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13 Claims. (C. 53-182) 

This invention generally relates to automatic machin 
ery and more particularly to such machinery for making 
Small packages of liquids, semi-liquids, liquids of high 
viscosity Such as mustard, syrup, etc. 
With the relatively new plastics available, thermo 

sealed packaging is being more widely used. This is 
true with respect to food products where individual por 
tions are now packaged in place of larger quantities. 
Some examples found in shops are primarily condiments. 
However, individual packaging normally costs more than 
does bulk packaging. Thus, savings must be realized 
in such individual packaging processes to prevent the 
ultimate costs of food or packaged products from out 
pricing themselves. 

Because of the foregoing, an object of this invention 
is to provide an automatic reliable packaging machine, 
capable of economically packaging liquids, semi-liquids, 
or liquids of high viscosity in variable quantities. 
Another object of this invention is to provide an auto 

matic packaging machine having a high rate of output 
and which can be operated without interruption by mak 
ing simple adjustments for changing the size of packages 
produced in dimension and quantity of matter within the 
package. 

Still another object of this invention is to provide an 
automatic sequenced control for packaging machines, 
wherein each sequence of operation can be isolated from 
the other sequences whereby each sequence may be op 
erated independently. 

This invention contemplates an automatic packaging 
machine having sequence controls to make packaged 
fluid or semi-fluids wherein two parallel sheets of plastic 
are sealed along their edges, to form side seals, and the 
top and bottom closures of the package are formed by 
making transverse seals of periodic intervals. The trans 
verse seals are then cut along a transverse centerline to 
form a top closure for a lower package and a bottom 
closure for an adjacent upper package. 
The foregoing and other objects and advantages will 

be more fully understood by referring to the following 
description and the accompanying drawings wherein: 
FIGURE 1 is a diagrammatic elevational view of a 

machine made in accordance with the invention showing 
the relative locations of the various major mechanical 
component assemblies, 
FIGURE 2 is a perspective view of the type package 

made by the novel machine of FIGURE 1, 
FIGURES 3A, 3B, and 3C are enlarged perspective 

views of portions of the machine arranged from top 
to bottom, which when combined, form the complete 
machine, 
FIGURES 4 and 5 are plan views of the side and end 

sealing assemblies taken on lines 4-4 and 5-5, respec 
tively, of FIGURE 1, 
FIGURE 6 is a perspective view of an electric eye 

control, used to time the release of the sheets by the 
end seal assembly, 
FIGURE 7 is an enlarged sectional view of the end 

horizontal sealing unit and cutter taken on line 7-7 
of FIGURE 5, 
FIGURE 8 is a perspective view of the automatically 
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2 
cammed Switches which control the sequential operation 
of the machine, 
FIGURE 8A is a sectional view taken on line 8A-8A 

of FIGURE 8, 
FIGURE 9 is a perspective view of the filler feed as 

sembly of the novel machine and the package counter, 
FIGURE 10 is a vertical section through the terminal 

end of the filler assembly and a package being filled, 
FIGURE 11 is a plan view taken on line 5-5 of 

FIGURE 1 showing a part of the sealing assembly of 
FIGURE 5 and the cutter assembly, 
FIGURE 12 is a diagrammatic view of the pressure 

fluid operating system of the novel machine, 
FIGURE 13 is an elevational view of the control panel, 
FIGURE 14 is a diagram of the electrical circuit, 
FIGURES 15, 15A, 15B, 15C, 15D, and 15E are per 

spective views illustrating the action, in sequence, of 
the sealing and filling assemblies with the cutter of the 
novel machine during the manufacture of a package as 
shown in FIGURE 2, 

Referring now to the drawings, a frame machine 20 
made in accordance with the invention has spool supports 
21 and guide rollers 22 for spools of parallel plastic 
webs 23 which will be edge sealed by a vertical edge 
sealing assembly 40, and a horizontal edge sealing as 
sembly 60 to form packages 24 (see FIGURE 2) that 
are cut from the webs 23 by a blade 72 in the sealing 
assembly 60. The packages 24 are automatically filled 
with a fluid or semi-fluid substance 27 by a filler or feed 
assembly 100. 
A control panel 130 with cammed switches, and electric 

circuit, and a pressure fluid system provide sequenced 
operation of the foregoing together with an elevator as 
sembly 80 and a package delivery assembly 90. 

