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Patiented Mar. 17, 1964 

3,124,913 
METHOD OF AND APPARATUS FOR MAKENG 

SUPPOSTORY PACKAGES 
Joseph L. Arcudi, Eizabeth, and Edward S. David, Point 

Peasant, N.J., assignors to Eve's-Lee Company, New 
ark, N.S., a corporation of Delaware 

Filed Oct. 6, 1961, Ser. No. 43,359 
4 Claims. (CE. 53-25) 

This invention relates in general to the art of packag 
ing, and particularly, the invention is concerned with the 
packaging of articles of the nature of pills, suppositories, 
tablets or the like. 
According to the generally known methods of mak 

ing packages of this character, opposed layers of rela 
tively thin packaging material such as aluminum foil 
are sealed together in certain zones which form the 
boundaries of a compartment or chamber between the 
layers in which fluent material for the formation of the 
pills, suppositories, tablets or the like is inserted, after 
which the compartment is completely sealed. 
One object of the present invention is to provide a 

method of and apparatus for making a suppository pack 
age or the like wherein the package is initially formed 
in sections, each having a portion of the compartment 
complemental to the compartment portion of another 
section, and the sections are individually filled with the 
material to be packaged, whereafter the two sections are 
sealed together to form a complete package in a relatively 
inexpensive and effective manner. 
Another object of the invention is to provide apparatus 

of this character which shall include a novel and im 
proved construction and combination of mechanism for 
forming the package sections, means for filling the sec 
tions, means for cooling the material being packaged in 
the sections, and means for sealing the package sections 
together, whereby a package can be produced efficiently 
and at low cost. 
Other objects, advantages and results of the invention 

will be brought out by the following description in con 
junction with the accompanying drawings in which 
FIGURE 1 is a schematic front elevation of an appa 

ratus or machine for making packages in accordance with 
the invention; 
FIGURE 2 is a top plan view of the machine; 
FIGURE 3 is an enlarged fragmentary front eleva 

tion, with portions broken away and shown in section, 
of one end portion of the machine; 
FIGURE 4 is an enlarged vertical section on the plane 

of the line 4-4 of FIGURE 2; 
FIGURE 5 is an enlarged vertical sectional view ap 

proximately on the plane of the line 5-5 of FIGURE 2 
with portions omitted for clearness in illustration; and 
FIGURE 6 is a perspective view of a completed 

package. 
Specifically describing the illustrated embodiment of 

the invention, the reference character A designates the 
frame or table of an apparatus or machine which has 
thereon support brackets B on which rolls C of strips of 
ductile packaging material, for example, aluminum, are 
journaled for rotation about spindles D so that the strips 
1 and 2 of the packaging material can be simultaneously 
withdrawn from their respective rolls, each through die 
mechanism E which form the recesses for the packaging 
compartments, and thence between identical seating 
roils F, where the strips and 2 are sealed together to 
partially form the packages preparatory to the filling and 
final sealing or closing of the packages. The abutting 
surfaces of the strips are thermoplastic or coated with 
thermoplastic material. 
The die mechanisms may be of any suitable construc 
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tion, but each is shown as comprising a bed die fixedly 
mounted on the frame A, and a head die K that is re 
ciprocal toward and from the bed die by a suitable power 
unit Such as a reciprocating pneumatic motor L on the 
piston rod M of which the head die is mounted. In 
the present instance, the bed die I has at least one re 
cess 4 with which cooperates a boss 5 on the head die 
(see FIGURE 3). Obviously, as each head die is moved 
into contact with the bed die with the strip of packaging 
material between them under tension and in contact with 
the head die as shown in FIGURE 1, recesses 6 are 
simultaneously formed in the two strips and 2, the ten 
sion of the strips serving to withdraw the strips from 
the bed dies. Each recess in strip is complemental 
to a recess of the other strip to form a complete pack 
age compartment when the strips are brought into con 
tact with each other with the concave side of the recess 
of one strip facing the concave side of the recess of the 
other strip, and obviously, the recesses may be of any 
shape that will produce a package of the desired con 
figuration. 
The two strips and 2 are withdrawn from the rolls 

