor 231 is provided over the
downstream end of the third aligning conveyor 223 and
blocks the advance of the products G forming a line and
being conveyed thereto. The stand-up conveyor 231 is
disposed in such a way that its conveyance surface is
always orthogonal to the conveyance direction of the
products G.
[0075] FIG. 5A is a front view of the region around the
third aligning conveyor 223 just before the aligned group
of products G is made to stand up. Furthermore, FIG. 5B
is a front view of the region around the third aligning con-
veyor 223 in a state in which the aligned group of products
G of FIG. 5A has been made to stand up. In FIG. 5A and
FIG. 5B, the conveyance surface of the stand-up con-
veyor 231 moves vertically upward a little before the prod-
ucts G come into contact with the conveyance surface
of the stand-up conveyor 231. Then, when the leading
end of the product G at the front comes into contact with
the conveyance surface of the stand-up conveyor 231,
an upward force acts on the leading end of the product
G, and the horizontal movement of the product G by the
third aligning conveyor 223 also continues, so the product
G at the front can reliably stand up.

(3-3-2) Push-toward Plate 233

[0076] The push-toward plate 233 pushes the product
at the rear of the N-number of products G aligned in a
line to thereby sandwich the products G between itself
and the stand-up conveyor 231 and cause the products
G to stand up.
[0077] The push-toward plate 233 is provided on the
upstream end side of the third aligning conveyor 223, but
while the line of products G is moving from the second
aligning conveyor 222 to the third aligning conveyor 223,
the push-toward plate 233 is accommodated on the side

of the third aligning conveyor 223 so that its flat surface
portion is parallel to the conveyance direction of the prod-
ucts G. Furthermore, when the product G at the rear of
the line has completely transferred from the second align-
ing conveyor 222 to the third aligning conveyor 223, the
push-toward plate 233 swings so that its flat surface por-
tion becomes orthogonal to the conveyance direction of
the products G. Moreover, the push-toward plate 233
pushes the product G at the rear of the line to thereby
push the entire line toward the stand-up conveyor 231.
[0078] At this time, the conveyance surface of the
stand-up conveyor 231 is moving vertically upward, so
the product G at the front of the line stands up along the
conveyance surface of the stand-up conveyor 231, and
the next product G stands up along the product G at the
front that has been made to stand up. The subsequent
products G also successively stand up because of the
same operation, so the N-number of products G become
aligned in a standing state.
[0079] Furthermore, the product inserting unit 23 col-
lectively pushes, via the insertion plate 235, the N-
number of products G in the standing state into the card-
board boxes B. The insertion plate 235 is positioned on
the opposite side of the position of the cardboard boxes
B across the third aligning conveyor 223. When viewed
from the second aligning conveyor 222 side, the open
surfaces of the cardboard boxes B are positioned on the
right side of the third aligning conveyor 223 and the in-
sertion plate 235 is positioned on the left side of the third
aligning conveyor 223.

(3-3-3) Insertion Plate 235

[0080] The insertion plate 235 stands by with its flat
surface portion opposing the openings of the cardboard
boxes B. After the N-number of products G have been
switched to the standing state, the insertion plate 235
pushes the N-number of products G toward the open
surfaces of the cardboard boxes B and in one fell swoop
inserts the N-number of products G through the openings
to the bottoms of the cardboard boxes B. The insertion
plate 235 crosses between the stand-up conveyor 231
and the push-toward plate 233 and advances to the open
surfaces of the cardboard boxes B.

(4) Detailed Configuration of Packing Process P3

[0081] The packing process P3 has the product receiv-
ing unit 31 that receives the products G into the cardboard
boxes B, the second posture changing unit 32 that chang-
es the posture of the cardboard boxes so that the open-
ings of the cardboard boxes face up, and the case sealing
unit 33 that conveys the cardboard boxes B that have
finished being packed with the products G and at the
same time closes the openings of the cardboard boxes B.
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(4-1) Product Receiving Unit 31

[0082] The product receiving unit 31 maintains the
cardboard boxes B in the first posture and has the card-
board boxes B stand by with the openings of the card-
board boxes B opposing the insertion plate 235 of the
product inserting unit 23. The N-number of products G
that have been switched to the standing state in the prod-
uct inserting unit 23 are pushed out by the insertion plate
235 toward the open surfaces in the cardboard boxes B,
so the product receiving unit 31 stands by in that position
until the N-number of products G are completely inserted
through the openings to the bottoms of the cardboard
boxes B.
[0083] When a first layer of the N-number of products
G is inserted into a cardboard box B, the product receiving
unit 31 descends a predetermined distance. Then, in or-
der to receive a second layer of the N-number of products
G, the product receiving unit 31 has the cardboard box
B stand by in such a way that the portion of the opening
of the cardboard box B that leads to the space above the
first layer opposes the insertion plate 235.
[0084] The product receiving unit 31 repeats the
above-described operation so that an i-th layer of the N-
number of products G is inserted into the cardboard box
B, and the receiving of the products into the cardboard
box B is finished.

(4-2) Second Posture Changing Unit 32

[0085] As shown in FIG. 2B, the second posture chang-
ing unit 32 has a posture changing mechanism 321 that
changes the posture of the cardboard boxes B packed
with the products G to a posture in which the openings
face up.
[0086] The posture changing mechanism 321 rotates
the cardboard boxes B so that the open surfaces that
had been vertical until then become horizontal, namely,
so that the open surfaces face up. The posture changing
mechanism 321 uses an L-shaped member with suckers
that simultaneously suck the side surface and the bottom
surface of the cardboard boxes B to hold the cardboard
boxes B, and when the L-shaped member rotates by 90°,
the cardboard boxes B rotate.

