
2,663,461 F. E‘ BROWN Dec. 22, 1953 
CONTAINER FOR PHARMACEUTICALS AND THE LIKE 

Filed 'June 30, 1949 



Patented Dec. 22, 1953 

UNITED STATES PATENT 

2,663,461 

OFFICE 
2,663,461 

CONTAINER FOR PHARMACEUTICALS 
AND THE LIKE 

Frank E. Brown, Burbank, Calif., assignor to 
Frederick M. Turnbull, Los Angeles, Calif. 

Application June 30, 1949, Serial No. 102,372 
6 Claims. 

This invention relates to a dispensing-type 
capsule or container, and more particularly to 
a dispensing-type capsule for dispensing indi 
vidual or metered quantities of a contained ma— 
terial. 
The invention is particularly well suited to 

a single-dosage, single-use, throw-away type unit 
for discharging a single or metered dosage of the 
contained material. This contained material may 
be, for example, a pharmaceutical preparation, 
such as any of the various medicaments, denti 
frices, shampoos, disinfectants, deodorants. sun 
tan lotions, ointments, dermatological prepara 
tions, etc., or materials for other uses, such as 
incremental portions of paints or pigments there~ 
for, oils or greases, chemicals, edible products, 
?avorings or seasonings, glues, etc. to specify 
only a few of the various classes of contained 
material. Additionally, these contained materials 
may be liquids, jellies, creams, pastes, semi-?uids, 
semi-solids, solids in tablet or subdivided form, 
powders, suspensions, emulsions, etc. 
The term “single-dosage” is used herein in a 

broad sense as referring to any contained ma 
terial present in a predetermined or metered 
amount to be substantially totally expelled for 
a single-use purpose. While the provision of a 
single-dosage dispenser is among the more im 
portant objects of the invention, the invention 
can also be used for multiple-dosage storage of 
contained material which is to be hermetically, 
bacterially or sanitarily sealed prior to expelling 
the ?rst dosage. 
There has long been needed a single-dosage 

container for pharmaceuticals which will not 
spread infection and which will expel a metered 
dosage. Currently, many medicaments, denti 
frices, etc. are sold in multi-dosage tubes having 
a dispensing neck which can come into contact 
with infected portions of the body or with some 
applicator (swab, toothbrush or other pharma 
ceutical-transferring means) which has previ~ 
ously been in contact with such infected portions 
or with germs, bacteria, etc. from the same or 
a different patient or user or from some other 
source. This contaminates the neck of the tube 
and contaminates the subsequently-expelled 
dosage to reinfect the same person or freshly 
infect another person, even though the dispensed 
material is in itself bactericidal. The medical 
profession experiences such contamination in 
conjunction with treatment of the eye, ear, nose, 
lip, mouth or other ori?ces of the body. The 
public in general experiences such contamination 
in similar treatments and also in the dispensing 
of toothpaste which is commonly wiped off the 
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mouth of the tube with the toothbrush—a pro 
cedure which may reinfect the user or pass in 
fection amongst members of the family. In this 
latter respect, the family-size toothpaste con 
tainer is one of the worst oifenders in spreading 
mouth infections, such as Vincent’s angina. 
The present invention provides a cheap and 

effective container for pharmaceuticals and the 
like which is effectively sealed until used, the 
seal being easily ruptured as a part of the ma 
terial-expelling operation and without the pre 
ceding application of solvents, tearing, cutting, 
piercing or other mechanical operations. 
The invention has among its objects and com 

prehends in its claims, features and structures 
as follows: 

(A) A container which effectively seals the 
contained material, from the time of ?lling to 
the time of use, against entry of air, moisture, 
germs, bacteria, etc. yet which provides an ap 
plied or tensionally-weak sealing means which 
is readily rupturable by pressure developed in 
ternally of the container as a part of the ex 
pelling operation and without using any of the 
opening expedients mentioned above. 

