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This invention relates to & novel means and method
of preparing a closure arrangement to seal containers to
pe liquid tight, more particularly it pertains to the seal-
ing of closures upon the open mouth of conventional
containers that are made of aluminum foil that is drawn
in dies to form them in one piece, such as cups, dishes,
trays and etc; ahd that nest together according to their
k}nd when empty. The side wall of each of these par-
ticular containers is shaped by forming crinkles and
pleated ridges in the -aluminum foil in order to form
the one piece body and the extent of this wall pleating
of foil reaches its maximum on the upper portion of
the wall periphery that forms the open mouth of the
container. Hence, the rim surface around the mouth
is interrupted with closely spaced ridges of raiséd metal
that forms in the wall transverse of the top periphery
surface plane of the particular container. These unruly
ridges of pleated metal therefore make these containers
exceptionally difficult to seal tightly with an attached
closure. y

Many attempts have previously been made to make
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lid closures of various types that are crimped cn the .

container body, and by a top margin thereof overlapping
a corresponding margin of the lid. However, the sur-
face of the engaging lid is in contact with the top edges
of the above mentioned ridges formed in the rim surface
around the mouth of the container. The grooves or
flutes between these ridges remain open passageways for
closure leakage. ‘In my prior U. S. Patent No. 2,746,669,
issued May 22, 1956, and my copending application
Serial No. 497,223, filed March 28, 1955, now U. S.
Patent No. 2,787,410 issued April 2, 1957, a novel ar-
rangement is disclosed for closing the open mouth of
containers, and upon being slightly modified may be
utilized for the purpose of carrying out the method of
the present invention. :

The novel method embodiment of this invention con-
stitute means for an improvement on the invention of
the prior patents with respect to the adaptation of the
closure with containers of the above type described, and
one of the prime objects herein is to provide a novel
arrangement for a. closuré that will efficiently seal the
above mentioned types of containers in liquid tight seam
forming relationship. ]

Another object of the invention is to provide in a con-
tainer of the above type, a movel arrangement of an
applied adhesive material constituting an activator seal-
ing gasket adhered between a top surface area around
the rim of the container and a rim portion of the closure
in effecting the seal of the container.

A further object of the invention is to provide an
arrangement that provides an. applied adhesive molded
sealing gasket embodied in the rim of the closure mem-
ber to co-act with the rim of the container for sealing
purpose. :

Still another object of the invention is to provide novel
means and method for constructing and activating the
adhesive gasket to positively seal the closure engaged
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upon the unruly ridged rim surface of the containei ifi
liquid tight seam forming relationship.

Other objects and novel features of the invention will
appear more fully hereinafter from the following de-
tailed description when considered in connéction with
the accompanying drawings, wherein two embodiments
of the invention ar¢ illistrated. It is to be expressly
understood, however, that thé drawings are utilized for
purposes of illustration only, and aré not to be taken
as a definition of the limits of the invention, reference
being had for this purpose to the appended claims,

In the drawings, wherein simildt reference characters
refer to similar parts throughout the several views:

Fig. 1 is a side elevation partly in vertical cross set-
tion showing the containér and closure in sealed relation:
ship;

Fig. 2 is an énlarged fragmentary view of the closure
showing the inverted tim portion théreof containing a
molded portion of adhiesive that constitutes the closure
sealing gasket; )

Fig. 3 is an enlarged fragmientary portion of closure
and container in vertical cross section and showing the
rim of the closure in registéring engagement above the
rim of container prior to the closing thereof;

Fig: 4 is an enlarged fragmentary view in vertical ¢ross
section showing the séated closure upon the container
and fragmentary portiods of apparatus that may be uséed
to seal the closure to the container; o

Fig. 5 is a fragmeritary view in side elevation of the
ridged wall surface of the container body and showing
a portion of the adhesive sealing gasket and wall of the
closure rim in cross section that is upon the top of the
body wall; ]

Fig. 6 is an enlargéd fragmentary portion of closure
and container in vertical cross section and showing the
adhesive sealing gasket as applied upon the rim of the
container;

Fig. 7 is a view showing a fragmentary portion of
a riodified type of rim on a container of the above type,
and further showing the adhesive sealing gasket as ap-
plied thereon and in registering position with ‘a closure
fortning flat disc that may be used to seat upod the seal-
ing gasket, and »

Fig. 8 is a fragmentary view in vertical cross section
of the modified closure compléeted to sedl the container.