(4-3) Case Sealing Unit 33

[0087] As shown in FIG. 2B, the case sealing unit 33
has a discharge conveyor 330 that conveys the card-
board boxes B, a flap closing mechanism 340 (see FIG.
6A) that closes the flaps around the openings of the card-
board boxes B, a side surface pushing mechanism 355
(see FIG. 7D) that pushes the side surfaces of the card-
board boxes, and a tape applicator 380 that seals the
openings closed by the flaps.

(4-3-1) Discharge Conveyor 330

[0088] When the cardboard boxes B have been rotated
by 90° with the posture changing mechanism 321, the
cardboard boxes B are placed on the discharge conveyor
330 in a state in which the openings face up. The dis-
charge conveyor 330 conveys the cardboard boxes B to
the discharge position.

(4-3-2) Flap Closing Mechanism 340

[0089] FIG. 6A is a front view of the region around the
flap closing mechanism 340 when a cardboard box B has
not been conveyed thereto. Furthermore, FIG. 6B is a
front view of the region around the flap closing mecha-
nism 340 when a cardboard box B has been conveyed
thereto.
[0090] Furthermore, FIG. 6C is a front view of the re-
gion around the flap closing mechanism 340 as a rear
flap Zfab is in the middle of being folded. Moreover, FIG.
6D is a front view of the region around the flap closing
mechanism 340 when folding bars 370a have descended
to a lowest point.
[0091] In FIG. 6A to FIG. 6C, the flap closing mecha-
nism 340 has a front flap folding member 350, a rear flap
folding member 360, and left/right flap folding members
370. The cardboard box B is placed on the discharge
conveyor 330 in such a way that its longitudinal direction
is parallel to the conveyance direction, and, first, the front
flap folding member 350 closes a front flap Zfaa posi-
tioned on the front edge of the opening as viewed from
the conveyance direction. Next, the rear flap folding
member 360 closes a rear flap Zfab positioned on the
rear edge of the opening as viewed from the conveyance
direction. Next, the left/right flap folding members 370
close a left flap Zfal and a right flap Zfar positioned on
the left edge and the right edge of the opening as viewed
from the conveyance direction.
[0092] It will be noted that before the flap closing mech-
anism 340 folds the front flap Zfaa, the front edges of the
left flap Zfal and the right flap Zfar come into contact with
left/right flap raising members 345 so that the left flap
Zfal and the right flap Zfar that are open outward become
tilted inward.

(4-3-2-1) Left/Right Flap Raising Members 345

[0093] The left/right flap raising members 345 are a
fixed pair of extension members and have a configuration
where the distance that separates them increases head-
ing outward and downward toward their distal ends. The
left/right flap raising members 345 wait to receive at their
two distal end portions the left flap Zfal and the right flap
Zfar of the cardboard box B conveyed thereto, and after
the front ends of the left flap Zfal and the right flap Zfar
come into contact with the distal end portions, the front
ends proceed along the left/right flap raising members
345, so the left flap Zfal and the right flap Zfar become
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scooped up and tilt inward closer to each other.

(4-3-2-2) Front Flap Folding Member 350

[0094] In FIG. 6A, the front flap folding member 350
has a first inclined surface 351, a second inclined surface
352, and a horizontal surface 353.
[0095] The first inclined surface 351 is a surface in-
clined about 50° upward with respect to a horizontal
plane. The second inclined surface 352 is a surface in-
clined about 15° upward with respect to a horizontal
plane. The lower end of the first inclined surface 351 is
connected to the upper end of the second inclined surface
352, and the lower end of the second inclined surface
352 is connected to one end of the horizontal surface 353.
[0096] In FIG. 6B, the front edge of the front flap Zfaa
of the cardboard box B comes into contact with the first
inclined surface 351 of the front flap folding member 350,
and the front edge of the front flap Zfaa is knocked down
backward (the direction of the white arrow in FIG. 6B).
[0097] When the cardboard box B is conveyed further,
the upper surface of the front flap Zfaa that has been
knocked down is knocked down further by the second
inclined surface 352. Thereafter, when the cardboard box
B is conveyed further, the upper surface of the front flap
Zfaa is knocked down until it becomes substantially hor-
izontal by the horizontal surface 353, and the folding of
the front flap Zfaa finishes.

(4-3-2-3) Side Surface Pushing Mechanism 355

[0098] FIG. 7A shows the region around the flap clos-
ing mechanism 340 just before the front flap Zfaa of the
cardboard box B comes into contact with the front flap
folding member 350. FIG. 7B shows the region around
the flap closing mechanism 340 when the front flap Zfaa
of the cardboard box B is being folded by the front flap
folding member 350.
[0099] When, in FIG. 7A and FIG. 7B, the front end of
the front flap Zfaa of the cardboard box B comes into
contact with the first inclined surface 351 of the front flap
folding member 350, there is the concern that the front
of the cardboard box B will be lifted up by the reaction
thereto.
[0100] Furthermore, when the front end of the front flap
Zfaa of the cardboard box B comes into contact with the
first inclined surface 351 of the front flap folding member
350, the conveyance of the cardboard box B becomes
braked, so there is also the concern that the back of the
cardboard box B will be lifted up.
[0101] Therefore, in the present embodiment, in order
to prevent uplift of the cardboard box B, a side surface
pushing mechanism that can push the side surface of
the cardboard box B that is on the invisible side in FIG.
7A and FIG. 7B is provided.
[0102] FIG. 7C is a perspective view of the region
around the side surface pushing mechanism 355. Fur-
thermore, FIG. 7D is a perspective view of the side sur-