(B) A container which provides a normally 
collap-sed discharge opening with side walls lying 
adjacent and substantially in contact with each 
other and which side walls separate at the dis 
charge opening upon advancement of the con 
tained material toward the opening, this ad 
vancement tending to spread the walls, break a 
tensionally-weak seal thereadjacent and form 
the discharge opening into an ori?ce of a size 
and shape desired for expelling the contained 
material. 

(C) A container in which a discharge opening 
is hermetically and bacterially sealed by a mass 
of container-adhering sealing material more 
readily rupturable than the container and rup 
turable solely by increase in internal pressure 
in the container induced usually by squeezing 
thereof. 

(D) A container formed of one of the well 
known plastic materials and sealed by a plastic 
material of lesser tensional strength than the 
container itself. 

(E) Such a container formed of a plastic ma 
terial and sealed by the same type of plastic 
material but of somewhat lower molecular weight 
or sealed by some other type of plastic material. 

(F) A container formed of or coated with a 
plastic material which is an effective barrier for 
vapors, such as the vapors of essential oils that 
may be present in the contained material. 

(G) A container which can be economically 
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formed and which has sealed portions spaced 
from each other to de?ne an expelling passage 
for the contai ed material. 

(H) A series of containers temporarily ad 
hered in in~line relationship for ease in handling 
and marketing, the end container of the series 
being readily separable from its ‘neighbor at the 
time or intended use. 

(I) A method of making any of the containers 
noted above which is cheap and economical and 
which insures that the contained material shall 
be adequately sealed until the time of use, at 
which time the seal is broken by tensional rup 
ture of the sealing medium. I ’ 
Other objects and advantages-of the invention 

will be evident to those skilled in the art from 
the followingr description of exemplary embodi 
ments: 
Referring to the drawing: 
Fig. 1 illustrates successive steps inv the manu 

iacture of the preferred type pf capsule in views 
A-E, inclusive; . - 

Fig. 2 illustrates a ?nal or sealing operation‘; 
Fig. 3 is an enlarged elevational ‘view of the 

preferred form of capsule; 
Fig. 1i is a side view of same, ‘taken in the 

direction of arrow ii of Fig. 31; V 
Fig. 5 is a vertical sectional view taken along 

the line of Fig. 3; . 
Fig. 6 illustratesa modi?cation in which coated 

stock is employed; . , 

Fig. 7 illustrates ‘a further modi?cation in 
which the container or capsule ‘is coated after 
being sealed; 

Fig. 8 illustrates a series of adhering capsules, 
arranged in one manner; ' 

Fig. 9 illustrates a series of adhering capsules, 
arranged in another manner; and 

Fig. 10 is a perspective view illustrating the 
manner of use of the invention. 
.The invention can best be described ‘by the 
sequence of. manufacture views of Figs. 1 and 2, 
taken with the enlarged. views of Figs. 3-5. It 
will be understood, however, that the capsules of 
the latter ?gures can be formed ‘by sequences 
other than those illustrated in Figs. 1 and 2 and 
that these sequences are ‘illustrative of a pre 
ferred manner of forming the capsule from 
tubular-stock thermoplastic material. Similar 
methods starting with a tubular material formed , 
by heat sealing an edge of a folded sheet or by 
heat sealing the edges of two sheets of thermo 
plastic material will be obvious to those skilled 
in the art from the illustrated example. 
View A of Fig. 1 illustrates a pre~cut length 

of tubular~stock material. For purpose of illus 
tration and example, the length of tubular-stock 
material, indicated at it, is formed of a pliable 
but substantially nonstretchable thermoplastic 
material which can be sealed by heat, applied by 
a hot element or by induction means. Examples 
of preferred materials will be later given. 
View B of Fig. 1 illustrates the operation of 

heat-sealing the rear end of the tube It by 
pressing the adjacent side walls together and 
applying heat to form a closed or sealed end H 
of the completed container or capsule [2, shown 
in Fig. 3. This operation provides within a body 
portion is of the capsule a storage zone It. 
The next operation, illustrated in view C,” of 

