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ABSTRACT OF THE DISCLOSURE 

A tubular sleeve is held open at a packaging station 
and an endless belt is packaged therein by providing an 
actuator having a rod which is supported for reciprocating 
movements in a substantially rectilinear path and the rod 
has hook means at its terminal end which is adapted to 
engage the endless belt. The actuator operates to extend 
its rod through the open sleeve enabling hooking the belt 
on the hook means and then retracts the rod to pull the 
belt the required distance through the sleeve. 

BACKGROUND OF THE INVENTION 
Endless belt-like articles such as V-belts which are 

made of elastomeric materials, for example, are packaged 
in numerous ways for transportation, storage, and display 
for sale. One technique which is employed is to provide a 
sleeve-like wrapper which is placed around the V-belt and 
serves to con?ne opposed sides of such belt so that it 
assumes a substantially oval con?guration of narrow width 
and substantial length whereby the V-belt occupies a 
smaller amount of space and may be hooked on an asso 
ciated hook for display with the sleeve-like wrapper pro 
viding identi?cation, pricing, advertising, etc. Heretofore, 
most V-belts have been packaged by hand by either hold 
ing a sleeve open and then pushing an associated V-belt 
therethrough while holding the belt compressed in an ob 
long con?guration or holding the V-belt compressed and 
then forming a sleeve therearound by fastening together 
opposite ends of a rectangular sheet whereby these tech 
niques are time consuming and add to the overall cost of 
each V-belt which is packaged by hand. 

SUMMARY 
This invent-ion provides an improved apparatus for and 

method of packaging V-belts which enables substantially 
automatic packaging in an ef?cient high speed manner by 
utilizing an actuator comprising a rod which is supported 
for reciprocating movement in a rectilinear path at a pack 
aging station. The rod has hook means provided at its 
terminal end portion and the actuator operates to extend 
its rod through the preformed sleeve which is held open at 
the packaging station enabling hooking of an associated 
belt on the hook means. The actuator then retracts such 
rod to pull the associated belt the required distance 
through the sleeve. 

Other details, uses, and advantages of this invention 
will become apparent as the following description of the 
exemplary embodiments thereof presented in the accom 
panying drawings proceeds. 

‘BRIEF DESCRIPTION OF THE DRAWINGS 

The accompanying drawings show present exemplary 
embodiments of this invention, in which 
FIG. 1 is a perspective view with certain parts shown 

schematically and other parts broken away illustrating one 
exemplary embodiment of the apparatus and method of 
this invention; . 

FIG. 2 is a view with parts in elevation and parts 
broken away particularly illustrating the action of holding 
means or members in moving flattened sleeves from an 
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associated rack assembly at a sleeve infeed station and 
the manner in which a set of holding members cooperate 
with cam means at a packaging station to erect or open 
an associated preassembled sleeve to enable insertion of 
a belt therein; 

FIG. 3 is a fragmentary perspective view particularly 
illustrating a cam device used to automatically release a 
belt once it has been inserted in an associated sleeve and 
showing the action of an inclined cam surface on such. 
device at the beginning of the camming movement; 
FIG. 4 is a fragmentary view particularly illustrating 

the action of the cam device during the ?nal increment of 
the retracting movement of the rod where belt release takes 
place; and 
FIG. 5 is a fragmentary perspective view illustrating an 

apparatus which may be used to automatically feed belts 
at the packaging station. 

