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Development of Roller Plate Aluminum Plastic Blister Packaging Machine
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ABSTRACT: Aluminum plastic blister packaging machines are divided into three types of DPA series (roller type), DPP
(B) series (flat or plate type) and DPH (T) series (roller type). In response to the problems in previous blister packaging
machines, such as bending after sealing, affecting aesthetics, and low efficiency, the work aims to increase efforts in the
design and development of blister packaging machines to achieve international advanced levels. The DPH (T) series roller
plate aluminum plastic blister packaging machine was optimized and combined based on the technology of roller and flat
plate aluminum plastic blister packaging machines. The DPH (T) series roller plate aluminum plastic blister packaging
machine adopted flat plate blow molding (also known as positive pressure molding) and roller sealing technologies. The
newly developed DPH roller type aluminum plastic blister packaging machine adopted a cycloidal motion law to improve
the dynamic characteristics of the cam. The DPH (T) series aluminum plastic blister packaging machine had high
production efficiency, smooth operation, reasonable structure, simple operation and reliable performance, eliminating
rigid and flexible impacts. DPH (T) series aluminum plastic blister packaging machines are widely used for packaging
drugs, food, and other products. The comprehensive performance of the DPH (T) series aluminum plastic blister
packaging machine has been improved and improved, and some models have now reached international advanced levels.
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Fig.1 Process structure flowchart of DPH200
aluminum plastic blister packaging machine
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Fig.2 Process structure flowchart of DPH260

high-speed aluminum plastic blister
packaging machine
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Tab.1 Comparison of technical parameters between DPH200 and DPH260 packaging machines
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Fig.3 Process flow diagram of DPH (T) series
aluminum plastic blister packaging machine
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Fig.7 Replacement of forming and blowing molds
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Fig.8 Clamping step

PVC it 9 i BLIRIE A3 R G SR,
P LB 4 20 5 BT R SIE 30 463
BUBRM A EY , R R . AT AR
AT AL IR, 2 4 S [ — e,
(RE AR 1) PVC R A
24 FEKE

FEHOTA KK 1 000 mm, AEGSRIE L4 15
SEATI A FEHUA I, R B RER 0 6 3
SRR T
25 MR

A R PR AR IR0 LR, T LA 6

PP 2R T RIS o REAS fi KPR JBE i 2 1
g;}‘{o

2.6 HEHENH
PSR &, DI 9 FTR.

Ko #HEAERER
Fig.9 Schematic diagram of heat sealing

RES YR AR ARG, ERhPURR . £30
B AP U SR A AR, R
R LA B BT Bl L, Bk PVC iR
B T 300 i A R UL RSB, AR e A A
JAR DB 1k S G ad R T IR i i 2 R PVC
5 2 RRE M, ESIRNE AR AKX PVC
ST A,

2.7 HRKFEE

AR R 25 o T RN g i PR A Al B 25 i Y
Fiad, TEREEHM T — A HrshiR, xha i p ik
PEAT S IER T, st e s i IR O, (A T
%XEJAO
2.8 17, BiR&NA

FT7 . WL anE 10 Fis, AL i i O
AL ShSCIET 7 | TR INRE . Tk AT R T]
TRARHITE . WA, WFEBITR . SR,
S G LR A ]kl T S
2.9 MEEIL

IPERHT A HEDUR B E A R | R R
DU AR AR AL, JE 3 I RER 1] rh R LA A 16 510
L
2.10 HEHL

PG A AL T, EAC Y Ak HLE 1Y
RO AHRSIE 2 U st B, & 2 e I
SAE L HERIT AR R R SR A



a5 FH 1M

XUBFECy AR R M S A LI T 223 -

w1 B, fedhih EEE A YR, YR
T [ 5 B, NI SRR L L TR 5
PIAE B A Y A i R T AN A B, el ff
SIEARTE ,, RGN Ee A AW SR B o
AT AR P2 M fip ke b3S ] 75T

17 16 15 14 !!
LN 200 33044 4. B SRR 6.35 TR IR R
7 A 8N O FTFEIM; 105 M4, 11 HLHK; 12.%
M, 1I3ACES; 145008 15m.00; 160830 ; 175104,
18373 ; 19. Lk 20 8K ;
2153k 22 J640; 239785 24. 894
Bl 10 475, WLy
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