C with an intermittent or step-by-step motion in timed 
relation to the reciprocation of the head dies. The pull 
ing of the strips from the rolls is shown as effected by 
the sealing rolls F each of which has a shaft G journaled 
in bearings 3 and 9 on a superstructure N of the frame 
A, springs 8a and 9a being provided to cause the rolls 
to yieldingly grip the strips between them. Each roll 
has a plurality of cavities 169 in its periphery to receive 
the protuberances on the corresponding strip or 2 pro 
duced by the formation of the recesses in the strips, the 
spacing of the cavities, of course, corresponding to the 
spacing of the recesses 6. 
On each of the shaft G is fixed a ratchet disc 1 with 

which cooperates one end of a pawl 2 which is pivotally 
mounted at its other end as indicated at E3 on an actu 
ating slide 4. The slide is shown as having a slot 5 
through which extends a guide block 6 that is fixedly 
mounted on a frame superstructure N, and the slide is 
shown as reciprocated by a connecting rod 7 which is 
pivotally connected at one end at 18 to the slide and is 
connected at its other end to a crank pin 9 of the take 
off shaft 26 of a speed reducing gear mechanism 21, the 
in-put shaft of which has a belt and pulley connection 22 
with an electric motor 23. The pawls 2 are normally 
biased into engagement with the corresponding ratchet 
disc by a compression spring 24 interposed between the 
two pawls, and with this construction, it will be under 
stood that upon starting of the motor 23, for example, 
by a manually controlled switch, the slide 4 will be 
reciprocated and the sealing rolls will be rotated in op 
posite directions step-by-step by coaction of the pawis 
12 and ratchet discs, and thereby the strips and 2 of 
packaging material will be moved step-by-step between 
the Sealing rolls. Each recess is formed to hold a por 
tion, for example, one-half, of the quantity of material to 
be enclosed in each package compartment, and, as here 
inafter described, the material is deposited in the recesses 
before the strips of packaging material are passed be 
tween the sealing rolls and sealed together in zones sur 
rounding the compartments formed by the juxtaposed re 
cesses of the two strips to complete the packages H. 
Each Sealing roll has a circumferential sealing area 25 
bounding the recesses for effecting the sealing operation. 
Thus each completed package comprises two sections 
a and 2a of the respective strips i and 2, sealed together 

in zones which are preferably crimped, bounding a com 
partment J that contains a quantity of the material that 
is being packaged. 
Mechanism for depositing the material to be packaged 
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in the recesses 6 is shown for the purposes of illustration 
as comprising a hopper O in which the material in pow 
dered or granular form is dumped from a suitable source 
of supply, and below the hopper is a container P with 
which is associated a suitable heater such as an electric 
heater Q of known construction for melting the granul 
lar material into semi-liquid, fluent condition. The lower 
end of the container has an outlet nozzle R to which the 
fluent material is supplied in pre-determined quantities 
27 by a suitable valve mechanism which is shown for 
illustrative purposes as comprising a conical valve head 
T that is cooperative with a seat S in the container and 
is carried by one end of a lever U which is normally 
biased by spring W upwardly in FIGURE 3 to move the 
valve into closed position and is moved downwardly in 
timed relation to the head die K by an arm W mounted 
on the head die and engageable with the lever U upon 
downward movement of the head die to open the valve. 
The lever U is pivotally mounted at 31 on the exterior 
of the container and extends loosely through a hole 32 
in the container, leakage through which is prevented by 
a flexible seal 33. The nozzle R has a discharge open 
ing 26 through which the molten material is deposited 
into the recesses 6 in timed relation to the movement of 
the packaging strips by the sealing rolls F and, of course, 
in timed relation to the movement of the head die K. 

