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PATEN 
METHOD of MAKING AND APPLYING CASKETs To JAR CAPs 

Application filed December 4, 1930. Serial No. 499,908. 
The invention relates generally to the man 

ufacture of jar caps having plastic gaskets 
attached thereto, and more particularly it re 
lates to a method of forming and applying 
such gaskets to the caps. 
The primary object of the invention is to 

provide a new and improved method of mak 
ing plastic gaskets, of such a character as 
to insure uniformity of size and shape even 
when produced in large quantities and at 
high production speeds. 
Another object is to provide a new and im 

proved method whereby gaskets of raw rub 
ber or other, plastic material may be formed 
and applied to jar caps quickly and uniform 
ly at a cost substantially lower than has here 
tofore been possible. 
Another object is to provide such a method 

wherein the gasket is formed frpm an elon 
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gated strip or strand of material and applied 
in circular form to the cap so as to unite the 
ends of the strand and compress the material 
to the desired shape in adhering relation to 
the cap. - - - 

For the purpose of illustrating the prac 
tice of the present invention, I have illus 
trated in the accompanying drawings and 
will herein describe in detail a preferred 
form of apparatus adapted to utilize the new 

l, method, but it is to be understood that this 
apparatus is not to be taken as a limitation of 
the invention. 

In the drawings: - 
Fig. 1 is a fragmentary side elevational 

view of an apparatus adapted to utilize the 
invention. 

Fig. 2 is an end elevational view showing 
the left hand end of the apparatus illustrated 
in Fig. 1. - 

Fig. 3 is a fragmentary vertical sectional 
view taken through the gasket forming and 
applying means substantially along the line 
3-3 of Fig. 6. 

Fig. 4 is a fragmental view similar to Fig. 
3 showing the parts in the positions occupied 
upon the completion of the gasket applying 
operation. - 

Fig. 5 is a fragmental plan view taken in 
section along the line 5-5 of Fig. 6. 

iFig. 6 is an end elevational view taken 

showing 

and then severing this portion from the re 
mainder of the strand. The circularly 

through the machine along the line 6-6 of 
Fig. 3 with certain parts of the machine re 
moved. . 

Fig. 7 is a vertical sectional view taken 
along the line 7-7 of Fig. 1, looking in the 
direction of the arrows. . . . 

Fig. 8 is a vertical sectional view taken 
through the machine along the line 8-8 of 
Fig.1, looking in the direction of the arrows. 

-5 

Fig. 9 is a vertical sectional view taken 69 
along the line 9-9 of Fig. 1, looking in the 
direction of the arrows. . . . 

Fig. 10 is a perspective view of the knife 
employed to sever the strand of gasket mate 
rial, the knife being shown in its assembled 
position wherein it 
plate. 

Figs. 11 and 12 are similar sectional views 
taken along the line 11-11 of Fig. 6 and 

: the feeding clamp 
closed positions respectively. 
In accordance with the preferred practice 

of the method, an elongated strand is formed 
from a heated mass of raw rubber or the like 

forms a part of a cam 
5 

in its open and 9 

175 and is fed directly to a continuously operat- ' 
ing machine which forms a succession of an 
nular. gaskets directly from the strand, and 
applies such gaskets to the jar caps. The 
formation of the gaskets from the strand is 
accomplished by arranging the end of the 
strand in a circle of a size suitable for a 
gasket, holding the remainder of the strand 
adjacent to the circularly formed portion 

formed portion of the strand is then com 
pressed against a jar cap and during Such 
compression it is confined so as to limit its 

90 expansion in a radial direction whereby to 
insure uniformity of the gaskets. In the 
compression of the circularly formed portion 
of the strand, its opposed ends are united 
to form a continuous annular gasket adher 
ing to the cap. 