Fig. 1, involves partial ?lling of the container 
or capsule and substantially complete ?lling of 
the storage zone M by the material l5 to be 
dispensed, care being exercised to deposit this 
material in the bottom of the container or cap 
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sule and care being exercised to avoid coating 
the upper inner walls of the tubular stock with 
such material. 
The next step is to heat-seal side portions of 

the tubular stock at a position beyond the mate— 
rial i5 by squeezing together and applying heat 
to side zones ‘of the tubular stock, ‘preferably 
followed by trimming, as suggested in ‘views D 
and E of Fig. 1. The preferred procedure is to 
‘collapse or ?atten the open end of the tubular 
stock and apply heat in an irregular zone, sug 
gcstedin‘viewD as including side bands ii’ and 
i8 and intersecting tip bands 59 and 28. If 
desired, the walls may be sealed not only in 
these bands but also at positions beyond or out 
side thereof. 
The following ‘step, illustrated in view E of 

Fig. -1, involves trimming away the excess ma 
terial outside the bands ii’ and iii and cutting 
along the line A—A, substantially at the base 
of the tip bands is and ill, to present cleanly 
trimmed'edges or lips '22 of the side walls and 
:23, ‘best illustrated in Fig. 5. 
When thus trimmed, the capsule l2 provides 

edge-sealed side portions 25 and substantial 
‘1y coextensive with or formed'ii'orn the side 
bands I? and £8. The side portions and 2% 
are spaced from each ‘other to provide an ex 
pelling passage 27 opening on the storage zone 
ill ‘and extending to the .lips 22. it is preferred, 
although not absolutely essential, that this pas~ 
sage converge toward the lips 22 in the plane of 
the .paper in Fig. 3. Likewise, the walls 23, and 
24 ‘and the intervening ‘passage ‘2"! will usually 
converge toward the lips 22 a plane transverse 
to such plane, namely, in the plane of the paper 
in Fig. 4, this being usually caused by the larger 
diameter of the ?lled body portion Corre 
spondingly, ‘progressive sections taken trans 
versely through a neck- portion of the capsule 
i2 will be substantially oval in shape, the minor 
axis of the oval progressively decreasing toward 
the lips 22 and the major axis preferably de 
creasing in that section of the neck portion 22 
which is closest and vintegral with the body por 
tion l3. The remaining section of the expelling 
passage 2?’, closer to the lips 22, may desirably 
be of uniform width, measured along such ma 
jor axis to shape the contained material is prepay 
ra-tory to. ejection. 

It is a feature of the invention to provide an 
expelling passage terminating at or co-.'nuni~ 
eating with a ?attened portion of the-container 
forming lips such as the lips 22“. Such lips nor 
mally lie in contact with or very close to each 
other in side-by-side relationship and form a 
potential discharge ori?ce the being 
spreadable by increase in pressure within the 
container or capsule to form a discharge ori?ce, 
usually of substantially oval shape, through which 
the material 15 may be expelled. in other words, 
the lips 22 normally lie adjacent each other but 
are spreadable by increase in internal pressure, 
set up by squeezing the container Or capsule, 
to separate and form the discharge ori?ce. Like 
wise, the material lE, forced along the ex elliug 
passage 2'? by the external pressure, will tend 
to swell or separate the central portions of the 
walls 23 and 245, thus creating a force tending 
to separate the lips 22. This force is relied upon 
to rupture a seal adjacent the lips 22. 
The potential discharge ori?ce SR2 and the lip‘ 