DESCRIPTION OF ILLUSTRATED 
EMBODIMENTS 

Reference is now made to FIG. 1 of the drawings which 
illustrates one exemplary embodiment of the apparatus 
and method of this invention which is designated generally 
by the reference numeral 10. The apparatus 10' com 
prises a supporting structure 11 which has a pair of sub 
stantially identical sprocket wheel assembiles 12 mounted 
at opposite ends thereof and each assembly 12 has a shaft 
13 which is supported for rotation in suitable antifriction 
bearings provided on the supporting structure 11 and has 
a pair of parallel spaced apart sprocket wheels ?xed to 
the shaft 13 in spaced parallel relation. The sprocket wheel 
assembly 12 at one end of the apparatus 10, shown at the 
right end in FIG. 1, will be referred to as a driving assem 
bly and has an extension shaft portion 14 extending from 
its shaft 13 which is operatively connected to a drive 
mechanism 15 which will be described subsequently. 
The apparatus 10 has an endless conveyor in the form 

of a chain conveyor assembly 16 comprised of two endless 
chain conveyors 17 and each chain conveyor 17 is inter 
meshed with teeth provided on associated sprocket wheels 
12A of the Wheel assemblies 12 supported at opposite 
ends of the structure 11. Thus, upon driving the driving 
sprocket wheel assembly 12 with the drive mechanism 15 
the chain conveyors 17 are moved in an endless path. 
The apparatus 10 has a plurality of sets of holding 

members pivotally supported on the endless conveyor 16 
and each set is designated generally by the reference 
numeral 20. Each set 20 of holding members of this 
example is comprised of a pair of forward members 21 
and a pair of rear members 22, see FIG. 2, and each 
member 21 and 22 is supported for pivoting movement 
on an associated endless chain conveyor 17 and in this 
example each forward member 21 is pivotally supported 
by a support or pivot pin 23 and each rear member is 
pivotally supported by a support pin 24. 
The members 21 and 22 also have lower surfaces 25 

and 26 respectively which are adapted to engage an asso 
ciated top control surface 27 of an associated member 
of a pair of members 30 which are suitably supported by 
the structural portion 11 of the apparatus 10 so that the 
members 21 and 22 carried by one chain conveyor 17 
engage surface 27 of one member 30 and the members 21 
and 22 carried by the other conveyor 17 engage surface 
27 of the other member 30. Although in this example a 
pair of substantially identical spaced members 30 are pro 
vided with each member having a comparatively narrow 
top control surface 27, it will be appreciated that in some 
applications of this invention a single wide member may 
be provided which has a comparatively wide top control 
surface 27 which is engaged by the members 21 and 22 
carried by both conveyors 17. As the drive mechanism 
15 drives the endless chain conveyors 17 the members 
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21 and 22 are pivoted about their associated support pins 
by control surfaces 27 to provide precise positioning of 
such members. 
The apparatus 10 has a sleeve infeed station indicated 

at 31, a printing station indicated at 32, a drying station 
indicated at 33, and a packaging station indicated at 34 
wherein preassembled sleeve-like members or sleeves 35 
are introduced into the apparatus at the infeed station 31 
in a ?attened condition, printed at the printing station 32, 
and such printing is dried at the drying station 33. After 
each sleeve 35 leaves the drying station 33 a set 20 of 
holding members operatively engages the ?attened sleeve 
and serves to erect or expand such sleeve at the packaging 
station 34 to enable packaging or insertion of a belt-like 
article in the form of a V-belt 36 therein in a manner 
to be described in more detail subsequently. 
The ?attened tubular sleeves 35 are supported in a 

rack assembly 37 at the infeed station 31 and the control 
surfaces 27 engage the lower surfaces 26 of the rear 
members 22 during movement thereof by their chain 
conveyors 17 causing pivoting movement of members 22 
so that the top portion 40 of each rear member 22 en 
gages a lowermost ?attened sleeve as indicated at 41 in 
FIG. 2 and removes it from the rack assembly 37 by 
sliding it away from the bottom of the stack of sleeves 35. 
The control surface 27 then continues to control the posi 
tioning of the top portion 40 of the rear lugs 22 so that 
each ?attened carton is carried on the top surfaces of 
the endless chain conveyors 17 along the apparatus 10. 
As each ?attened sleeve is moved by the conveyor as 