Referring now specifically to FIGURES 3A and 4, the 
two plastic webs are fed to the sealing assembly 40 that 
provides the vertical side seals 25. The assembly 40 
has a yoke 41 comprised of a supported portion 42 with 
a hinge 44 which connects a hinged portion 43 that is 
kept in a close position by a spring biased detent or 
latch 45. Each of the yoke portions 42 and 43 Support 
a jaw 46 in face to face opposing relationship with each 
other, and a pneumatic motor 51. The motors 51 coop 
erate to move jaws 46 into contact with and away from 
each other. 

Each jaw 46 has a slidably mounted pressure plate 47 
which carries a heating element 48 for heat sealing pur 
poses. The webs 23 pass between the elements 48 each 
of which have opposing parallel pairs of Spaced, vertical 
sealing surfaces 49 with a recess 50 therebetween. Each 
of the jaws 46 are connected to be driven by a piston rod 
52 of a motor 51 mounted on yoke 40. Each motor 51 
has a piston head 53 at the end of the rod 52 (see FIG 
URE 4) which reciprocates in a cylinder 54 with two 
power connections 55 and 56. When pressure fluid is ad 
mitted to motors 51 through connections 55, the jaws 46 
move toward the other. Pressure fluid admitted at the 
other connections 56 move the jaws 46 away from each 
other. 

After the side seals 25 and end seal 26 are made, the 
filler contents 27 to be packaged is injected by a tube or 
tubes 101 disposed between webs 23. Sealing assembly 
60 then forms an end transverse closure which is cut along 
a transverse centerline to form end seals for adjacent 
packages. 
To form a transverse closure, sealing assembly 60 is 

in an elevated position as shown in FIGURE 1, and the 
jaws 63 thereof move together to grip the WebS 23 at a 
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predetermined elevation and distance from the web ends 
forming a horizontal seal 26. A blade 72 slices the webs 
23 through the center of the seal 26 to provide a separated 
sealed package 24 and a terminal web seal. (Refer to 
FIGURES 15, 15A, 15B, 15C, 15D, 15E, 5 and 3B.) 
The horizontal sealing and cutter-assembly 60 shown in 

FIGURES 3B, 5, 7, 11 and 15, has a yoke 61 with a cen 
tral opening 62 in which are disposed the jaws 63, in 
face to face relationship. Each jaw 63 has a pressure 
plate 64 slidably connected to and carried by yoke 6i. 
Each pressure plate 64 supports an upper heating element 
65 and a lower heating element 66 with a space 67 be 
tween the elements 65 and 66. A guide plate 63a is con 
nected to each element 65. Each jaw 63 is connected to a 
piston rod 69 of a pneumatic motor 68 for movement. 
Each motor 68 has a cylinder 70 with power connections 
55 and 56 and which is mounted on yoke 61. A head 70 
is connected to the end of rod 69 and is reciprocated in 
cylinder 71 by pressure fluid from lines 55 and 56 in di 
rections opposite to the movement of heads 53 of motors 
5 in the side sealing unit 40, opposing movement of heads 
53 in the side sealing unit relative to heads 70 in the end 
sealing unit 60 results from connecting lines 55 and 56 to 
opposite sides of the respective heads (see FIGURE 12 
particularly). 
One of the jaws 63 has the space 67 between elements 

65 and 66 to receive the edge of a blade 72 when ex 
tended. The other jaw 63 provides space 67 to normally 
hold blade 72 which is connected at its ends by links 73 
to the pressure plate 64. An operator rod 74 is con 
nected to links 73 and moved by an arm 75 driven by a 
motor 76 to extend and retract blade 72 through the plas 
tic webs. Motor 76 is of the type illustrated by motors 
51 and 68 and has two power connections or lines 77 and 
78. After jaws 63 grip the webs 23 and have made a 
transverse horizontal seal 26 and the blade 72 is separat 
ing a package 24, the complete sealing and cutter assem 
bly 60 is moving downwardly toward the package deliv 
ery assembly and is feeding a following portion of the 
webs to sealing assembly 40. This is accomplished by a 
carriage or elevator assembly 80. 
As shown in FIGURES 3C and 1, the machine 20 has 