The apparatus generally 
The apparatus shown herein comprises a 
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95 

strand forming machine 6 (Fig. 2), prefer 
ably in the form of an extruding device of 
well known construction, through the die 7 100 
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of which a continuous strand 8 of gasket ma 
terial such as raw rubber may be discharged. 
As the strand 8 is formed, it is fed toward a 
gasket-forming and applying machine, 
which, generally considered, consists of a 
gasket-forming and applying device 10, Sup 
ported in axial alinement with a reciprocable 
plunger 11. An indexing holder 12 operates 
to feed jar caps 14 one by one into a position 
between the plunger 11 and the forming and 
applying device 10 so that gaskets formed by 
the device may be pressed onto the caps 14 

5 

20 
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30 

by coordinated approaching movements of 
the plunger and the device while the holder 
remains stationary. 
The gasket forming and applying mechanism. 
In the machine shown herein, a strand 8 

of gasket material, preferably of round cross 
section, is taken directly from the strand 
forming machine 6, and by a feeding mecha 
nism 16 its end is placed in a circle forming 
means which forms the end portion of the 
strand 8 into an annulus suitable for use as a 
gasket. The annulus is then severed from the 
remainder of the strand and is pressed into 
position in a jar cap 14 in a manner such as 
to shape the gasket and unite the two ends 
of the severed strand. . . . 
The feeding means and the circle forming 

means are in the present case, both rotatable 
in character and are arranged to act in suc 
cession to draw the end portion of the strand 
over the desired path to form the annulus. 

35 Considered generally, the feeding means 
preferably comprises a disk 17 (Figs. 1, 6, 9, 
11, and 12) fixed on a shaft 18 mounted in 
standards 19 and 20 of the frame 21 and 
carrying a releasable feed clamp 22 (Figs. 
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6, 11, and 12) for grasping and moving the 
end of the strand 8. As indicated by the 
arrow in Fig. 6, the feed clamp 22 on the disk 
17 moves the end of the strand 8 along the 
adjacent periphery of an oppositely rotating 
coaxial mandrel 23, which in the present case 
constitutes a part of the circle forming 
means. This feeding of the strand by the 
disk 17 continues until the strand is within 
the range of a clamp 24 (Fig. 6) carried by 
the winding mandrel. After automatic op 
eration of the clamp 24 so as to grasp the 
strand 8, the feed clamp 22 is released so 
that continued rotation of the mandrel 23 
may draw the strand into circular form 
about the mandrel. 

in order that the end of the strand 8 ma. 
be held close to the mandrel 23 and within the 
range of its clamp 24 as it is fed by the disk 
17, the feed clamp 22 is carried on a slide 25 
which is movable radially of the disk 17 as 
shown in Fig. 6 on rods 26, and is pressed ra 
dially outwardly of the disk 17 by springs 27 
surrounding the rods 26. The clamp 22 is 
best shown in Figs. 11 and 12 and is in the 
form of a lever extending radially with re 
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spect to the disk 17 and pivoted at 28 upon 
the slide 25 so that its outer end is in opposed 
relation to a stationary finger 30 carried by 
the slide and forming the other member of 
the clamp. The clamp 22 is normally pressed 
to its open position, shown in Fig. 11, by a 
spring 31 acting on one end thereof, and is 
closed by movement of the opposite end of the 
clamp along a cam surface 32 formed on a 
stationary plate 33 (Figs. 1, 2, and 10) which, 
in the present case, is in the form of a disk 
mounted on the frame of the machine at One 
side of the feed disk 17. 

Rotational movement imparted to the disk 
17 moves the feed clamp 22 toward the end 
of the strand 8 (Fig. 6) and the cutaway 
portion 34 of the cam surface 32 (Fig. 10) 
along which the clamp moves, permits the 
clamp to be opened by the spring 31. A de 
tailed view of the cam plate 33 is shown in 
Fig. 10, which is taken from the far side of 
the plate as shown in Fig. 2. This view shows 
the formation of the various cam surfaces. 
By the action of the springs 27, the clamp 22 
is held in its outward radial position until 
the two opposed members 30 and 22 are posi 
tioned on opposite sides of the strand 8. To 
insure proper positioning of the strand, guide 
rollers 35 are positioned in opposed relation 
to the feed disk 17 and the clamp 22 is ar 
ranged to grasp the strand between the two 
guide rollers 35. The action of the cam sur 
face 32 along which the clamp 22 moves causes 
the clamp to be closed until it has passed to 
a second cutaway portion 36 (Fig. 10) of the 
cam surface 32 which permits the clamp to 
open. - 
The mandrel 23 is mounted within a sleeve 