sembly 16 toward the printing station 32 it energizes a 
switch assembly shown as an electrical switch 42 which 
activates the circuit to a printing device or printer 43 
provided at the printing station 32. The movement pro 
vided by the drive mechanism 15 is an indexing movement 
so that each ?attened sleeve is moved from its rack as 
sembly and stops beneath the printer 43 at the printing 
station 42. The printer 43 is a conventional printer having 
a vertically reciprocating printing platen which is moved 
from an upper position downwardly against the top sur 
face of an associated ?attened sleeve 35 positioned there 
under and prints the top surface thereof in a known man 
ner. Once the printing has been achieved, the platen is 
automatically retracted to its upper position and the drive 
mechanism 15 drives the conveyor assembly 16 to move 
the printed sleeve 35 toward the drying station 33. 
Any suitable drying means may be used to dry the wet 

ink on each sleeve 35 and in this example a drying hood 
44 is shown and such hood may use any suitable heating 
means such as heated air which is circulated therethrough 
and over the printed surface of the printed sleeve 35 or 
such hood may use electrical heating elements, or the 
like. The movement of each printed sleeve by conveyor 
assembly 16 to provide drying thereof may be such that 
the printed sleeve is indexed into the drying hood 44 
and stopped for a predetermined increment to provide 
drying. However, the movement through drying hood 44 
may be continuous whereby the drive mechanism 15 and 
assembly 16 indexes each sleeve from the printing station 
32 directly to the packaging station 34 with the necessary 
drying being achieved during such movement. 
The apparatus 10 has cam means which may be pro 

vided adjacent the packaging station 34 as an integral 
part of each member 30 or as separate members and such 
cam means in this example of the invention is in the 
form of a pair of substantially identical cam rods 01' bars 
46 each having an inclined surface 47 which inclines up 
wardly in the direction of movement of the printed and 
dried sleeves 35, see FIG. 2. The cam bars 46 are suitably 
supported in spaced parallel relation by the structural 
portion 11 of the apparatus 10 so that their surfaces 47 
precisely position the cam members 21 and 22 as these 
members are moved thereover whereby each set 20 of 
members 21 and 22 is cammed by cam bars 46 to open 
or expand an associated ?attened sleeve 35 and hold such 
sleeve open at the packaging station 34. 

65 

70 

75 

4 
Each forward cam member 21 has a cam surface 50 

and each rear cam member 22 has a cam pin 51 ?xed 
thereto and an arcuate slot 52 provided therein. As the 
endless chain conveyors 17 move the members 21 and 
22 of a particular set 20 toward the packaging station 34, 
?rst the inclined surfaces 50 of forward members 21 en 
gage inclined cam surfaces 47 to cause a corresponding 
inclination of the forward members 21 and pivoting of 
these forward members about their pivot pins 23. Con 
tinued movement of the chain conveyors 17 causes move 
ment of the forward members 21 of each set 20 so that 
sleeve supporting surfaces 53 thereof are arranged sub 
stantially vertically as the chain conveyors 17 move such 
members onto a horizontal cam surface 54 comprising the 
downstream portion of the cam bars 46 and as shown at 
55 in FIG. 2. 

Similarly, as the rear members 22 of each set 20 of 
holding members approach cam bars 46 the cam pins 51 
of the rear members 22 engage the inclined cam surfaces 
47 of the cam bars 46, causing pivoting of the rear cam 
members 22 about their support pins 24 so that a sub 
stantially U-shaped surface 56 of each rear member 22 is 
positioned with the bight 57 thereof arranged substantially 
vertically and one side edge portion of an associated sleeve 
35 is received in nested relation therewithin and as shown 
at 58. During this pivoting movement of the rear mem 
bers 22 it will be appreciated that each of such members 
moves so that its supporting pin 24 travels along its 
associated slot 52 and the construction and arrangements 
of the cam surfaces 47, arcuate slots 52, and members 22 
are such that each rear member 22 moves by a compound 
motion which is comprised of pivoting about its support 
pin 24 while moving relative to pin 24 as de?ned by the 
arcuate surfaces de?ning the associated cam slot or groove 
52. 
With the above action, each ?attened sleeve is, in effect, 