a stationary riser or vertical leg 28. A slide 8 of the 
elevator assembly 80 is disposed on riser 28 and has a 
pair of arms 82 which are connected to the ends of a pair 
of vertical rods 83 that are connected to yoke 61 at their 
upper ends. A rocker arm or bell crank 84 is connected 
to slide 81 and is operated by sequenced reciprocal opera 
tion of a pneumatic motor 85 having power connections 
or lines 87 and 88. A collar 86 may be positionable on 
the piston rod of motor 85 to adjustably limit the stroke 
thereof. An electric eye assembly 145 across webs 23 is 
connected in the control system for the end seal and cut 
ter assembly 60 to prevent overtravel (see FIGURE 6). 
The elevator assembly 80 lowers the sealing and cutter 
assembly 60 to its lowest point (FIGURE 15D) and then 
jaws 63 release the package 24 and the sealed end of webs 
23. The electric eye 145 is blocked at specific instants by 
opaque squares 145a to cause release of webs 23 by jaws 
63 just prior to the lowest position shown in FIGURE 
15D. This results in formation of packages of accurately 
predetermined lengths. 

Each package 24 is gripped between two spaced pairs 
of opposing arms 92 (see FIGURES 1 and 3B) with grip 
ping tips 93 for holding the package momentarily, then 
dropping it on to a delivery chute 29. The gripping of 
each package by the tips 93 of the arms 92 takes place 
simultaneously with the withdrawal of the jaws 63 from 
each other to release the package 24, so that in this way, 
because each package is held by arms 92 as the jaws 63 
are retracted from the package, the package cannot cling 
to the jaws 63 as they move apart from each other. Each 
pair of arms 92 are mounted on rotatable parallel shafts 
91, connected to each other by meshing gears '94. One 
of the shafts 91 has a pinion 95 in mesh with and rotated 
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4. 
by a rack gear 96 that is reciprocated by a pneumatic 
motor 97 with power connections or lines 55 and 56 for 
sequenced oscillation or rocking of arms 91. 

Referring to FIGURES 9 and 10, a filler or feed system 
100 is provided to fill the packages. As may be also 
seen in FIGURE 9, a counter 30 is operated by a motor 
31 connected to lines 77 and 78 each time the blade 72 
is operated to count the number of packages 24 that have 
been produced. The filler assembly 100 has a motor 112, 
with two power connections 113 and 14, connected to 
the machine 20 at one end and to a slide a reciprocal 
in a frame 110. A feed pump 108 is connected at one 
end to slide 11 and at its other end to frame 10. Se 
quenced operation of motor 112 reciprocates pump 108 
to transport the filler material 27 to a manifold 104 
through a conduit 109. Filler pipes 101 are connected to 
manifold 104 and extend between the webs 23 as may 
be seen in FIGURE 1. Pipes 10 terminate in a guide 
102 that spreads the webs 23. Guide 102 has spacers 
03 contacting the vertical seals 25 of webs 23. Dripping 
of filler 27 is prevented by sequenced operation of a draw 
back motor and pump 105 connected to manifold 104 
and having power connections 06 and 107. The draw 
back motor creates a suction on manifold 104 and lines 
101 after injection of filler material thus positively stop 
ping dripping. The motor 2 includes a shaft 1.12a and 
an adjustable nut 112b, which controls the length of 
the stroke of the motor and the quantity of material injected. 
A pressure fluid system is shown in FIGURE 12 for 

operating the various motors discussed. An air tank 32 
is connected to a compressor (not shown) by an inlet 
line 33 and has a safety valve 34. Tank 32 has an outlet 
line 35 connected to a manifold 120. A manual valve 36 
is provided to control flow in line 35 and a gauge 37 
for measuring the pressure of such flow. Manifold 120 
has lines 121 connected to provide pressure fluid to valves 
22, 123, 124, 125, 26, and 127. Valve 22 connects 
one of the lines 87 or 88 to line 12 and the other line 
to vent in accordance with controlled sequencing to oper 
ate the elevator motor 85. The valve 23 connects lines 
55 or 56 to line 21 and the other to vent in accordance 
with controlled sequencing to operate motors 51, 68, and 
motor 97. Valve 124 connects one of the lines 77 or 
78 to line 121 and the other to vent to operate 
motors 76 and 31 for the cutter blade 72 and the counter 
30, respectively, in accordance with controlled sequenc 
ing. Valves 125 and 126 connect one of the lines 113 
or 114 and 106 or 107, respectively, to line 121 to control 
motors 105 and 112 in opposition to one another to 
operate the feed pump 108 in synchronization with draw 
back pump 105. 