22 are sealed by a pressure-rupturable sealing 
means which serves to join the lips and hold 
them close to each other. In accordance vwith 
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the present invention, the sealing means should 
have a tensile strength less than that of the 
container or capsule to be rupturable by the afore 
said force or internal pressure induced by 
squeezing. The preferred pressure-rupturable 
sealing means comprises a mass of a sealing sub 
stance applied to the exterior of the container 
or capsule, preferably immediately adjacent the 
lips 2?. to extend across these lips in sealing rela 
tionship. Thesealing substance 33 should also 
preferably extend at least a small distance along 
the walls 23 and 25 to increase the area of con 
tact. A portion of the sealing substance 35 should 
extend beyond the extremities of the lips 22 to 
provide a hermetic and bacterial seal for the 
capsule and its contained material. 
The preferred manner of forming the mass 

of sealing substance 33 is to contact the lips 22 
while substantially closed. with a semi-?uid sea1~ 
ing substance. Fig. 2 shows one way of accom 
plishing this, namely, by inverting the capsule, 
dipping the lips 22 momentarily in a body of 
molten sealing substance til held in a container 
35, raising the capsule with a glob of the seal 
ing substance adhering to the lips and cooling the 
substance to form the mass of sealing substance 
33, shown in Figs. 2—5. 
The sealing substance should preferably be 

in a rather viscous state, the viscosity determin 
ing in part the amount of material picked up 
from the larger mass of the sealing substance. 
Additionally, the sealing substance may be any 
material that will bond to and seal the lips 22, 
yet which will not be meltable in storage or in 
use, preferably a substance which is not water 
soluble. Additionally, the mass of sealing sub 
stance should be of lower tensile strength than 
the capsule or container itself, whereby squeezing 
induced internal pressure will cause rupture only 
of the mass of sealing substance 33, this mass 
ordinarily separating under tension at or near 
the plane of contact or adjacency of the lips 
22, leaving a portion of the mass of sealing sub 
stance adhering to each of the side walls 23 
and Eli. 

In many instances, it is preferable to leave a 
minute air space in the expelling passage 2‘! 
ahead of the material l5, as suggested in Fig. 3. 
This is particularly true when the material is a 
paste-like material, such as toothpaste. The en~ 
trapped air or other gas will not harden the 
surface of the paste-like material, becoming soon 
saturated with volatile components thereof. 
Additionally, the entrapped serves the very 
useful purpose of applying the spreading force to 
the side Walls 23, 22 used to rupture the seal 
and separate the lips 22. This means that the 
gas will open the discharge orifice prior to the 
time that the paste-like material reaches this 
ori?ce, thereby preventing any initial surge of 
the paste-like material through the ori?ce upon 
rupture of the sealing substance. 
In the embodiment of the invention thus far 

described, the body material is preferably a 
resin-type thermoplastic material, as is also the 
sealing substance, the latter having different 
physical properties as compared with the former. 
The particular thermoplastic material used will 
depend in part on the product to be marketed 
in the capsule. If this product contains essen 
tial oils, this may determine the selection of the 
body material if the escape of vapors of such oils 
is to be avoided. By way of example, two types 
of body material, particularly advantageous in 
the present invention will be described, together 
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6. 
with appropriate sealing substances for 
therewith. ' ' 

If the product or contained material is .devoid 
of volatile materials, such as essential oils, or 
if some escape thereof can be tolerated, a very 
satisfactory thermoplastic body material is a 
highly polymerized ethylene, such as “poly 
ethylene” or “polyethylene resin.” Such prod 
ucts are currently manufactured, in several com 
mercial grades, and are essentially linear poly-' 
mers of ethylene. produced by the direct poly 
merization of ethylene at high temperatures and 
high pressure. These materials are character- 
ized by low moisture vapor transmission, good 
chemical resistance, heat scalability, non-toxic 
ity, complete lack of odor and taste, and inherent 
?exibility even at temperatures below (3° C. The 
products known as “polyethylene” grades DYLT 
or DYNH have been found suitable and have a 
melting point of about 300-350° F. A similar 
material, known as “polythene” can also be used. 
In using such materials, the tube Hl may have 

a wall thickness of about .003-.010", a wall thick 
ness of .005" being quite satisfactory. However, 
the above materials often will not form satis 
factory barriers for the vapors of essential oils, 
particularly with the small wall thicknesses con 
templated. For example, if toothpaste is mar 
keted therein, a faint odor of the ?avoring oils 
can be detected exteriorly of the capsule, even 
though the discharge ori?ce 39 is adequately 
sealed against transmission of such vapors. 
In instances where the capsule is to be an ade 