37 for rotation there with, the sleeve being ro 
tatably mounted in a bearing head 38 of the 
frame 21. One end of the mandrel 23 (the 
left in Fig. 3) normally projects from the 
end of the sleeve 37 to provide a surface about 
which the strand 8 may be wound, and the 
clamp 24 is arranged to operate by pressing 
the strand against the end of the sleeve 37. 
The clamp 24 is preferably mounted prin 

cipally within the mandrel 23, which is of 
sleeve-like form to provide space for the 
clamp and its operating parts, and as shown 
herein the clamp comprises a movable mem 
ber in the form of a lever 40 extending dia 
metrically of the mandrel (Figs. 3, 4, and 6). 
One end of the lever 40 has a pair of spaced 
clamping fingers 41 formed thereon adapted 

y to project through the mandrel 23 and upon 
pivotal movement of the lever 40, to press the 
strand 8 longitudinally of the mandrel into 
contact with the end of the sleeve 37. 
The clamping lever 40 is pivoted at 40 

intermediate its ends on one end of a lever 
42, which for purposes which will hereinafter 
appear, extends longitudinally through and 
is pivoted to a transverse wall 43 in the man 
drel. Thus by pivotal movement of the lever 
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40 about its pivot 40, the clamp is operated, 
and in the present case the clamping fingers 
41 project through a plate 44 which is lon 
gitudinally slidable in the mandrel and which 
insures an unbroken surface in the mandrel 
at the point where the strand is wound. The 
clamping lever 40 is normally held in its open 
position by a spring 46 (Fig. 3) extending 
through the wall 43 and connected to the lever 
40 and to a cross head 47 which is fixed to the 
outer sleeve 37 in a manner which will later 
appear. 
To pivot the clamping lever 40 to its oper 

ative position at the desired point in the ro 
tating movement of the mandrel 23, a rod 
49 is employed which is slidable longitudi 
nally through the wall 43 and into contact 
with the inner end of the lever 40. A spring 
50 acting on the rod 49 normally presses the 
rod toward the lever 40 but its movement is 
restrained by a trigger 51 (Figs. 1 and 3) 
engaging an abutment 52 on the rod and ar 
ranged to be released at a predetermined 
point in the rotative movement of the man 
drel. A shaft 53 connected to the cross head 
47 and serving to rotate the mandrel, also 
serves to support the trigger 51 through the 
medium of a collar 54 fixed on the shaft. 
The trigger 51, which is pivoted on the col 
lar 54 extends longitudinally of the shaft 
52 and is operated by a plunger 55 which 
projects diametrically through the shaft 53 
One end of the plunger 55 is connected to 

the trigger 51 so as to transmit movement 
thereto in two directions as shown at 56 
(Fig. 3), and the trigger is moved toward its 
operative position by a spring 57 surround 
ing the other end of the plunger and acting 
between the plunger and the shaft 53. 
In the opposite rotation feed disk 17 and 

the mandrel 23, the trigger 51 is released at 
the proper time by contact of a roller 58 on 
the end of the plunger with a cam 60 (Figs. 
1 and 8) mounted on the shaft 18. 
As the mandrel rotates, it draws the end 

of the strand 8 into the longitudinally open 
ing annular channel formed between the 
mandrel 23, the end of the sleeve 37 and an 
annular sleeve 60 which forms a part of the 
bearing 38, and by the action of the sides 
of this channel, the annular portion of the 
strand is maintained in the desired form. 
Means is provided for automatically re 

turning the rod 49 to the position shown in 
Fig. 3 after the rotative movement of the 
mandrel has been completed so as to permit 
the clamp 24 to be opened by its spring 46. 
As shown in Figs. 1 and 3, this means 

comprises a plate 61 fixed on the rod 49 so 
as to be engaged by the end of a movable 
lever 62 to withdraw the rod to a position 
wherein the abutment 52 is behind the shoul 
der of the trigger 51. The lever 62 is mount 
ed on a bracket 63 (Fig. 1) and is actuated 

through a link 64 connected to a similarly 
pivoted lever 65. 
roller 66 engaging a grooved cam 67 fixed on 
a shaft 68 which rotates in timed relation 
to the rotative movement of the mandrel 23. 
The sleeve 37 is utilized to move the gasket 

along the mandrel 23 and to press it into po 
sition on the cap 14, and for this purpose the 
mounting of the sleeve in the bearing 38 is 
arranged to permit longitudinal movement 
of the sleeve. Such movement is obtained 
through a roller 69 (Fig. 8) mounted on the 
lever 65 and engaging a grooved collar 70 
fixed on the mandrel shaft 53. In such 
movement of the sleeve 37, the mandrel 23 
moves therewith until the end of the main 
drel 23 strikes the cap 14 which is backed up 