Valve 127 is normally opened during operation of ma 
chine 20 to connect line 121 to an oil reservoir 38. The 
pressurized reservoir 38 has a discharge line 39 to feed 
lubricant to various friction areas (not shown) of the 
machine 20. The details of the valves used to direct 
pressure fluid to the various motors, are not shown since 
they are conventional solenoid controlled type valves. 
To provide synchronized sequenced control, the ma 

chine 20 has a control panel 130 as shown in FIG 
URE 13 with electrical circuits as diagrammatically shown 
in FIGURE 14. Panel 130 has a pair of switches 134 
and 135 to connect power to heater elements 48 of assem 
bly 40 and elements 65 and 66 of assembly 60, respec 
tively. Rheostat controls 134 and 135 are connected in 
the respective heater circuits to control the temperatures 
thereof with respective indicators 132 and 33 to check 
on the heater power flows. Auxiliary control switches 
136a and 136b may be provided on yoke 61 if desired 
as shown in FIGURE 3B. 
A master switch 131 is provided to connect an outside 

source of electricity (not shown) to the control panel 
30 and its six circuits for solenoid control valves 122 to 
127. The six circuits have a common ground as indicated 
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in the drawings and are initially connected to a positive 
terminal by the master switch 13. 
The stroke or elevator circuit has a switch 40 which 

is manually closed, and a lamp 14 which then lights to 
indicate the circuit is energized. A normally open switch 
42 (see FIGURES 14 and 8) is provided to be cam 

operated for sequenced control and when closed, energizes 
a solenoid 44 to shift valve 122 and reverse power to 
motor 85. A second lamp 143 is provided and lights to 
indicate solenoid 144 is energized. 
The seals and gripper circuit has a switch 40a which 

is manually closed, and a lamp 14ia which then lights 
to indicate the circuit is energized. A normally open 
switch 42a is provided to be cam operated for sequenced 
control and when closed energizes a solenoid 44a to 
shift valve 123 to reverse power to motors 51, 68 and 
97. A second lamp i43a is provided and lights to indicate 
solenoid 44a is energized. The electric eye 145 operates 
a valve 23A which controls the end sea motors 68, 
causing jaws 63 to release the plastic just before the as 
sembly 80 reaches its lowest position, thus preventing 
slippage due to overtravel. 

Alternately the eye .45 could be in series with switches 
14.0a and 42a in the seals and gripper circuit, whereby 
the control valve 323 would be operated to release the 
jaws 63 in advance of assembly 80 reaching its low 
est point. 
The cutter and counter circuit has a switch. 49b which 

is manually closed, and a lamp 141b which then lights 
to indicate the circuit is energized. A normally open 
switch 42b is provided to be cam operated for sequenced 
control and when closed energizes a solenoid 44b to 
shift valve 24 to reverse power to motors 76 and 3i. 
A second lamp 43b is provided and lights to indicate 
solenoid 44b is energized. 
The feed pump circuit has a switch 14 Ge which is 

manually closed, and a lamp 14c which then lights to 
indicate the circuit is energized. A normally open switch 
142c is provided to be cam operated for sequenced con 
trol and when closed energizes a solenoid 144c to shift 
valve 125 to reverse power to motor 12. A second 
lamp 143c is provided and lights to indicate solenoid 
244c is energized. 
The draw-back pump circuit has a switch S40d which 

is manually closed, and a lamp 42d which lights to indi 
cate the circuit is energized. A normally closed switch 
42d is provided for sequenced control and when opened 
deenergizes a solenoid 144d to shift valve 26 to reverse 
power to motor 105. A second lamp 143d is provided 
to indicate solenoid 144d is energized. Switch 142d may 
be cam operated or, as shown, be connected to operate 
through a rocker link 48 in opposition to Switch 142c. 
The lubrication circuit merely has a manual switch 38 