quate barrier against vapors of essential oils or 
similar vapors, I prefer to use a material known 
as “Saran.” This material is the best known 
vapor barrier, next to lead, and is a pliable but 
substantially nonstretchable thermoplastic resin 
having the functional properties previously enu-v 
merated and being particularly well suited to 
the present invention. “Saran” is a co-polymer 
of vinylidene chloride and is available in severalv 
grades. Grade S-51'7 is cited, by way, of ex 
ample, as suitable, although other formulations 
of this product can be successfully employed as 
the body material. This product can be readily 
heat sealed at about 290—310° F. and is readily 
extrudable, temperatures of about Zl50--.'550" F. 
being employed in converting the plastic from 
its powdered condition preparatory to extrusion. 
The preferred wall thicknesses of “Saran” are 
substantially less than those preferred for the 
“polyethylene” type material, being in the neigh-_ 
borhood of about .002—.005" and thus forming 
an extremely pliable body material. 
The sealing substance 33 may be any pressure 

rupturable material having the properties out 
lined earlier. I prefer to use a thermoplastic 
resin as the sealing substance, selecting the ma 
terial to be of lower tensile strength than the 
body material. Often, the sealing substance can 
be of the same type as the body substance but 
of lower molecular weight and lower melting 
point. By way of example, if the body material 
is “polyethylene” DYLT or DYNH, the sealing 
substance may be a lower-molecular weight 
“polyethylene,” such as “polyethylene” DXL~fl 
having a melting point of about 250° F., sum-7 
ciently below the melting point of the body ma: 
terial so that contact of the sealingv substance 
with the body material will not melt the latter 
or induce a temperature sufficient to fuse the 
lips 22 directly together. , 

If “Saran” is employed as the body material, 
a lower-molecular weight “Saran” may be eme 
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prcyedas the‘sea'ling substance, typically ‘a prodi 
uct having an extrusion temperature of, around 
200° F. Alternatively, v‘a suitable “polyethylene” 
sealin‘gsub'stance can be employed with a “Saran” 
body material if the former is of suf‘uciently low 
molecular weight to have a tensile strength and 
a vrrlfrelting point respectively less than the tensile 
strength and bonding temperature of the latter. 
Both “polyethylene” and “Saran” have non 

porous surfaces to which the usual adhesives will 
not‘stick. By‘the same token, the vresin-type mass 
ofsealing substance 33 will not be permanently, 
integrally or tightly bonded or adhered to the 
body material, the bonding or adhesion with 
which the ‘invention is concerned, when employ 
ing ‘a s1‘ tic sealing substance against a plastic 
b y vate'rial, being looser and representing an 
‘adhesion or bonding arising more from surface 
irregularities of 'thebo'd'y material. There are 
minor mechanical irregularities in the exterior 
surfaces ‘of ‘the lips and ‘these are ?lled by the 
sea ~i'igAsubsta-nce, tending to‘ prevent withdrawal 
of ‘the cap-like mass of sealing substance during 
transportation ‘and normal handling. Additional’ 
1y, he ‘sealing substance encircles or encompasses 
the lips as 'a ring to form a mechanical lock, par 
ticularly if, as is desirable, a portion of the mass 
of sealing substance extends in contact with the 
sidewalls ‘23 and 2'4 for a small distance from the 
edges of the lips. 