The lever 65 carries a cam 

by the plunger 11 and thereafter the sleeve. 
continues its movement independently of the 
nhandrel. 
mitted by a yielding lost motion connection, 

Such relative movement is per 
best shown in Fig. 5 of the drawings, where 
in it will be seen that cross head 47 extends 
hrough longitudinal slots 71 formed in the 
mandrel 23. The mandrel 23 is normally 
projected longitudinally from the end of the 
sleeve 37 by springs 72 acting between the 
cross head 47 and the transverse wall 43 of 
the mandrel, the springs 72 being mounted 
about rods 73 which extend through the cross 
head 47 and the wall 43 and have heads there 
on which limit the movement of the parts 
by the springs 72. . . 

During the initial part of the advancing 
movement of the sleeve 37, the annulus 
formed from the strand 8 is severed from the 
remainder of the strand by a knife 75 (Figs. 3, 4, and 10) positioned closely adjacent to 
the upper surface of the sleeve 37 (Figs. 3 and 
4) and acting as a shearing edge past which 
the annulus is forced by the sleeve 37. The 
portion of the strand 8 which is held by the 
feed clamp 22 extends along the face of the 
knife at an angle to the cutting edge of the 
knife and since this portion cannot pass the 
knife 75, it will be apparent that the annular 
portion of the strand which is being moved 
by the sleeve 37, will be sheared from the 
held portion of the strand so as to leave an 
gularly disposed ends on both portions of 
the strand. It will be noted that in the pres 
ent case the knife is secured on the station 
ary plate 33 (Fig. 3) and the body of the 
knife, therefore, forms a part of the cam sur 
faces 32, 34, and 36 (Fig.10). 
Since the sleeve 37 must move longitudi 

nally of the mandrel to press the strand onto 
the cap 14, the clamping fingers 41 of the 

li0 

115 

20 

lever 40 are arranged to slide radially through 
the plate 44, into an out-of-the-way position 
shown in Fig. 4, and in such movement the 
lever 40 is guided by a pin 45 projecting ra 
dially inwardly from the plate 44 and loose 
ly engaging an opening in the lever. The 
withdrawing movement of the lever 40 is ob 
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tained by pivotal movement of the lever 42 
upon which the lever 40 is mounted, against 
the action of a spring 48 which normally 
tends to move the lever 42 so as to project 
the fingers 41 outwardly of the mandrel to 
the position shown in Figs. 3 and 6. 
After the pointed end edge of the man 

drel 23 has moved into abutment with the 
cap 14, the continued movement of the cross 

10 head 47 serves to withdraw the fingers 41 of 
the clamp 24 radially into the mandrel. This 
is accomplished by a can 76 formed on the 
cross head 47 and arranged to engage a cam 
roller 77 on the adjacent end of the lever 

ls 42 to move the lever against the force of the 
spring 48 to the position shown in Fig. 4. 
Thus, the path of the sleeve 37 is cleared and 
its movement, is continued until the annulus 
is pressed within the flange 14 of the cap 14. 

20 It will be noted that the advancing move 
ment of the plunger 11 presses the cap 14 posi 
tively toward the yielding mandrel 23 until 
the flange 14 of the cap is positioned with 
in and is laterally supported by the sides 

25 of an annular recess 78 formed in the Outer 
end of the collar 60 (Figs. 3 and 4), and 
while it is thus held the annulus is compressed 
to rectangular cross sectional form between 
the cap 14, its flange 14, the mandrel 23 and 

30 the end of the sleeve 37. It will be seen that 
the annular recess 78 provides an annular 
space in which the flange 14 may be placed 
with its inner surface ained With the inner 
surface of the collar 60, and the compress 

35 ing action of the sleeve 37 widens the strand 
8 to fill the space between the flange 14 and 
the mandrel 23. Such compression serves ef 
fectively to join the adjacent, angularly cut 
ends of the strands, and a continuous annu 