face pushing mechanism.
[0103] In FIG. 7C and FIG. 7D, a guide plate 331 that
guides, along the discharge conveyor 330, the side sur-
face of the lower portion of the cardboard box B that flows
on the discharge conveyor 330 is provided on the side
of the discharge conveyor 330, and the side surface
pushing mechanism 355 is provided upstream of the
guide plate 331 in the conveyance direction.
[0104] The side surface pushing mechanism 355 in-
cludes a side surface pushing member 356, a side sur-
face pushing air cylinder 357, and support shaft guides
358. The side surface pushing member 356 has a friction
surface 356a. The friction surface 356a is normally po-
sitioned in the same plane as the guide plate 331.
[0105] The side surface pushing air cylinder 357 has
a piston 357a that is reciprocally moved by air pressure.
The piston 357a is coupled to the opposite side of the
friction surface 356a of the side surface pushing member
356 so that it can push out the friction surface 356a of
the side surface pushing member 356 onto the convey-
ance surface of the discharge conveyor 330.
[0106] The support shaft guides 358 each have a sup-
port shaft 358a and a bearing 358b. The support shafts
358a support the side surface pushing member 356 from
the opposite side of the friction surface 356a. The bear-
ings 358b guide the support shafts 358a along the moving
direction of the piston 357a of the side surface pushing
air cylinder 357. In the present embodiment, a total of
two support shaft guides 358 are disposed one each on
the left and right sides of the side surface pushing air
cylinder 357.
[0107] It is difficult to stabilize the posture of the side
surface pushing member 356 with just the piston 357a
of the side surface pushing air cylinder 357, so by having
the support shafts 358a of the support shaft guides 358
support the side surface pushing member 356 from both
sides of the piston 357a, the side surface pushing mem-
ber 356 can reciprocally move in a stable posture.
[0108] Furthermore, the side surface pushing mecha-
nism 355 not only has the role of preventing uplift of the
cardboard box B but also fulfills the function of preventing
the cardboard box B from sliding forward when the rear
flap is folded.
[0109] In the above configuration, when the cardboard
box B passes by the friction surface 356a of the side
surface pushing member 356, the controller 40 causes
the piston 357a of the side surface pushing air cylinder
357 to advance forward in the direction of the side surface
of the cardboard box B so that a predetermined force
acts with respect to the side surface pushing air cylinder
357.
[0110] The predetermined force is set to an extent that
does not hinder the conveyance of the cardboard box B
and to an extent that the front or the back of the cardboard
box B does not lift up, and about 20 N is preferred.
[0111] When the front flap Zfaa of the cardboard box
B is folded backward by the first inclined surface 351, the
side surface of the cardboard box B is away from the
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friction surface 356a of the side surface pushing member
356, so the controller 40 stops the supply of pressure to
the side surface pushing air cylinder 357.
[0112] It will be noted that in FIG. 7A to FIG. 7D a pos-
ture adjustment pushing mechanism 336 having the
same mechanism as the side surface pushing mecha-
nism 355 is disposed on the side of the discharge con-
veyor 330 and upstream of the side surface pushing
mechanism 355.
[0113] The posture adjustment pushing mechanism
336 pushes the side surface of the cardboard box B to
thereby force the posture of the cardboard box B that has
been rotated by 90° with the posture changing mecha-
nism 321 and placed on the discharge conveyor 330 into
a posture along the conveyance direction of the dis-
charge conveyor 330.

(4-3-2-4) Rear Flap Folding Member 360

[0114] In FIG. 6C, the rear flap folding member 360
folds the rear flap Zfab at the timing when the front flap
Zfaa of the cardboard box B moves under the horizontal
surface 353 of the front flap folding member 350.
[0115] The rear flap folding member 360 is a member
that is swung by an air cylinder 365. The rear flap folding
member 360 has a hold-down plate 360a that is bent in
a triangular shape and a transmission rod 360b that trans-
mits the displacement of a piston of the air cylinder 365
to the hold-down plate 360a.
[0116] When the controller 40 has judged that the front
flap Zfaa of the cardboard box B has moved under the
horizontal surface 353 of the front flap folding member
350, the controller 40 drives the air cylinder 365 to thereby
cause the hold-down plate 360a to swing in a clockwise
direction in the front view of FIG. 6C.
[0117] As shown in FIG. 7B, the hold-down plate 360a
swings while holding down the upper surface of the rear
flap Zfab. When the hold-down plate 360a has swung
90°, the rear flap Zfab becomes folded substantially hor-
izontally.

(4-3-2-5) Left/Right Flap Folding Members 370

[0118] As shown in FIG. 6A, FIG. 6B, and FIG. 6C, the
left/right flap folding members 370 each have a folding
bar 370a and two arms 370b. The folding bar 370a stands
by in a higher position than the horizontal surface 353 of
the front flap folding member 350.
[0119] One end of each arm 370b is coupled to the
folding bar 370a. Furthermore, the arms 370b extend in
such a way as to intersect the longitudinal direction of
the folding bar 370a and to a higher position than the
folding bar 370a. The other ends of the arms 370b are
connected to a crankshaft 377 that is operated by a fold-
ing air cylinder 375.
[0120] In reality, the left/right flap folding members 370
are disposed on the near side and the far side in the front
views of FIG. 6A, FIG. 6B, and FIG. 6C and stand by with