to energize solenoid 139 to open valve 27 to pressurize 
tank 38. The master switch 31, manual switches 38 
and 140 to 140d, and lamps 45 to 143d and 43 to 143d 
are all mounted on panels 36. 
As shown in FIGURES 8 and 8A, a motor E5 is con 

nected to rotate a shaft 47 by a gear train 149. Shaft 
147 has cams 46, 46a, 146b, and 46c, to sequentially 
operate switches 142, 42a 142b, 142c and 142d, respec 
tively, as they rotate. Each of the switches 142 . . . 
142d are similar to one another. As an example, Switch 
142 has a terminal block 51 pivoted to the machine at 
one end with an adjusting screw 156 to adjust its height 
from shaft 147. Block 15 has terminals 152 and 153, 
one of which is connected to the cam follower arm 154 
pivotally connected to block 151. As cam 146 rotates, 
the high surface moves follower 154 upwardly to close 
the connection of terminals 52 and 153. A set Screw 
155 is provided to limit travel of follower 54. 
The various cams and sequencing controls as hereinbe 

fore described are arranged to provide operation as shown 
diagrammatically in FIGURES 15 to 15E wherein a com 
pleted package 24 has been delivered, yoke 60 has reached 
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6 
the bottom of its travel, and jaws 63 are spreading. Cam 
147a closed switch 142a energizing solenoid 144a to shift 
valve 23 providing pressure fluid in line 55 to motor 76 
which opened jaws 63, to motors 51 causing jaws 46 to 
close and form seals 25 along the edges of webs 23, and 
to motor 97 to close grippers 91 and grip the finished 
package 24. 
Cam 146a then releases switch 142a to deemergize sole 

noid 144a to reshift valve 123 and provide pressure fluid 
to line 56. Jaws 46 open, jaws 63 close and grippers 91. 
release the package 24. Cam 146 then closes switch 142 
energizing solenoid 144 to shift valve 122 to provide 
pressure in line 87 to start the elevator 80 downwardly. 
Cam 146c then closes switch 142c and opens 142d. 

Switch 42c energizes solenoid 144c to shift valve 126 
providing pressure fluid in line 113 so pump 112 draws 
more filler 27 to be delivered to manifold 114. After 
jaws 63 have formed an end seal 26, switch 142d ener 
gizes solenoid 144d to shaft valve 126 providing pressure 
fluid to line 07 to motor 105 and deliver filler 27 via 
pipe 61 to the space between webs 23. 
As the elevator descends, cam 146b closes switch 142b 

to energize solenoid 144b to shift valve 124 to provide 
pressure fluid in line 77 to move the blade and cut a 
package 24 free from webs 23 after the heater elements 
65 and 66 have formed a seal 26. Pressure fluid from 
line 77 also operates motor 31 to put a count on counter 
30. The cut by blade 72 is made after the seal is formed 
during descent of assembly 80. 
Cam 146b releases switch 142b and cam 146c releases 

Switch 42c and closes 146d, then cam 146a releases 
Switch 42a. Each of the above reverses the foregoing 
described operations. Cam 146 releases switch 142 as 
the yoke reaches the bottom of its stroke and the sequence 
repeats itself. 

It is now apparent that each of the mechanical move 
ments of the machine are effected by pneumatic pressure 
directed by solenoid operated valves. Furthermore, the 
valves are sequentially operated in a predetermined syn 
chronized fashion by a series of cams mounted in parallel 
on a single shaft. Each of the circuits which deliver cur 
rent to the Solenoid valves, have manually operated 
switches, and consequently each circuit can be made non 
operative without affecting the operation of the other cir 
cuits. This makes it possible to halt some of the oper 
ating components, in order to make repairs while the 
other components are operating, or to make adjustments 
in the sequencing and synchronization, without stopping 
the machine. For example, if the knife was malfunction 
ing, it could be operated by itself, with the other compo 
nents made non-operative by disconnecting the electric 
circuit. The knife could then be observed alone and its 
repairs made much more convenient and easier to recog 
nibe. It is also possible to include manually controlled 
valves in each of the pneumatic lines which can be used 
to prevent pressure from reaching any specific operating 
component, thereby making it possible to isolate each of 
the movements individually. 
A most important feature of this invention accrues 