erected or expanded so that once it reaches the packaging 
station 34, it is fully open to its essentially rectangular 
peripheral outline and its side edges are held between the 
bight 57 of the U-shaped surfaces of rear members 22 and 
the vertical surfaces 53 of forward members 21. Thus, the 
members 21 and 22 of an associated set 20 serve as 
expanding means as well as holding members for holding 
an associated sleeve 35 in its expanded position at the 
packaging station 34. Each sleeve 35 is held open at the 
packaging station 34 for a su?icient period of time to 
allow insertion of an associated belt 36 therewithin. 
The apparatus 10 includes a device indicated generally 

by the reference numeral 60 in FIG. 1 for packaging or 
inserting belts 36 in the tubular sleeves 35 as each sleeve 
35 is moved to the packaging station 34 and held open. 
The device 60 is comprised of an actuator in the form 
of a ?uid cylinder which in this example utilizes air as 
the operating medium and the cylinder 61 has a longi 
tudinal piston bore 62 which supports an associated piston 
63 for axial sliding movement therewithin. The device 60 
also has a rod 64 which has one end ?xed to the piston 63 
and has hook means in the form of a hook 65 provided on 
the terminal end portion thereof. 
The air cylinder 61 is provided with air under regulated 

pressure from any suitable air source 66 through a con 
duit 67 which is connected to a four-way valve assembly 
70 and the valve assembly 70 has a pair of conduits 71 
and 72 connected thereto and to suitable connectors on 
the air cylinder 61 to enable supplying air to opposite 
sides of the piston 63. The valve assembly 70 is of known 
construction and hence will not be described in detail but 
basically it comprises an electric solenoid operated valve 
which requires that the solenoid be energized to provide 
air ?ow through conduit 71 and thereby urge the piston 
63 and rod 64 outwardly through a sleeve 35 held open 
at the packaging station 34. The valve assembly 70 has 
spring return means which causes a spool thereof to be 
returned to an initial position once the solenoid is de 
energized whereupon air ?ow is diverted from conduit 71 
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to conduit 72 causing rod 64 to be retracted within the 
air cylinder 61. 
The valve assembly 70 may use a suitable adjustable 

timer or time delay relay in the electrical circuit to its 
solenoid to assure the rod 64 is held extended for any 
desired time increment or such solenoid may be operated 
manually. Further, the valve assembly 70 may in some 
applications be provided with two electrical solenoids, 
instead of a single solenoid cooperating with a mechanical 
compression spring, whereby one solenoid controls exten 
sion of rod 64 and the other solenoid controls retraction 
of such rod. 
The packaging of a particular belt 36 is achieved in a 

simple and efficient manner by extending the rod 64, which 
is of small cross-sectional area, through a sleeve 35 which 
is held open at the packaging station 34 whereupon a belt 
36 is hooked around the hook 65 thereof. The rod 64 is 
then retracted within its cylinder 61 which pulls the belt 
through the sleeve 35. 
The device 60 has means for supporting the rod 64 for 

movement in a substantially rectilinear horizontal path as 
indicated by the double arrow at 75, see FIG. 3, and in 
this example such means comprises a bearing assembly 
76 which is carried by a cam shoe 80 supported adjacent 
the main housing for the air cylinder 61 on a pair of sup 
ports 77 and the cam shoe also serves as means for auto 
matically releasing each belt 36 once it has been pulled 
or inserted the required distance through an associated 
open sleeve 35. The releasing device or cam shoe 80 has a 
pair of top inclined surfaces 81 which incline upwardly 
away fromthe rectilinear path 75 in the direction of re 
tracting movement of the rod 64. 
The inclined surfaces 81 serve to cam the forward 

portion of each belt 36 as it is moved theretoward by 
the rod 64 during retraction thereof, see (FIGS. 3 and 4, 
so that during the ?nal increment of retraction movement 
of rod 64 shown in FIG. 4 the forward portion of the 
belt 36 rides upwardly along the inclined cam surfaces 
81 and the hook 65 of such rod continues beneath or in 
wardly of the inclined plane of the surface 81 as shown 
by dotted lines at 82 whereupon the belt 36 is automati 

_ cally released. 