the leading ends of the folding bars 370a pointing upward
and more outward than the trailing ends. That is, one
folding bar 370a corresponds to each of the left flap Zfal
and the right flap Zfar.
[0121] Furthermore, FIG. 8 is a front view of the region
around the flap closing mechanism 340 when the left flap
Zfal of the cardboard box B is contacting the folding bar
370a. In FIG. 8, the longitudinal direction of the folding
bar 370a is inclined with respect to the conveyance di-
rection of the cardboard box B, so the front-side front
edges of the left flap Zfal and the right flap Zfar come into
contact with the folding bars 370a before any other part
of the left flap Zfal and the right flap Zfar. It will be noted
that the angle of inclination of the longitudinal direction
of the folding bars 370a with respect to the conveyance
direction is within the range of 3° to 60°, but preferably
is 30°.
[0122] Around substantially the same time as when the
front edges of the left flap Zfal and the right flap Zfar of
the cardboard box B come into contact with the left/right
flap folding members 370, the controller 40 operates the
folding air cylinder 375 to thereby cause the folding bars
370a to descend while revolving. The folding bars 370a
are inclined with respect to the conveyance direction also
when they descend while revolving.
[0123] In FIG. 6D, when the folding bars 370a descend
to a lowest point, the folding bars 370a become substan-
tially horizontal as viewed in the front view of FIG. 6D
and so can reliably fold the left flap Zfal and the right flap
Zfar.
[0124] FIG. 9 is a perspective view of the left/right flap
folding members 370 when the folding bars 370a have
descended to the lowest point, and FIG. 9 shows the
left/right flap folding members 370 viewed from the op-
posite direction of the front view of FIG. 8. In FIG. 9, a
leading end of a piston 376 of the folding air cylinder 375
is coupled to end portions of the crankshafts 377.
[0125] The folding bars 370a are coupled to the crank-
shafts 377 via the arms 370b, so when the piston 376
reciprocally moves through a total stroke, the crankshafts
377 turn and the folding bars 370a revolvingly operate.
[0126] A first sensor 375a and a second sensor 375b
that detect the position of the piston 376 are attached to
the folding air cylinder 375. The first sensor 375a is at-
tached to the end portion of the folding air cylinder 375
on the piston 376 forward side, and the second sensor
375b is attached to the end portion of the folding air cyl-
inder 375 on the piston 376 return side.
[0127] The first sensor 375a and the second sensor
375b switch on in response to a magnet attached before-
hand to the piston 376 and output a Lo signal to the con-
troller 40, and the first sensor 375a and the second sen-
sor 375b switch off when they no longer respond to the
magnet and output a Hi signal to the controller 40.
[0128] Consequently, the controller 40 can judge that
the piston 376 has reached the terminal end of the for-
ward stroke when the first sensor 375a switches on, and
the controller 40 can judge that the piston 376 has
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reached the terminal end of the return stroke when the
second sensor 375b switches on. FIG. 9 shows a state
in which the piston 376 has reached the terminal end of
the forward stroke, and the folding bars 370a have de-
scended to the lowest point and are exactly in the state
in FIG. 6D.
[0129] According to the left/right flap folding members
370, the folding bars 370a can gradually fold the left flap
Zfal and the right flap Zfar from the front-side front edges
of the left flap Zfal and the right flap Zfar in the conveyance
direction to the rear sides, so the left flap Zfal and the
right flap Zfar are reliably folded along the "fold lines"
provided beforehand at their bases.

(4-3-3) Tape Applicator 380

[0130] The openings of the cardboard boxes B are
closed as a result of the front flap Zfaa, the rear flap Zfab,
the left flap Zfal, and the right flap Zfar being folded and
are sealed by the tape applicator 380. The tape applicator
380 is installed near the discharge position on the con-
veyance path of the cardboard boxes B, and taping is
performed before the cardboard boxes B reach the dis-
charge position.
[0131] The tape applicator 380 guides, along the con-
veyance direction, the upper portions of both width direc-
tion side surfaces of the cardboard boxes B while apply-
ing tape to the cardboard boxes B.

(4-3-3-1) Guide Member 390

[0132] FIG. 10 is a perspective view of a guide member
390 and shows the tape applicator 380 of FIG. 8 as
viewed from a direction looking up at the tape applicator
380 from below. In FIG. 10, the guide member 390 is
located on the bottom portion of the tape applicator and
has a pair of guide plates (391, 392) whose intervening
distance can be changed.
[0133] One of the pair of guide plates will be called a
first guide plate 391 and the other guide plate will be
called a second guide plate 392. The first guide plate 391
and the second guide plate 392 are symmetrical with
respect to a vertical plane parallel to the conveyance di-
rection. End portions of the first guide plate 391 and the
second guide plate 392 on the side that receives the card-
board boxes B conveyed thereto are inclined surfaces
that widen outward heading closer to the ends, but except
for those the first guide plate 391 and the second guide
plate 392 are flat surfaces parallel to the conveyance
direction of the cardboard boxes B.

(4-3-3-2) Adjustment of Distance in Guide Member 390

[0134] The first guide plate 391 is connected to a ball
screw 393 via a first block 391a. In the same way, the
second guide plate 392 is connected to the ball screw
393 via a second block 392a. The first block 391a and
the second block 392a are both screwed to the ball screw

393.
[0135] A portion 393a of the ball screw 393 screwed
to the first block 391a and a portion 393b of the ball screw
393 screwed to the second block 392a have opposite
thread cut directions. Consequently, when the ball screw
393 rotates in one direction, the first block 391a and the
second block 392a move in parallel in directions toward
each other so that the distance between the first guide
plate 391 and the second guide plate 392 decreases.
When the ball screw 393 rotates in the opposite direction,
the first block 391a and the second block 392a move in
parallel in directions away from each other so that the
distance between the first guide plate 391 and the second
guide plate 392 increases.
[0136] One end of the ball screw 393 is connected to
a stepping motor 395. In the present embodiment, when
the ball screw 393 rotates in the clockwise direction as
viewed from the stepping motor 395, the distance be-
tween the first guide plate 391 and the second guide plate
392 decreases, and when the ball screw 393 rotates in
the counter-clockwise direction, the distance between
the first guide plate 391 and the second guide plate 392
increases.
[0137] The controller 40 reads the width dimension of
the cardboard boxes B from cardboard box size input
data when production starts or when products are
switched and causes the stepping motor 395 to rotate to
thereby automatically adjust the distance between the
first guide plate 391 and the second guide plate 392.