‘In practice, the mass of sealing substances can 
usuallybe pulled from’ the lips in cap-like form 

a ?ngernailor blunt knife blade. However, 
the dhesion is su?icient to hold the sealing sub 
s't'a tie in place during all normal handling of the - 
eat H et When pressure is applied to expel the 
contents, the mass of sealing substance breaks 
under tension in substantially the plane ofthe 
potential discharge ori?ce 36, leaving!’ one 'por-‘ 
tibn‘ of the ‘mass of sealing substance still adhere 

‘to ene'of the side walls and another portion 
still "adhering to the other side wall. ’ 

It is not ‘essential that the body portion ‘I3 be 
frnied'enti'rely of the aforesaid thermoplastic 

‘als. Thus, in Fig. 6, _I have shown a 
laminated construction in which the tubular 
stdck initially comprises a base material 31 with 
interior and exterior coatings 38 ‘and 39 of a suit-' 
able thermoplastic resin, such as “Saran” or 
f‘rpoly‘ethylene.” vCoatings of such materials can 
be applied to any number of ?exible base mate 
rials, such as papenrcloth, other thermoplastic 
ma er'ials. etc. Any such ?exible material can be 
employed as the base material 31. Merely by Way 
of example, the base material 3'! may be a “poly 
ethylene” material and the coatings 38 and 39 
may be a “Saran” material to increase the bar 
rier against vapors. Alternatively, “Saran” or 
“polyethylene” may be coated over paper, cloth, 
or other flexible but substantially nonstretchable 
material as the base material 37. The previous 
ly-described sealing substance 33 can be applied 
to, any "such laminatedubody portion l3 and cap 

an otherwise be made by the same steps as 
usly outlined. 
itionally, it is not invariably necessary to 

use both internal and ‘external coatings when em 
ploying a laminated body portion iii. For ex 
‘an 1' ‘e, merelyv a very thin coating of “Saran” 
21 led interiorly or exteriorly will often sumce 
"to provide a sufficient vapor barrier even if the 
base material 31 is quite permeable to vapors. 
With only an exterior coating of the base ma 
term '37, the latter may be in direct contact with 
the contained material, in which event it should 
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8. 
be relatively inert thereto. if the base material 
37 is Ycoated'only on its inner side, it will be made 
of a material forming a satisfactory exterior for 
the capsule. Most any such base material will 
provide a satisfactory base for the sealing sub 
stance >33. 
Normally, ‘the sealing substance 33 will bridge 

across the closed lips. However, Whether the 
sealing "substance is applied by dipping or by 
otherwise applying a small mass of the ?uid seal 
ing substance to the lips, a portion of the sealing 
substance may enter the discharge ori?ce, par 
ticularly if the lips are not entirely in surface 
contact. Any of the sealing substance which 
thus enters the potential discharge ‘ori?ce will 
act as an additional seal and yet will not inter 
fere with the pressural breaking of the seal as 
previously described. 

Instead of starting with a coated base material, 
as in Fig. 6, it is possible to coat exteriorly a 
?nished capsule, made as suggested in Figs. 1-5, 
to decrease its vapor permeability or to form an 
additional protective coating thereon. This is 
suggested in Fig. _'7 which shows, greatly enlarged, 
the discharge end of a capsule, formed as in Fig. 
5, the complete capsule being dipped into a coat 
ing solution to form an external ?lm 35' covering 
the entire capsule, with the exception of the 
mass of sealing substances 33. It is usually not 
desirable to coat the latter as the coating itself 
would tend to reinforce and to prevent rupture 
of the seal when the pressure inside the capsule 
is increased by squeezing thereof. The coating 
solution may be molten “Saran” of lower melting 
point than the base material 31 or it may be 
“Saran” or other thermoplastic resin in solution, 
the solvent readily vaporizing to leave the coating 
39'. A solution of “Saran” in methylethylketone 
will usually befound satisfactory and will apply 
a thin vapor-barrier ?lm to a capsule formed of 
“polyethylene” or other plastic material. 
A plurality of the containers or capsules l2 may 

be marketed while packed in a suitable box or 
they may be dispensed one at a time from any 
suitable dispenser, whether or not coin operated. 
However, it is often preferable to market the con 
tainers or capsules H2 in adhering and in-line 
condition, so that one unit at a time can be sev 
ered from the series, the end unit being grasp 
able between the ?ngers and severed from the 
remaining series without rupture of any of the 
sea s. 