from the provision of a pneumatic system electrically con 
trolled, wherein each of the components can be manually 
adjusted during operation. For example, suppose, during 
a run, it was decided to increase the length of each pack 
age; this can be accomplished without stopping the ma 
chine, in the following manner: to increase the length, 
it obviously would be necessary to cause the elevator 
assembly 80 to move to a higher elevation than it had 
been moving. Inasmuch as the lowermost position of 
elevator 80 is a fixed point, movement of elevator 80 to 
a higher position, would obviously increase the amount 
of plastic material transported by the machine during 
downward movement of the elevator. To cause elevator 
80 to move to a higher position than it had been moving, 
without stopping the machine, one merely adjusts the 
position of collar 86 (see FIGURE 3C). This of course, 
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will increase the stroke of the piston rod in motor 85, 
and eventually the upward movement of elevator assem 
bly 80. 
To increase the quantity of material injected into the 

packages, it would be necessary to increase the period of 
time during which pump 108 is forcing material into 
manifold 104. 

This is best accomplished by adjusting position of nut 
112b of motor 112 (FIGURE 9) to permit a longer stroke 
for piston 112a, thereby increasing the period of injection 
of material and hence the quantity of material. It may 
also be necessary to adjust cam 46b to provide pressure 
fluid to motor 112 during the increased period of the injec 
tion stroke. Smaller variations in periods of injection can 
be effected through calm 1966. It is also possible to vary 
the position when blade 72 cuts webs 23 by adjusting the 
respective cam shown in FIGURE 8. Similarly the de 
sired sequential timing of each functional component can 
be adjusted while the machine is in operation, as de 
scribed herein, providing a machine of great versatility. 

It is now apparent that many other advantages result 
from the case of making adjustments, provided by the 
invention described hereinabove. 

Having thus described my invention, I claim: 
1. An automatic packaging machine having two Webs 

of heat and pressure sealable material, comprising a fixed 
yoke, a movable yoke, said webs passing through said 
yokes, each of said yokes having a pair of jaws with heat 
ing elements in face to face relationship each on one 
side of the webs, the elements of the jaws of the fixed 
yoke having irregular horizontally spaced Surfaces for 
sealing the edges of said webs, motor means on the fixed 
yoke for moving the jaws thereof into contact with the 
webs for forming such seals, the jaw elements of the nov 
able yoke being disposed in vertically spaced pairs on each 
jaw to provide a horizontal seal across the webs, motor 
means on the movable yoke for moving the elements 
into contact with the webs to form Such seals, a blade 
disposed in the space between a pair of elements of one of 
the jaws carried by said movable yoke, motor means for 
extending the cutting edge of the blade through the Webs 
and into the space between the elements of the other jaw 
carried by said movable yoke to sever a completed pack 
age from the webs and to leave a portion of the horizon 
tal seal as a terminal web seal, a filler assembly having 
at least one delivery tube to dispense filler between the 
webs as a horizontal seal is formed, an elevator assembly 
connected to lower the movable yoke as the jaws thereof 
grip and seal to draw adjacent web portions between the 
jaws of the fixed yoke and to advance the gripped package 
toward a delivery chute, said elevator assembly raising 
the movable yoke after the jaws thereof release the webs, 
to form a horizontal seal spaced from the end seal on the 
webs to form another package, a motor for moving the 
elevator assembly upwardly and downwardly, and se 
quenced power controls for operating said motors and 
being connected to open the jaws of one of said yokes 
when the jaws of the other of said yokes grip and seal 
said webs. 

2. An automatic packaging machine in accordance with 
claim 1 and having pair of grippers in face to face rela 
tion to receive a completed package from the jaws of the 
movable yoke, a pair of rotatable shafts, one of the pair 
of grippers being mounted on each of Said shafts, a gear 
fixed to each shaft and in mesh with the other gear to 
cause both shafts to rotate and move the grippers toward 
each other when said shafts rotate in one pair of opposed 
directions simultaneously and away from each other when 
said shafts rotate in an opposite pair of opposed direc 
tions simultaneously, a pinion fixed to one of said shafts, 
a gripper motor, and a rack gear connected to said gripper 
motor and in mesh with said pinion. 