(5) Control

[0138] Up to now the configurations of each part of the
packing system have been described together with their
operations, but here control of raising and lowering of the
second aligning conveyor 222, control when there is a
sensor malfunction in an air cylinder, and control when
there is a malfunction of an origin position sensor of the
stepping motor, which perform operations that are spe-
cial among those, will be described.

(5-1) Control of Raising and Lowering of Second Aligning 
Conveyor 222

[0139] FIG. 11 is a timing chart showing the operations
of the first aligning conveyor 221, the second aligning
conveyor 222, and the third aligning conveyor 223. Be-
low, the timing when the second aligning conveyor 222
is raised and lowered will be described with reference to
FIG. 4A to FIG. 4G and FIG. 11.
[0140] First, in FIG. 4A to FIG. 4C and FIG. 11, the first
aligning conveyor 221 performs an intermittent convey-
ance at pitch L each time one to four products G of a first
group of products lands on the first aligning conveyor 221.
[0141] The second aligning conveyor 222 starts an in-
termittent operation at the same time as the third inter-
mittent conveyance by the first aligning conveyor 221
when the third product G lands on the first aligning con-
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veyor 221.
[0142] This is because, as shown in FIG. 4A, the prod-
uct G that landed first on the first aligning conveyor 221
is starting to move onto the upstream end 222a of the
second aligning conveyor 222, so by also causing the
second aligning conveyor 222 to intermittently convey at
pitch L at the same time, the product G is received onto
the second aligning conveyor 222.
[0143] Consequently, at the time in point when the
fourth product G lands on the first aligning conveyor 221
and there are a fourth intermittent conveyance by the first
aligning conveyor 221 and a second intermittent convey-
ance by the second aligning conveyor 222, at least the
product G at the front has moved onto the second aligning
conveyor 222, and the third and fourth products G are
on the first aligning conveyor 221.
[0144] Then, after the fifth product G lands on the first
aligning conveyor 221, the first aligning conveyor 221
conveys at pitch La, which is greater than pitch L. This
is a conveyance amount needed to transfer to the second
aligning conveyor 222 the third and fourth products G
that have already landed on the first aligning conveyor
221 and the fifth product G that has just landed.
[0145] After ending the intermittent conveyance at
pitch La, the first aligning conveyor 221 receives a second
group of products G and starts the intermittent convey-
ance at pitch L.
[0146] The second aligning conveyor 222 starts an in-
termittent conveying operation at a long pitch Lb at the
same time as when the first aligning conveyor 221 starts
the intermittent conveyance at pitch La. The upstream
end 222a of the second aligning conveyor 222 is lowered
in the middle of this intermittent operation at the long pitch
Lb and at the same time as when the first aligning con-
veyor 221 ends the intermittent conveyance at pitch La
(see FIG. 4D).
[0147] The reason the upstream end 222a of the sec-
ond aligning conveyor 222 is lowered in this way is, the
first product G of the second group that has already land-
ed on the first aligning conveyor 221 is moving closer to
the upstream end 222a of the second aligning conveyor
222, and if the upstream end 222a is not lowered the first
product G of the second group will be pulled onto the
second aligning conveyor 222 that is conveying the first
group of products G.
[0148] Then, at the point in time when the second prod-
uct G of the second group lands on the first aligning con-
veyor 221 and the intermittent conveyance at pitch L fin-
ishes, the first group of products G is being transferred
from the second aligning conveyor 222 to the third align-
ing conveyor 223 and the first group of products G is
being switched to the standing state by the stand-up con-
veyor 231 on the third aligning conveyor 223, so there
are no products G on the second aligning conveyor 222,
and the second aligning conveyor 222 can receive the
second group of products G from the first aligning con-
veyor 221. For that reason, the upstream end 222a of
the second aligning conveyor 222 is raised and returned

to its original position (see FIG. 4G).
[0149] It will be noted that the intermittent conveyance
at the long pitch Lb by the second aligning conveyor 222
finishes by the time the second product G of the second
group lands on the first aligning conveyor 221 and the
intermittent conveyance at pitch L finishes and the third
product G lands.
[0150] The third aligning conveyor 223 starts an inter-
mittent conveying operation at a long pitch Lc at the same
time as when the first aligning conveyor 221 starts the
intermittent conveyance at pitch La. The third aligning
conveyor 223 finishes the intermittent conveyance at the
long pitch Lc by the time the third product G of the second
group lands on the first aligning conveyor 221 and the
intermittent conveyance at pitch L finishes and the fourth
product G lands.
[0151] During the time period of the intermittent con-
veyance at the long pitch Lc, the first to fifth products G
of the first group finish aligning on the conveyance sur-
face of the third aligning conveyor 223, and their insertion
into the cardboard box B finishes.