Fig. ‘3 shows a’ plurality of the capsules i2 
joined or adhered side by side in a common plane. 
This‘is facilitated by the shape of the capsules 
previously described as the end portion Ii and 
the side portions 25, 25‘ provide adhering zones 
in the form of tips 130 extending outwardly of the 
body portion 13, these tips being suitably con 
nected to corresponding tips of an adjacent cap 
sule. In Fig. 8, small masses M of any suitable 
adhering substance locally join the adhering zones 
of adjacent capsules as by ‘bridging or adhering 
the correspondingtips All; thereof. If desired, the 
masses 4! maybe small portions of the same ten 
sionally-Weak substance as was used to seal the 
capsules, e. g., "polyethylene” grade DXL-ll, men— 
tioned above. Insteadrof adhering the capsules 
side by side at their edges or tips, the capsules 
can be stacked face to face and a small mass of 
such adhering substance placed between con 
tiguous side walls or faces of the body portions 
of adjacent capsules. 

Fig. 9 shows another manner Of temporarily 
adhering a sericsvof‘ the capsules by use of small 
masses #2 of an adhering substance joining ad 
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boring zones of adjacent capsules, e. g., joining 
the mass of sealing substance 33 of one capsule 
with the opposite end of the next capsule. In 
using such end-to-end joining, the adhering sub 
stance should preferably be merely temporarily 
connected to the end of the next capsule, to sepa 
rate therefrom without rupture of the sealing 
substance, or the adhering substance should be 
of even less tensional strength than the sealing 
substance 83, either ‘because of a lesser thickness 
or size or because of being made of a substance 
having less tensile strength than that of the‘ seal 
ing substance. In other words, it is preferable 
that a capsule can be severed from the series 
without breaking the seal of the severed or ad 
jacent capsule. 
In use, a capsule is severed from the series by 

a slight pull. While still sealed, it is placed‘in the 
locale of the desired expulson of the contents, 
e. g., above a toothbrush, By squeezing the walls 
of the body portion is between the ?ngers, as 
suggested in Fig. 10, the internal pressure will 
be built up and the contents will be advanced 
along the expulsion passage 2'8, both actions tend 
ing to spread the side walls 23, 21% to break the 
seal formed by the mass 33 of the sealing sub 
stance. ’I’he squeezing is preferably progressive, 
starting adjacent the rear end of the capsule and 
advancing toward the expelling end. This is 
easily accomplished by a rolling of the ?nger tips 
along the capsule to induce the squeezing. If 
the capsule is small, its entire contents may be 
expelled by a single squeeze but if the capsule is 
larger or the user’s ?ngers smaller, it may re 
quire a second or advanced grip on the capsule 
to expel its contents. 
The ori?ce 3t preferably opens into oval shape 

when expelling substances such as toothpaste, 
thus applying a flat layer of the paste to the tooth 
brush. 

I am aware that various changes and modi?ca 
tions can be made without departing from the 
spirit of the invention and I desire that the in 
vention as claimed herein be interpreted as 
broadly as is consistent with the advance made. 

I claim: 
1. A dispensing~type capsule for containingv 

and dispensing a dosage of a contained material, 
said capsule including: a hollow body portion 
providing a storage zone adapted to contain said 
material, said body portion having a, closed ‘end 
and an expelling end; a neck portion integral 
with said expelling end of said body and com 
prising a pair of walls substantially collapsed at 
their ends to form a pair of lips lying adjacent 
each other but spreadable to form a discharge 
ori?ce for such material, said walls converging 
toward each other when said lips are adjacent 
each other to form a material-receiving passage 
opening on said storage zone, the plane toward 
which said walls converge being at right angles to 
the plane of said lips when adjacent each other, 
and said material-receiving passage also converg 
ing toward said lips in the plane of said lips, said 
body and neck portions being formed of tubular 
stocl: pliable material which when squeezed will 
advance said material along said passage toward 
said lips to impose a force on said walls tending 
to separate said lips and enlarge said discharge 
ori?ce; said necl: portion being provided by sealed 
side portions of said tubular stock, said closed 
end of said body portion comprising sealed end 
walls of said tubular-stock pliable material, said 
sealed side portions and said sealed end walls re 
sisting rupture when said body portion is squeezed 
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10 
to create said rupturing force; and a pressure 
rupturabl'e sealing substance joining and sealing 
said lips and‘ holding same close to each other, 
said sealing substance having a tensile strength 
less than said body and neck portions to rupture 
by said force. : 