After deposit of the pre-determined quantities 27 of 
the material into the recesses, each strip carrying the 
packaging material moves through a cooling chamber X 
to which cooling gas such as air is supplied from a suit 
able source by a pipe 28 and passes out of the chamber 
through the openings Y through which the strips and 2 
move into and out of the chamber. The molten material 
in the recesses 6 is cooled and hardened in the chamber 
X and adheres to the surfaces of the recesses 6, and con 
tinued movement of the packaging strips carries the re 
cesses with the hardened material therein around the seal 
ing rolls as best shown in FIGURE 5 so that one recess 
of each strip becomes juxtaposed to a recess of the other 
strip and the strips are sealed together to provide the 
sealed zones 3 in bounding relation to the completed 
compartments J. 
The rolls F are heated in any suitable manner, for 

example, by electric heaters 30 of generally known con 
struction that are connected in circuit with a source of 
electricity in known manner, the temperature of the roll 
ers being sufficient to fuse the earlier cooled and hard 
ened portions 27 and to cause said fused portion in each 
recess to adhere to or become merged into the portion 
of the material in the corresponding recess to produce 
an integral or one-piece or unitary body 3 for the ma 
terial as shown, for example, in FIGURE 5, in the form 
of a pill, Suppository, tablet or the like, depending upon 
the shape and size of the recesses 6. The hardened 
body 31 can be removed from the package by tearing the 
layers of packaging material transversely or by peeling 
the layers apart where the seal permits. 

It will be understood by those skilled in the art that 
the construction of the machine has been shown only 
schematically and that the structural details may be 
widely modified and changed within the spirit and scope 
of the invention. 
We claim: 
1. The method of making material-containing pack 

ages consisting of moving two strips of ductile packaging 
material linearly in a horizontal plane, forming identical 
recesses in equidistantly spaced apart relation in each of 
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4. 
said strips of ductile material, depositing in each re 
cess heated flowable material that hardens upon cooling, 
causing the strips with the material therein to pass 
through a cooling atmosphere to cool and harden the ma 
terial in each recess, bringing said strips into contact with 
each other with the recess of each strip and the hard 
ened material therein facing a recess of the other strip 
and the hardened material therein, and sealing the strips 
together in a zone bounding said recesses thereby forming 
a package compartment containing said material. 

2. Apparatus for making material-containing packages 
comprising a frame, means for forming identical recesses 
in equi-distantly spaced apart relation in each of two 
flexible thin strips of ductile material, a pair of sealing 
rolls journalled in said frame rotatable step-by-step in 
opposite directions receiving and moving said strips be 
tween them with one recess of each strip facing a recess 
of the other strip, each sealing roll having circumferen 
tially spaced cavities to provide clearance for the pro 
tuberances formed by said recesses in the strips, means 
for yieldingly biasing the rolls toward each other to press 
the strips between them, and material-depositing means 
between the first-mentioned means and said rolls for 
depositing in flowable condition in each of said recesses 
a pre-determined quantity of the material being packaged, 
means between said material-depositing means and said 
rolls for cooling and hardening the flowable material in 
said recesses, said rolls having circumferential sealing 
areas surrounding said cavities to seal said flexible thin 
strips together in zones Surrounding said recesses of the 
strips thereby forming packaging compartments contain 
ing said material, and means for heating said sealing rolls 
to fuse the material in said recesses as the strips of pack 
aging material are sealed together between said rolls. 

3. Apparatus as defined in claim 2 wherein the ma 
terial-depositing means includes a heater for maintaining 
the material to be packaged in molten fluid condition, and 
with the addition of valve means actuated in timed rela 
tion to the movement of said sealing rolls for controlling 
the depositing of said material into said recesses. 

4. Apparatus for making material-containing packages 
comprising a frame, means on said frame for forming 
identical recesses in equi-distantly spaced apart relation 
in each of two flexible thin strips of ductile heat-sealable 
material, means for moving said strips in a horizontal 
plane with said recesses facing upwardly and including 
coacting elements and means for heating them for press 
ing and sealing said strips together with one recess of 
each strip facing a recess of the other strip to form com 
partments for the material being packaged, means for 
depositing into each recess flowable molten material that 
hardens upon cooling, means for cooling said material 
and said strips to harden said material in said recesses 
prior to movement of said strips into opposed contact 
With each other and sealing of the strips together, and said 
coacting elements also heating the strips and the material 
in said compartments to fuse the material in the corre 
sponding recesses to a unitary body. 
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