40 lar gasket is thereby formed. 
To remove the cap 14 from the recess 78 

upon completion of the attaching operation, a 
pair of U-shaped rods 79 are mounted in the 
transverse Wall 43 (Figs, 3, 4, and 6), with 

45 their cross members disposed on opposite 
sides of the axis of the mandrel 23 and adia 
cent the clamp 24. One side member 80 of 
each rod 79 extends longitudinally through 
the mandrel 23 and out of the other end there 

50 of (Fig. 3), and both are guided in ears 81 
on the collar 54. Extending from the collar 
is a bracket, 82 between which and the rods 
79 a pair of springs 83 are arranged to act 
to press the rods toward the cap 14 posi 

55 tioned at the other end of the mandrel. 
Thus, when the plunger 11 is withdrawn, 

the rods 79 push the cap 14 away from the 
mandrel 23 and into the indexing holder 12 
so that the finished cap will be moved out of 

60 the machine as a new cap is moved into posi 
tion. 

In the withdrawing movement of the sleeve 
37, the mandrel resumes its normal position 
shown in Figs. 3 and 6, and the fingers 4 

65 of the clamp 24 are projected through the 

mandrel so as to be ready for the next clamp 
ing operation. 

The indeaving cap holder 

Figs. 1, 2, and 9 and comprises a disk of Sub 
stantial thickness mounted on the overhang 
ing end of a shaft 85 mounted in the bracket 
86 (Fig. 1) beneath the forming device 10 
and extending through the standard 19 of the 
frame. At equally spaced points about its 
periphery, the disk 12 has a plurality of seg 
mental pockets 87 formed therein opening 
outwardly of the disk and of sufficient width 
to permit a cap 14 to enter edgeWise thereinto. 
The disk 12 is moved intermittently to posi 
tion the pockets 87 successively between the 
mandrel 23 and the plunger 11, the upper 
most pocket on the disk being the one which 
is positioned adjacent the mandrel. As 
shown in Fig. 9, the disk 12 is moved in a 
counter-clockwise direction, and the caps 14 
are fed to the pockets 87 of the disk through 
an inclined chute 88 which discharges a ver 

just before it reaches the uppermost position. 
It will be seen that the open lower end of the 
chute 88 is located opposite a position in 
which the pockets 87 are stopped in the in 
termittent movement of the disk, so that am 
ple opportunity is provided for the lower cap 
14 to move into the pocket. 
: After a gasket has been applied to the cap 
14 opposite the mandrel, that cap is moved by 
the holder 12 toward the left side of the ma 
chine (Fig. 9) and is dropped from its 
pocket 87. 

The plunger 11 and its mounting 
The reciprocating plunger 11 is mounted 

on one end of a shaft 90 (Figs. 1 and 2) which 
is slidable through a standard 91 of the frame 
and is actuated by a lever 92 pivoted at One 
end to the other end of the shaft 90. Inter 
mediate its ends, the lever 92 is pivoted on an 
adjustable support 93 carried by the standard 
91, while at its other end it carries a roller 
94 engaging a grooved cam 95 mounted on 
the end of a constantly rotating shaft 96. By 
adjusting the support 93, the stroke of the 
plunger 11 may be adjusted to bring the cap 
14 accurately to the desired position. 
If desired, the plunger 11, as well as the 

chute 88 may be heated by suitable electric 
heaters 99 and 100 and the strand 15 may be 
drawn from the forming machine 6 through 
an electrically heated guideway 101 (Figs. 2 
and 9) so as to render the strand more easily 
workable and insure firm adherence of the 
gasket to the caps. 

The driving mechanism, 
All of the parts of the machine are prefer 

ably driven in timed relation to each other 

The indexing holder 12 is best shown in 70 
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90 tically positioned cap 14 into each pocket 
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from a single power source (not shown) ar 
ranged to rotate a horizontal shaft 105 which 
is mounted in the standard 20 and extends 
through the standard 19. On its end adja 

5 cent the standard 19, the shaft 105 carries a 

10 forming operation and drives the shaft 96 at 

gear 107 which, through an idler 108, (Figs. 
1, 7, and 8) drives a gear 109 fixed on the 
shaft 68. 
The shaft 68 is rotated once for each gasket 

the same rate through gears 110 and 111 (Fig. 
1) whereby to reciprocate the plunger 11 once 
for each revolution of the shaft 68, it being 
understood that the cam 95 has but a single 

15 lobe. 