The supports 77 comprise a pair of elongated rods 
which maybe ?xed to the housing portion of cylinder 
61 and each support has an elongated slot 83 provided 
therein which is adapted to receive an associated support 
ing pin or threaded bolt ‘84 therethrough. Each bolt 84 
is threadedly fastened within a cooperating threaded 
opening in the cam shoe 80 to enable adjusting and ?xing 
the cam shoe ‘at an in?nite number of positions along a 
path substantially parallel to the rectilinear path 75. The 
slots 83 and bolts 84 enable the cam shoe 80 and its in 
clined cam surfaces 81 to be moved to accommodate 
belts having different diameters. 
The apparatus 10 may be provided with a suitable con 

trol panel 85 provided with buttons which control suit 
able control switches in the form of on-off buttons and 
the control panel is supplied with electrical power from 
a pair of lines L1 and 1L2. Electrical connections are pro 
vided in any suitable way known in the art from the con 
trol panel 8-5 to the solenoids of the valve assembly, print 
ing mechanism 43, the controls for the drying hood or 
tunnel 44, the electric motor 86 which comprises the drive 
mechanism 15, etc. 
The drive mechanism comprises an indexing assembly 

87 operatively connected to the motor 86 and to the exten 
sion shaft 14 extending from shaft 13 of the driving 
sprocket wheel assembly 12. The indexing movement may 
be provided by suitable automatic control means including 
a programmer in a manner well known in the art so that 
the movement between the various stations will be -pro 
vided automatically by actuating a single button 90 after 
actuating the main power switch in the form of a button 
91, The automatic control means is such that once a par 
ticular belt reaches the packaging station the actuator or 
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air cylinder 61 is automatically energized and goes 
through its complete cycle before the conveyor assembly 
again indexes another sleeve into position at the packaging 
station. It will be appreciated that, if desired, each index 
ing movement of the conveyor assembly 16 may be pro 
vided manually by an operator actuating a switch or but 
ton on the control panel ‘85 or a foot pedal to provide a 
given predetermined increment of indexing movement, as 
desired. 
With the apparatus 10 shown in FIG. 1 an operator 

stands by a worktable 92 which supports a plurality of 
endless belts 36 in Vertically stacked relation and as the 
rod 64 is moved into position through an associated open 
sleeve 35 the operator merely hooks a belt 36 over the 
hook 65 and allows such belt to be pulled through the 
sleeve in the manner previously described. To assure that 
each belt 36 is pulled through an open sleeve 35 at the 
packing station 34 with a minimum likelihood of damage 
to such sleeve, and particularly the opposed parallel sides 
thereof, during the process of compressing a particular 
belt 36 from a circular con?guration to an elongated oval 
con?guration, a pair of vertical guide plates may be suit 
ably supported in position so that the plates 93 serve to 
funnel or cam the circular belt 36 to a narrow dimension 
which it will easily ?t the open sleeve 35. 