(5-2) Control When There Is a Sensor Malfunction in Air 
Cylinder 375

[0152] The packing system 1 has plural air cylinders
as actuators, and sensors for detecting the positions of
pistons are attached to each air cylinder. If a position
detection sensor on any one air cylinder of the plural air
cylinders fails, the entire packing system 1 is stopped
and the sensor is replaced.
[0153] Consequently, if production is stopped until re-
placement of the sensor is finished and by chance the
sensor is out of stock, the time in which the packing sys-
tem 1 is stopped becomes prolonged and productivity
significantly drops. In order to avoid such a situation, in
the present embodiment the necessary operating time
of each air cylinder is stored beforehand and even if a
sensor fails the operating time is controlled by a timer,
so that the operation of the packing system can be con-
tinued for a certain period of time.
[0154] Control when there is a position detection sen-
sor malfunction will be described below with reference
to flowcharts. Here, a case where either of the first sensor
375a and the second sensor 375b of the folding air cyl-
inder 375 described in the section titled "(4-3-2-5)
Left/Right Flap Folding Members 370" has failed will be
described.
[0155] FIG. 12A and FIG. 12B are control flowcharts
when there is a sensor malfunction. FIG. 12A shows a
flow from step S1 to step S6, and FIG. 12B shows a flow
from step S11 to step S15.

(5-2-1) Description of Flow in FIG. 12A

(Step S1)

[0156] In FIG. 12A, the controller 40 determines wheth-
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er or not there is a command to operate the folding air
cylinder 375 in step S1. When there is an operation com-
mand, the controller 40 proceeds to step S2.

(Step S2)

[0157] Next, the controller 40 operates the folding air
cylinder 375 in step S2. Then, the controller 40 proceeds
to step S3.

(Step S3)

[0158] Next, the controller 40 counts an operating time
t of the folding air cylinder 375 in step S3. Then, the con-
troller 40 proceeds to step S4.

(Step S4)

[0159] Next, the controller 40 determines whether or
not there is a detection signal from the first sensor 375a
or the second sensor 375b in step S4. As described in
the section titled "(4-3-2-5) Left/Right Flap Folding Mem-
bers 370", when the first sensor 375a switches on, the
controller 40 can judge that the piston 376 of the air cyl-
inder 375 has reached the terminal end of the forward
stroke, and when the second sensor 375b switches on,
the controller 40 can judge that the piston 376 has
reached the terminal end of the return stroke.
[0160] Consequently, when there is a detection signal
from the first sensor 375a or the second sensor 375b,
the controller 40 proceeds to step S5.

(Step S5)

[0161] The controller 40 stops the operation of the air
cylinder in step S5.

(Step S6)

[0162] When there is no detection signal from the first
sensor 375a or the second sensor 375b in the previous
step S4, the controller 40 proceeds to step S6 and de-
termines whether or not the operating time t has reached
a predetermined amount of time ta.
[0163] Here, the predetermined amount of time ta is
the necessary operating time, which comprises the de-
sign value of the operating time of the folding air cylinder
375 and error added thereto. The predetermined amount
of time ta is stored in a memory 401 (see FIG. 13) built
into the controller 40. The necessary operating time com-
prising the design value of the operating time of the fold-
ing air cylinder and error added thereto is ta = t1 in the
forward stroke and ta = t2 in the return stroke.
[0164] Consequently, when t ≥ t1 in a case where the
folding air cylinder 375 operated in the forward stroke, or
when t ≥ t2 in a case where the folding air cylinder 375
operated in the return stroke, the controller 40 proceeds
to step S11.

(5-2-2) Description of Flow in FIG. 12B

(Step S11)

[0165] In FIG. 12B, the controller 40 temporarily stops
the operation of the packing system 1 in step S11. This
is because the controller 40 judged previously in step S6
that there is a sensor malfunction because it did not re-
ceive a detection signal from the first sensor 375a or the
second sensor 375b even though the operating time t
reached the predetermined amount of time ta.

(Step S12)

[0166] The controller 40 performs a sensor malfunction
display to notify the operator of the packing system 1 that
there is a malfunction. If the packing system 1 has a dis-
play for display, the controller 40 displays the notification
on the screen of the display. The controller 40 can also
notify the operator using an alarm or an audio message,
for example.

(Step S13)

[0167] Next, the controller 40 performs a switch to timer
control confirmation. Specifically, the controller 40 asks,
via a display 400 for display (see FIG. 13), the operator
of the packing system 1 whether or not to perform a switch
to timer control.

(Step S14)

[0168] Next, the controller 40 determines whether or
not there is a confirmation to switch to timer control. When
there is a confirmation to switch to timer control, the con-
troller 40 proceeds to step S15, and when there is not a
confirmation to switch to timer control, the controller 40
continues the determination. The controller 40 can, for
example, have a configuration where the operator con-
firms the switch to timer control by touching a confirma-
tion button displayed on the screen of the display 400 for
display.

(Step S15)

[0169] In step S15 the controller 40 controls the oper-
ation of the forward stroke and the return stroke of the
folding air cylinder 375 on the basis of the necessary
operating time stored beforehand, without relying on the
detection signal from the first sensor 375a or the second
sensor 375b.
[0170] According to the above-described control, the
operation of the air cylinder can be controlled by a timer,
and the operation of the packing system 1 can be con-
tinued while ignoring the signals from the position detec-
tion sensors.
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(5-3) Control When There is a Malfunction of Origin Po-
sition Sensor of Stepping Motor