209) adapted to engage radial slots 114 in a 
Geneva wheel 115 which is fixed on the shaft. 

25. 
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The constantly rotating shaft 68 also drives 
the indexing work holder 12, through the 
medium of a Geneva movement, having a disk 
112 fixed to the shaft 68, with a pin 113 (Fig. 

85 of the work holder. The number of slots 
114 in the Geneva, wheel 115 corresponds to 
the number of cap-receiving pockets 87 so that 
each rotation of the shaft 68 moves a new 
pocket 87 into position opposite the mandrel 
23. 
The desired intermittent rotary movement 

of the feed disk 17 and the mandrel 23 is pref 
erably obtained from the shaft 85 upon which 
the indexing holder 12 is mounted. To this 
end the shaft 85 is extended through the 
standard 20 and carries a gear 117 (Figs. 1 
and 7) which through an idler 118 drives a 
gear 119 on the shaft. 53. The idler 118 is 
preferably made wide enough to permit lon 
gitudinal movement of the shaft 53 in the gasket applying operation. 
The gears 117, 118, and 119 are propor 

tioned to impart one complete revolution to 
the mandrel 23 during each advancing move 
ment of the Work holder 12, and it will be 
seen that this rotation of the mandrel takes 
place while the movement of Work holder is taking place. 
The feed disk 17 is oppositely rotated in 

timed relation to and at the same speed as the 
shaft 53 by meshing gears 120 and 121 fixed 
respectively on the two shafts, and the gear 
121 is made of sufficient thickness to maintain 
the two gears in mesh during longitudinal 
movement of the shaft 53. 

Operation. 
A strand 8 of pre-formed gasket material, 

preferably of round cross section, is fed from 
a strand forming machine 6 through the chute 
101 to the guide rollers 35 adjacent the inter 
mittently rotating feed disk 17. In the rota 
tion of the disk 17, the clamp 22 carried there 
by is opened, and as the clamp passes the 
guide rollers 35, it is closed so as to grasp 
the strand and draw it toward the adjacent 
23. 
periphery of the oppositely rotating mandrel. 

The normal stopped position of the feed 
disk 17 is such that the end of the strand 8 
is adjacent to the mandrel 23 as shown in Fig. 
6, while the fingers 41 of the clamp 24 project 
through the mandrel adjacent to the end of 
the strand. When opposite rotation of the 
feed disk 17 and the mandrel is started, the 
clamp 22 moves across the adjacent periph 
ery of the mandrel, and due to outward radial 
movement of the clamp 22 by the springs 27, 
the end of the strand is held close to the 
mandrel 23 for an appreciable distance. 
iDuring such movement of the strand 8, its 
end is automatically secured to the mandrel 
23 by the finger 41 of the clamp 24 which 
presses the strand against the adjacent end of 
the sleeve 37. . . . . . 

It will be recalled that the clamp 24 is nor 
mally projected through the mandrel 23 
by the spring 48, and is held in its unclamped 
position by the spring 46, and its automatic 
clamping movement is obtained through the 
action of a cam 60 upon the plunger 55 which 
releases the trigger 51 (Fig. 3) and permits 
the spring pressed rod 49 to strike and actuate 
the lever 40. 
After the clamp 24 has been closed, the cut 

away section 36 of the cam surface 32 permits 
the clamp 22 to be opened so as to release the 
strand from the feed disk 17 and permit it 
to be drawn by the clamp. 24 into a circle in 
the space between the mandrel 23, the collar 
60° and the sleeve 37. 
Just prior to the completion of a full rev 

olution by the mandrel 23, the clamp. 22, 
which is then open, is actuated by movement 
across the cam surfaces 34, 32, so as to clamp 
the strand 8 to the feed disk 17 which holds 
the strand 8 while it is severed from the an 
nulus formed about the mandrel. 
The strand 8 is severed by advancing move 

ment of the sleeve 37 which acts as a shearing 
member in cooperation with the knife 75 to 
cut the strand at an angle close to the clamp. 
22 which is then stationary. . . . . 
As the sleeve 37 advances, (to the left in 