In the above presentation an operator is described as 
manually loading a belt 36 onto the hook 65 once such 
hook is extended into position. However, it will be appre 
ciated that loading of the belts 36 may be achieved in a 
substantially automatic manner by an automatic belt dis 
penser 94 as illustrated in FIG. 5 of the drawings. In the 
dispenser 94 a plurality of belts are supported on a pair of 
arm assemblies each designated by the reference numeral 
95 and the arm assemblies 95 are supported by a support 
ing structure ‘96 which is carried by a horizontal arm ‘97 
?xed to a vertical supporting post 100. The belts 36 are 
easily loaded from the bottom of the automatic belt-load 
ing assembly 914- by constructing one of the arm assemblies 
95 so that it may be moved inwardly toward the other arm 
assembly 95 in any manner known in the art whereupon a 
plurality of belts may be vertically stacked one on top of 
the other and supported on lower supporting ?ngers 101 
of the arm assemblies 95. 
The detailed mechanical linkages comprising the arm 

assemblies 195 and the operation of such arm assemblies 
are well known. The operation is similar to the operation 
of arm assemblies on ordinary record changers used to 
automatically drop playing records on a turntable whereby 
the construction and operation of the arm assemblies ‘95 
will not be described in detail. 
The operation of the automatic belt dispenser 94 is such 

that once the rod 64 extends its hook 65 outwardly the 
arm assemblies 95 automatically rotate in a simultaneous 
manner to rotate ?ngers 101 within the diameter of the 
belts 36 allowing the lowermost belt supported directly on 
?ngers 101 to drop around hook 65 while simultaneously 
an upper set of cooperating ?ngers 102 of the assemblies 
95 rotate outwardly to support the remaining belts 36 ver 
tically thereabove whereupon the ?ngers 102 again rotate 
inwardly releasing the entire stack of belts on the lower 
?ngers 101. The vertical spacing between a pair of adja 
cent ‘?ngers 101 and 102 corresponds to the vertical thick 
ness of a particular belt 36 whereby a single belt is dis 
pensed at a time during each cycling movement of the ?n 
gers 101 and 102. 
To reduce the amount of friction acting on the inside 

surfaces of the stacked belts 36, the automatic belt dis 
pensing apparatus 964 is shown as having a plurality of four 
corners 103 which provide a reduced surface area which 
is contacted by the inside surfaces of the belts. Further, 
to assure that the belts move smoothly along the vertical 
edges 103 an annular weight 104 may be provided at the 
top of the stack of belts 36 in the dispenser 94. 
The dispenser '94 may be of the type which is readily in 

stalled and removed from its horizontal supporting arm 
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97 and may be provided with suitable means for changing 
the construction and arrangement of the arm assemblies 
95 with their associated ‘?ngers 101 and 102 to accommo 
date belts of different sizes to enable the guide surfaces 
103 to be changed to also accommodate belts of different 
diameters. 
The control system provided for the apparatus 10 may 

be initially modi?ed to incorporate the belt dispensing 
apparatus 94 so that the entire operation of printing pre 
assembled sleeves 35, drying such sleeves, and inserting 
or packaging belts 36 in associated sleeves 35 is accom 
plished in an automatic manner with the operator merely 
assuring that the rack assembly 37 is always full of ?at 
tened sleeves 35 and the assembly 94 is full of belts 36 
to be packaged. 

It will also be appreciated that in addition to the switch 
42 which assures that the printer 43 is only energized 
when a sleeve engages switch 42, suitable control means 
may also be provided to assure that a belt 36 will not be 
dropped by the automatic belt dispensing device 94 and 
the cylinder 61 will not extend its rod 64, etc., under con 
ditions where a sleeve is not held in position at the pack 
aging station 34. 

In this presentation of the invention various power sup 
plies, connections, etc., have not been shown to the printer, 
drying hood, and other components of the apparatus 10; 
however, it is to be understood that these supplies and con 
nections may be provided in any suitable manner known 
in the art. 

While present exemplary embodiments of this invention, ' 
and methods of practicing the same, have been illustrated 
and described, it will be recognized that this invention 
may be otherwise variously embodied and practiced within 
the scope of the following claims. 
What is claimed is: 
1. A device for packaging endless belts in tubular 

sleeves, said device comprising an actuator having a rod 
which is supported for reciprocating movement in a sub 
stantially rectilinear path through an associated sleeve 
held open at a packaging station and hook means provided 
on the terminal end portion of said rod, said actuator 
operating to extend its rod through said open sleeve en 
abling hooking of an associated belt on said hook means 
and operating to retract said rod to pull the associated 
belt through said sleeve, and a device engaging and auto 
matically releasing an associated belt from said hook 
means during a ?nal increment of retracting movement of 
said rod. 