[0171] Control to operate and stop the actuators such
as the folding air cylinder 375 can be performed using
the necessary operating time stored beforehand, but us-
ing the operating time to control an actuator whose me-
chanical destructive power is large, such as a motor, is
dangerous.
[0172] For example, in the case of a stepping motor
whose position, for example, is decided by sensor de-
tection, the necessary rotational amount can be output
as a result of predetermined pulses being input, and when
combined with an origin position sensor, by controlling
the number of pulses input after detecting the position
detection signal of the origin position sensor, a movable
member coupled to the stepping motor can be moved to
the intended position.
[0173] However, in a case where the origin position
sensor has failed in a mechanism driven by the stepping
motor, productivity significantly drops because the pack-
ing system 1 becomes shut down until the failed origin
position sensor is replaced with a normal origin position
sensor.
[0174] Meanwhile, in the stepping motor-driven mech-
anism, if its position is set once, there is no need to reset
the position until the next product switching, so there are
also circumstances where it is alright for the operator to
manually set the position.
[0175] Therefore, in the present embodiment, control
when there is a malfunction of the origin position sensor
of the stepping motor as a stop-gap measure will be spe-
cifically described with reference to the drawings.
[0176] FIG. 13 is a control block diagram of an actuator
such as the stepping motor 395 shown in FIG. 10. In FIG.
13, various sensors such as an origin position sensor
395a of the ball screw 393 driven by the stepping motor
395 are connected to the controller 40.
[0177] As mentioned in the section titled "(4-3-3-2) Ad-
justment of Distance in Guide Member 390" which has
already been described, when the ball screw 393 rotates
in the clockwise direction as viewed from the stepping
motor 395, the distance between the first guide plate 391
and the second guide plate 392 decreases, and when
the ball screw 393 rotates in the counter-clockwise direc-
tion, the distance between the first guide plate 391 and
the second guide plate 392 increases.
[0178] In the memory 401 is stored the relationship be-
tween the rotational amount (number of input pulses) of
the stepping motor 395 from an origin position and the
distance between the first guide plate 391 and the second
guide plate 392, and the controller 40 reads the width
dimension of the cardboard boxes B from cardboard box
size input data when production starts or when products
are switched and causes the stepping motor 395 to rotate
to thereby automatically adjust the distance between the
first guide plate 391 and the second guide plate 392.
[0179] When a determination unit 402 determines that

the origin position sensor 395a is malfunctioning, a mode
switching unit 403 displays that the origin position sensor
395a is malfunctioning on the display 400 serving as a
display unit, and preferably displays an indication that
"The auto mode for adjusting the distance between the
first guide plate 391 and the second guide plate 392 is
inexecutable" and performs a display that asks "Would
you like to manually adjust the distance between the first
guide plate 391 and the second guide plate 392?"
[0180] It will be noted that as a specific example of the
determination unit 402 determining that the origin posi-
tion sensor 395a is malfunctioning, the determination unit
402 determines that the origin position sensor 395a is
malfunctioning in a case where the position signal that
should be detected is not being output from the origin
position sensor 395a even though sufficient pulses are
being input to the stepping motor 395.
[0181] In a case where the operator is able to soon
replace the origin position sensor 395a, it suffices for the
operator to replace the origin position sensor 395a with
a normal origin position sensor 395a, without confirming
the switch to the manual mode, and allow the auto mode
to adjust the distance between the first guide plate 391
and the second guide plate 392.
[0182] On the other hand, in a case where the origin
position sensor 395a is out of stock and it will take time
to order another one, as a stop-gap measure until then
the operator selects the manual mode, in which the op-
erator manually performs the adjustment of the distance
between the first guide plate 391 and the second guide
plate 392, presses the confirmation button displayed on
the screen of the display 400, and confirms the switch to
the manual mode.
[0183] Because of this, even if the origin position sen-
sor 395a of the ball screw 393 fails, by switching the
adjustment of the distance between the first guide plate
391 and the second guide plate 392 to the manual mode,
the operation of the packing system 1 can be continued
while ignoring the signal of the origin position sensor
395a.

(6) Example Modifications

[0184] Here, example modifications that could not be
described in the above embodiment and in which just
some configurations are changed will be described.
[0185] In the above section titled "(4-3-2-3) Side Sur-
face Pushing Mechanism 355" there was described em-
ploying a configuration where the friction surface 356a
of the side surface pushing member 356 pushes the side
surface of the cardboard box B so that the friction surface
356a and the side surface of the cardboard box B rub
against each other.
[0186] However, because the function of the side sur-
face pushing mechanism 355 is preventing uplift of the
front or back of the cardboard box B, that function can
also be realized by another configuration.
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(6-1)

[0187] For example, the side surface of the cardboard
box B can also be pushed by a rotatable roller instead of
the friction surface 356a.
[0188] If the rotating shaft of the roller is vertically set,
the roller rotates as a result of rubbing against the side
surface of the cardboard box B, so the side surface of
the cardboard box B being conveyed can be inhibited
from being scratched.

(6-2)

[0189] Furthermore, by configuring the friction surface
356a to move in the conveyance direction of the card-
board box B, the friction surface 356a moves together
with the cardboard box B while holding down the side
surface of the cardboard box B, so the friction surface
356a is inhibited from rubbing against the side surface
of the cardboard box B and the side surface of the card-
board box B being conveyed can be inhibited from being
scratched.

(7) Characteristics of the Embodiment

(7-1)

[0190] In the packing system 1, the cardboard box han-
dling area DHA and the product handling area GHA can
be completely separated from each other, so it becomes
easy to organize the layout and the layout can be
changed in conformity to production realities, which also
contributes to inhibiting an increase in the installation ar-
ea of the packing system 1 overall.

(7-2)

[0191] In the packing system 1, the cardboard box pre-
cursors Z that are case forming sheets are arranged and
accommodated in such a way that their openings face
up when the cardboard box precursors Z are opened,
and thus the height of the cardboard box precursors Z
stocked in the box precursor accommodating unit 11 is
unchanging regardless of the stock quantity, so basically
there is no need to limit the quantity of cardboard box
precursors Z accommodated, and even when the card-
board box precursors Z are restocked, the cardboard box
precursors Z just extend backward a length equal to the
thickness dimension of the cardboard box precursors Z
multiplied by the restock quantity.

(7-3)

[0192] In the packing system 1, the cardboard boxes
B switch to a posture in which they open toward the con-
veyance direction, so by supplying the products toward
the openings of the cardboard boxes B, the products G
can be loaded sideways into the cardboard boxes B.