2. A dispensing-type capsule for dispensing a 
contained material, said capsule comprising: a 
container body of tubular=stock, pliable, thermo 
plastic material having one end ciosed by a non 
rupturable seal and containing the m terial to be 
dispensed, the other end having opposite side por 
tions sealed at a position extending beyond the 
material ?lling, said side portions being spaced 
from each other to provide a potential expelling 
passage terminating in a pair of lips adjacent to 
each other but spreadable on squeezing-induced 
pressure inside the capsule, the walls of said pas 
sage converging toward the plane of the adjacent 
lips and also toward a plane at right angles to 
said plane, and a mass of sealing substance sur 
rounding and adhering to said lips and of such 
tensile strength as to be rupturable on squeezing 
induced pressure inside the capsule. 

3. A capsule as defined in claim 2, in which 
said sealing substance is a thermoplastic mate 
rial oi the same type as, but of lower molecular 
weight than, the thermoplastic material forming 
the container body. . 

1i. A capsule as de?ned in claim 2, in which a 
small body of gas is provided ‘between the material 
?lling and sealing substance, said gas being com 
pressed on squeezing to rupture the sealing sub 
stance and thereby spreading the lips prior to 
the time the material ?lling reaches the lips. 

5. The method of making a dispensing-type 
capsule comprising: heat-sealing an end of a 
tubular-stock, pliable, thermoplastic material to 
close said ends and provide a container; par 
tially ?lling said container with the material to 
be dispensed; transversely heat-sealing the open 
end of the tubular stock at a position spaced from 
said material and heat-sealing spaced opposite 
side portions thereof from said transverse seal 
toward said material leaving the space there'be-l 
tween unsealed and trimming said transversely 
heat-“sealed previously open end to provide nor 
mally-adjacent lips at the terminus of the ex 
pelling passage between said said portions; and 
sealing the ?lled container by contacting said lips 
with a ?uid sealing’ substance to provide a mass 
of said substance adhering to and closing the 
lips but of such tensile strength as to be rup 
turable on squeezingeinduced pressure inside the 
capsule. 
_6. A dispensing-type capsule for containing and 

dispensmg a dosage of a contained material, said 
capsule including: a hollow body portion provid 
ing a storage zone adapted to contain said mate 
rial, said body portion having a closed end and 
an expelling end; a neck portion integral with 
said expelling end of said body and comprising a 
pair of walls substantially collapsed at their ends 
to form a pair or" lips lying in mutual contact but 
spreadable to form a discharge ori?ce for such 
material, said body and neck portions being 
formed of tubular-stock pliable material which 
when squeezed will advance said material along 
said passage toward said lips to impose a force 
on said walls tending to separate said lips and 
enlarge said discharge ori?ce; said walls being 
sealed together in face-to-face relation on oppo 
site sides of said neck portion with the portion 
therebetween being unsealed and de?ning said 
discharge ori?ce; said discharge ori?ce being of 
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substantially less transverse dimension than said. 
body portion whereby said lips 'ar'e'relati'vélyshort 
compared to the'diameter of ‘said body portion; 
and a'pressureé-rupturable sealing‘ substalnce join 
ing vand sealing said lips‘and' holding'saino close 
to each other, said sealing substance "having'a 
tensile strength less than. said'body‘anq neck 
portions to rupture by said force. " " ' 

" BROWN 
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