Fig. 6) the clamp 24 is opened by withdrawal 
of its actuating rod 49, to a position wherein 
it is held by the trigger 51, this being accom 
plished by the lever 62 (Fig. 1) operated 
from the lever 65 which reciprocates the 
sleeve 37. At substantially the same time, 
the projecting fingers 41 of the clamp 24 are 
drawn radially inwardly of the mandrel by 
the action of the cam 76 which moves with 

- the sleeve 37 and acts to rock the lever 42. 
upon which the clamp 24 is mounted. . 
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During such advancing movement of the 
sleeve 37, the mandrel 23 moves longitudi 
nally with the sleeve by reason of the springs 25 

72 (Fig. 5) and approaches the cap 14 which 
is then being advanced toward the mandrel. 
by movement of the plunger 11. While the cap 14 is being positioned by the cooperative 
action of the plunger 11 and the mandrel 23 - 30 
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and the recess 78, the advancing movement 
of the sleeve 37 continues, and after the posi 
tioning of the cap is completed the annular 
Strand is compressed onto the cap. into rec 
tangular cross sectional form with united 
ends, as shown in Fig. 4. m 
The withdrawing movement of the plunger 

11 and the sleeve 37 then takes place, and the 
finished cap is moved back into the pocket 87 
of the indexing holder 12 by the action of 
the Spring pressed rods 79, the springs 83 of 
which have been compressed during the gas 
ket applying operation. 
As the sleeve 3 is withdrawn, the springs 

72 move the mandrel 23 to the left relatively 
to the sleeve, so that the end of the mandrel 
projects from the sleeve as shown in Figs. 
3 and 5. This relative movement withdraws 
the cam 76 and permits the spring 48 to pro 
ject the clamping fingers. 41 outwardly 
through the mandrel. 
The mechanism is then conditioned for an 

other rotative movement to form another an 
nulus from the strand 8, and such movement 
Occurs automatically due to the driving con 
nection between indexing holder 12 and the 
strand feeding and circle forming devices. 
During such rotative movement of the 

mandrel to form another annulus, the work 
holder 12 moves the finished cap 14 out of the 
machine and advances another cap from the 
chute 88 to a position between the mandrel. 
and the plunger 11, so that the annulus may 
be pressed thereon in the next reciprocation 
of the sleeve 37. 
From the foregoing it will be apparent that 

the invention provides an improved gasket 
capable of accurate formation at high pro 
duction speeds. 

It will also be clear that the invention pro 
vides an advantageous method of forming 
and applying gaskets to jar caps whereby a 
uniformity of the product is insured. It will 
also be seen that the method is adapted for 
performance at high speeds. 

H claim as my invention: - 
1. The method of forming and applying 

plastic gaskets to jar caps which consists in 
forming a strand of raw rubber composition 
material, forming the end of the strand into 
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a circle, severing the circularly formed por 
tion of the strand from the remainder there 
of, holding the end of the remainder of the 
strand during and after the severing opera 
tion, and compressing said portion against a 
jar cap to unite the ends of said portion and 
affix it to the cap while confining said portion 
to limit the radial width to which it may be 
expanded by such compression. 

2. The method of forming annular gaskets 
or the like which consists in extruding a con 
tinuous strand from a heated mass of raw 
rubber composition material, and forming 
said strand into a succession of circles severed 
from each other and each having opposed 
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ends, and uniting the ends of each circle while 
maintaining the material in a heated condi 
tion. 

3. The method of forming and applying 
plastic gaskets to jar caps which consists in 
compressing a circularly arranged strand of 
gasket material of round cross-section and 
with opposed ends onto a captoform a gasket 
of rectangular cross-section with the adjacent 
ends of the strand joined. 

4. The method of forming and applying 
plastic gaskets to jar caps which consists in 
drawing the end of a strand of raw rubber 
composition material through an annular 
channel recess to form a circle from said 
Strand confined by Said recess, severing the 
circularly formed portion of the strand from 
the remainder of the strand, placing a jar cap 
in closing relation to said recess, and moving 
Said circularly arranged strand through a re 
cess to compress the strand onto the cap to 
form a continuous annular gasket. 

In testimony whereof, I have hereunto af 
fixed my signature. 

MERRITT G. PARKS... . 
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