2. A device for packaging endless belts in tubular 
sleeves, said device comprising an actuator having a rod 
which is supported for reciprocating movement in a sub 
stantially rectilinear path through an associated sleeve 
held open at a packaging station, hook means provided 
on the terminal end portion of said rod, said actuator 
operating to extend its rod through said open sleeve en 
abling hooking of an associated belt on said hook means 
and operating to retract said rod to pull the associated belt 
through said sleeve, and means for automatically releasing 
said belt, said releasing means comprising an inclined sur 
face which inclines away from said rectilinear path and 
serves to cam the forward edge of said belt away from 
said hook means during a ?nal increment of the retracting 
movement of said rod. 

3. A device for packaging endless belts in tubular 
sleeves, said device comprising an actuator having a rod 
which is supported for reciprocating movement in a sub 
stantially rectilinear path through an associated sleeve 
held open at a packaging station, hook means provided 
on the terminal end portion of said rod, said actuator oper 
ating to extend its rod through said open sleeve enabling 
hooking of an associated belt on said hook means and 
operating to retract said rod to pull the associated belt 
through said sleeve, said actuator comprising a ?uid cylin 
der having a piston bore and a piston supported for axial 
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movement within said bore, said rod having one end there 
of ?xed to said piston, means for supplying ?uid to said 
cylinder to enable said rod to be extended and retracted, 
and a cam shoe having a top inclined surface which in 
clines upwardly away from said rectilinear path in the di 
rection of retracting movement of said rod, said top in 
clined surface serving to cam the forward portion of said 
belt away from said hook means during a ?nal increment 
of the retracting movement of said rod to thereby provide 
automatic release of said belt from said hook means. 

4. A device as set forth in claim 3 and further compris 
ing a support for supporting said cam shoe at an in?nite 
number of positions along a path substantially parallel to 
said rectilinear path to accommodate belts having different 
diameters and means for detachably ?xing said cam shoe 
at any one of said positions. 

5. A device as set forth in claim 4 in which said ?uid 
cylinder comprises an air cylinder. 

6. An apparatus for packaging endless belts in tubular 
sleeves comprising, an endless conveyor, means for supply 
ing sleeves onto said conveyor, means comprising said 
conveyor for automatically opening and holding said 
sleeves open at a packaging station, an actuator supported 
adjacent said packaging station, said actuator having a rod 
which is supported for reciprocating movement in a sub 
stantially rectilinear path through an associated sleeve 
held open by said holding means at said packaging station, 
hook means provided on the terminal end portion of said 
rod, said actuator operating to extend its rod through said 
open sleeve enabling hooking of an associated belt on said 
hook means and operating to retract said rod to pull the 
associated belt through said sleeve, and a device engaging 
and automatically releasing an associated belt from said 
hook means during a ?nal increment of retracting move 
ment of said rod. 

7. An apparatus as set forth in claim 6 in which said 
supplying means comprises a rack assembly which sup 
ports a plurality of sleeves in an upright manner. 

8. An apparatus as set forth in claim 6 in which said 
supplying means comprises a rack assembly which sup 
ports a plurality of ?attened sleeves in vertically stacked 
relation, said holding means comprises a plurality of sets 
of holding members each pivotally supported on said con 
veyor and being movable therewith, with each set having 
at least one forward member and one rear member and 
each member having a lower surface, a control surface 
supported at a ?xed position beneath said members, said 
control surface being engaged by the lower surface of 
each rear member causing pivoting movement thereof so 
that a top portion of each rear member engages a lower 
most ?attened sleeve and removes it from said rack as 
sembly, and cam means adjacent said packaging station, 
said cam means being engaged by component portions of 
said members during movement of said members thereover 
so that the members of each set are moved toward each 
other to compress the outer edges of an associated ?at 
tened sleeve supported therebetween toward each other 
and thereby open said sleeve to enable insertion of an as 
sociated belt therethrough. I 

9. An apparatus as set forth in claim 6 in which said 
endless conveyor comprises an endless chain conveyor 
assembly. 

10. An apparatus as set forth in claim 6 and further 
comprising means for printing each of said sleeves at a 
printing station provided along said endless conveyor. 