(7-4)

[0193] By giving the packing system 1 a hierarchical
line configuration where, for example, the case forming
unit 12 is positioned on the second level and the case
sealing unit 33 is positioned on the first level, the instal-
lation area of the cardboard box handling area DHA can
be reduced.

(7-5)

[0194] In the packing system 1, the case forming unit
12, the first posture changing unit 13, the product receiv-
ing unit 31, the second posture changing unit 32, and the
case sealing unit 33 are supported by the common frame
10, so the packing system 1 is an all-in-one machine,
has a small footprint, and also has a good visual appear-
ance.

REFERENCE SIGNS LIST

[0195]

1 Packing System (Case Forming, Packing, and
Sealing Apparatus)

10 Frame
11 Box Precursor Accommodating Unit (Accommo-

dating Unit)
12 Case Forming Unit
13 First Posture Changing Unit
22 Product Aligning Unit
23 Product Inserting Unit
33 Case Sealing Unit
DHA Cardboard Box Handling Area
GHA Product Handling Area
G Products
Z Cardboard Box Precursors (Case Forming

Sheets)

[0196] Further embodiments:

1. A case forming, packing, and sealing apparatus
comprising:

a cardboard box handling area where case form-
ing sheets including flatly collapsed cardboard
boxes are erected into boxes that has openings
which open in one direction, products are re-
ceived into the boxes, and thereafter the open-
ings are closed and sealed; and
a product handling area where plural products
are aligned and a predetermined quantity of the
products are pushed in an accumulated state
through the openings into the boxes,
wherein the cardboard box handling area and
the product handling area are interconnected in
a state in which they are mutually independently
separable.
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2. The case forming, packing, and sealing apparatus
according to embodiment 1, wherein
the cardboard box handling area has
an accommodating unit where the case forming
sheets are arranged and accommodated such that
openings face up when the case forming sheets are
opened,
a case forming unit that moves the case forming
sheets upward one at a time, opens the case forming
sheets into a square tubular shape, and thereafter
closes bottom sides of the opened case forming
sheets to form boxes that open upward,
a first posture changing unit that changes a posture
of the boxes to a first posture in which the openings
of the boxes face the product handling area,
a product receiving unit that lowers the boxes in the
first posture and receives the products into the box-
es,
a second posture changing unit that changes the
posture of the boxes so that the openings of the box-
es in the first posture face up, and
a case sealing unit that closes and seals the open-
ings of the boxes.

3. The case forming, packing, and sealing apparatus
according to embodiment 2, wherein
the first posture changing unit rotates the boxes by
90° in a conveyance direction.

4. The case forming, packing, and sealing apparatus
according to embodiment 2, wherein
a conveyance direction when the case forming unit
forms the boxes and a conveyance direction when
the case sealing unit seals the openings of the boxes
are mutually opposite directions.

5. The case forming, packing, and sealing apparatus
according to embodiment 2, wherein
the product handling area has
a product aligning unit that conveys the products in
front of the boxes lowered in the first posture while
performing an accumulating operation that aligns the
products such that parts of each of the products lie
on top of parts of adjacent products in a thickness
direction and
a product inserting unit that pushes the products that
have been accumulated into the boxes in the first
posture.

6. The case forming, packing, and sealing apparatus
according to any one of embodiment 2 to embodi-
ment 5, wherein
the case forming unit, the first posture changing unit,
the product receiving unit, the second posture
changing unit, and the case sealing unit are support-
ed by a common frame.

Claims

1. A case forming, packing, and sealing apparatus
comprising:

a cardboard box handling area where case form-
ing sheets including flatly collapsed cardboard
boxes are erected into boxes that has openings
which open in one direction, products are re-
ceived into the boxes, and thereafter the open-
ings are closed and sealed; and
a product handling area where plural products
are aligned and a predetermined quantity of the
products are pushed in an accumulated state
through the openings into the boxes;
wherein the cardboard box handling area has
a case forming unit that moves the case forming
sheets upward one at a time, opens the case
forming sheets into a square tubular shape, and
thereafter closes bottom sides of the opened
case forming sheets to form boxes that open
upward,
an accommodating unit where the case forming
sheets are arranged and accommodated such
that openings are opened face up when the case
forming sheets are opened by the case forming
unit,
a first posture changing unit that changes a pos-
ture of the boxes to a first posture in which the
openings of the boxes face the product handling
area,
a product receiving unit that lowers the boxes in
the first posture and receives then products into
the boxes,
a second posture changing unit that changes
the posture of the boxes so that the openings of
the boxes in the first posture face up, and
a case sealing unit that closes and seals the
openings of the boxes.

2. The case forming, packing, and sealing apparatus
according to claim 1, wherein the first posture chang-
ing unit rotates the boxes by 90° in a conveyance
direction.

3. The case forming, packing, and sealing apparatus
according to claim 1, wherein a conveyance direction
when the case forming unit forms the boxes and a
conveyance direction when the case sealing unit
seals the openings of the boxes are mutually oppo-
site directions.

4. The case forming, packing, and sealing apparatus
according to claim 1, wherein the product handling
area has
a product aligning unit that conveys the products in
front of the boxes lowered in the first posture while
performing an accumulating operation that aligns the
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products such that parts of each of the products lie
on top of parts of adjacent products in a thickness
direction and
a product inserting unit that pushes the products that
have been accumulated into the boxes in the first
posture.

5. The case forming, packing, and sealing apparatus
according to any one of claim 1 to claim 4, wherein
the case forming unit, the first posture changing unit,
the product receiving unit, the second posture
changing unit, and the case sealing unit are support-
ed by a common frame.
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