3. An automatic packaging machine in accordance with 
claim wherein said controls comprise a manifold to re 
ceive pressure fluid, three valves connected to the mani 
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fold and each having a pair of discharge lines, each of 
said valves operable between two positions for providing 
pressure fluid to one of the discharge lines in each posi 
tion, the discharge lines of one of said valves being con 
nected to the blade operating motor, the discharge lines 
of another of said valves being connected to the elevator 
motor, and the discharge lines of the third of said valves 
being connected to the jaw motors to cause the jaws of 
the movable yoke to spread as the jaws of the fixed yoke 
grip. 

4. An automatic packaging machine in accordance with 
claim 3 and, a counter, a motor for operating the counter 
and being connected to the discharge lines of the valve 
connected to the blade motor for adding a count each 
time the blade severs a completed package. 

5. An automatic packaging machine in accordance with 
claim wherein the filler assembly includes a guide block 
disposed between the webs and receiving the terminal 
end of the delivery tube, and a pair of spacers connected 
to the guide block engaging the sealed edges of the webs. 

6. An automatic packaging machine in accordance with 
claim 5 wherein the filler assembly has a manifold to 
receive filler, a pump connected to the manifold to pro 
vide filler, a motor to operate said pump, a drawback 
pump connected to said manifold to force filler from the 
manifold to the delivery tube, and a motor connected to 
said drawback pump. 

7. An automatic packaging machine in accordance with 
claim 6 wherein the controls include a pair of valves 
connected to the pressure fluid manifold each having a 
pair of discharge lines connected to one of said motors 
of the filler assembly and operable between two positions 
for providing pressure to one of Said discharge lines in 
each operating position. 

8. An automatic packaging machine in accordance with 
claim 7 wherein said controls have a circuit for operat 
ing each of said valves, comprising a master switch com 
mon to all of said circuits, a manual normally open Switch 
that is closed before operating the machine, a cam oper 
ated switch connected in series with said manual switch, 
and a solenoid connected to the associated valve and in 
series with said Switches which shifts the valve when ener 
gized when both switches are closed and reshifts said valve 
when at least one of said switches are open. 

9. An automatic packaging machine in accordance with 
claim 8 wherein each of said circuits include a lamp that 
is lit when the manual switch is closed and a second lamp 
that is lit when the solenoid is energized. 

10. An automatic packaging machine in accordance 
with claim 9 and having a lubricant reservoir, a conduit 
connecting said pressure fluid manifold to said reservoir, 
a valve in the conduit to control flow of pressure fluid 
therethrough, and said reservoir having a delivery con 
nection to provide lubricant to friction surfaces of said 
machine when the reservoir is pressurized by said pres 
Sure fluid. 

it. An automatic packaging machine in accordance 
with claim 10 and having a motor, a shaft driven by 
said motor, a plurality of cams angularly disposed rela 
tive to one another to provide the desired sequenced con 
trol, and each of Said cams contacting at least one of 
said cam operated Switches for opening and closing said 
Switches in accordance with the desired sequence. 

2. A device for forming seals on plastic sheets of ma 
terial, comprising a pair of jaws mounted on a pair of 
hinged yokes, said yokes being hinged on one side, and 
movable on the opposite side, including means for lock 
ing the open side of the yokes, said jaws including means 
for reciprocating towards each other on the said yokes, 
in a direction at right angles to the said sheets of plastic 
material, said means including a pair of piston rods in 
axle alignment reciprocally mounted through the said yoke 
and attached at one end to fluid pressure operated motors, 
and at the other end, to the said jaws, including fluid pres 
Stre means for reciprocating the said motors in the said 
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transverse direction towards and away from the plastic 
material. 

13. In a packaging machine, sealing means for Sealing 
packaging material and including at least one sealing 
member movable into engagement with the material for 
sealing the latter and out of engagement with the mate 
rial for releasing the latter, and a package holding as 
sembly for holding a package as the sealing member of 
said sealing means moves away from the material, said 
holding assembly including at least one package-holding 
member movable to and from a package holding position 
and means operatively connected to said package holding 
member for moving the latter to its package holding posi 
tion while said sealing member moves away from the 
packaging material and for moving said package holding 
member away from the package, to release the latter, after 
said sealing member has moved away from the packaging 
material, and support means independent of said sealing 
means supporting said package-holding member and said 
means for moving the latter at a location where said pack 
age holding member will engage a package when said 
sealing member moves away from the material. 
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