11. An apparatus as set forth in claim 10 and further 
comprising means for drying printing provided on each 
sleeve at said printing station. 

12. An apparatus as set forth in claim 6 and further 
comprising means for automatically dispensing endless 
belts around said hook means at said packaging station, 
said dispensing means being operatively connected in said 
apparatus to provide an associated endless belt around said 
hook means once it is extended through an open sleeve. 
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13. An apparatus as set forth in claim 6 in which said 

endless conveyor comprises a chain conveyor assembly, 
said supplying means comprises a rack assembly which 
supports a plurality of ?attened sleeves in vertically stacked 
relation, said holding means comprises a plurality of sets 
of holding members each pivotally supported on said con 
veyor assembly and being movable therewith, with each 
set having a pair of forward members and a pair of rear 
members and each member having a lower surface, a 
control surface supported at a ?xed position beneath said 
members, said control surface being engaged by the lower 
surface of each rear member causing pivoting movement 
thereof so that a top portion of each rear member engages 
a lowermost ?attened sleeve and removes it from said rack 
assembly, cam means adjacent said packaging station, said 
cam means being engaged by component portions of said 
members during movement of said members thereover so 
that the members of each set are moved toward each other 
to compress the outer edges of an associated ?attened 
sleeve supported therebetween toward each other and 
thereby open said sleeve to enable insertion of an associ 
ated belt therethrough, and means for automatically dis 
pensing endless belts around said hook means at said pack~ 
aging station, said dispensing means being operatively con 
nected in said apparatus to provide an associated endless 
belt onto said hook means once it is extended through 
an open sleeve. 

14. A method of packaging endless belts comprising the 
steps of, holding a tubular sleeve open at a packaging 
station with associated holding means, inserting an elon 
gated member having hook means at its terminal end 
through said open sleeve, hooking an associated belt to be 
packaged over said hook means, retracting said elongated 
member to pull at least a portion of said associated belt 
hooked on said hook means through said sleeve, and auto 
matically releasing said associated belt from said hook 
means by engaging a forward portion thereof against a 
releasing device during a ?nal increment of retracting 
movement of said elongated member. 

15. A method as set forth in claim 14 in which said 
inserting step comprises extending said member in the 
form of an elongated rod in a substantially rectilinear 
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path through said open sleeve, said retracting step com 
prises retracting said rod along said rectilinear path, and 
said step of automatically releasing said belt from said 
hook means comprises engaging and camming said belt 
away from said hook means and said rectilinear path 
with a ?xed cam supported adjacent said packaging sta 
tion. 

16. A method as set forth in claim 14 and comprising 
the further steps of conveying preassembled ?attened tubu 
lar sleeves on an endless conveyor toward said packaging 
station and automatically opening each sleeve as it reaches 
said packaging station using said associated holding means. 

17. A method as se forth in claim 16 and comprising 
the further step of automatically providing an endless belt 
on said hook means following said inserting step. 

18. A method as set forth in claim 16 and further com 
prising the step of automatically printing each of said 
sleeves at a printing station provided along said endless 
conveyor while each sleeve is in its preassembled ?at 
tened condition. 

19. A method as set forth in claim 18 and further com 
prising the step of drying printing provided on each sleeve 
at said printing station, said drying being provided by 
means arranged adjacent said endless conveyor to pro 
vide said drying as each printed sleeve is moved past said 
drying means. 
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