The présent invention is primarily directed to a means
and method of preparing the closure rim and ‘the rim
pleated surface of the container to be sealed, with an
adhesive sealing gasket that is premolded to form upon
{h& rim in order to provide 2 solid body of adhesive ma-
tetial for contact upon the coincident portion of grooves
and crevices formed in the aluminum metal that exfend
over thie top of the container rim or flange periphery.
The closure structure used in the’ illustrations is basically
similar to the portable closure disclosed in my above men-
tioned prior patents. The rim shape contour of the
closure structure is coincident with the rim shape. struc-
ture of the container. Upon inserting the closure into
the mouth of the container, the dry adhesive activator
gasket formed in the fim of the closure fits upon the
ridged rim of the container. Regulated heat is applied
upon the rim portion of the closure to activate the adhe-
sive gasket so that the adhesive will spread to form a
solid fillet of sealing material between the downwardly
pressed clostre rim wall portion and rim of the container
thereby effecting a substantially hermetic seal of the
container.

The present invention further conteniplates certain par-
ficular advantageés in providing an alternative sealing ar-
rangement whereby, the rim of the container is adapted to
émbody the dry adhesive sealing gasket material. The
container sealing efficiency as a result of this arrangément
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being similar to the closure rim sealing gasket arrangement
according to the method carried out by the invention.

Referring more particularly to Figs. 3 and 4, the con-
tainer 4 shows one type of conventional rim structure that
is selected to illustrate the invention and the container
illustrated represents the aluminum foil made container
hereinbefore described, the ridges of pleats and flutes
formed in the metal not being shown except in Fig. 5.
It is contemplated, however, that containers and closures
made of other materials may be adapted with the same
embodiment of sealing arrangement disclosed by this in-
vention. This particular conventicnal container 4 is pro-
vided with a body wall shoulder 5 and a curled top rim
6 around. the periphery of the open mouth to stiffen the
body wall thereof. The closure 7 shown in Fig. 2 shows
the inverted U-shape rim portion 8 thereof containing a
portion of dry adhesive 9 that has been initially heated to
render it in fluid condition into the continuous rim periph-
ery of the closure and thereby adhere to the interior sur-
face of the coincident wall portion § thereof. The depth
of the molded form of adhesive 9 in vertical cross section
is greater than the depth of the projected ridges of spaced
metal pleats extending upwardly across the rim 6 of the
container. These ridges may project outwardly of the
lower surface portions of the rim as much as one sixty-
fourth of an inch. These projections of metal are illus-
trated by ridges 19 and grooves 11 shown in Fig. 5.

Now referring to Fig. 3, the closure 7 with its cast ad-
hesive sealing gasket 9 is registered with the container 4
to be sealed. The closure 7 is provided with a rigid disc
12 having an outer edge periphery 13 and an inner edge
periphery 14 covered by the transparent plastic web 8,
the interior bottom surface of the disc 12 being covered by
the plastic web and the exterior surface portion 15 of the
plastic web being substantially coplanar in relationship
with the exterior surface of disc 12. The upwardly ex-
tending wall portion 16 of the plastic web material of the
closure is intended to fit snugly upon the up-right wall
portion 17 of the container when inserting the closure into
the open mouth of the container. The rigid disc portion

_of the closure being relied upon to register the rim 8
of the closure concentrically with the rim 6 of the con-
tainer as shown in Fig. 3.

The rigid disc 12 of the closure is also relied upon to
plant the closure 7 into the open mouth of the container 4
as shown in Fig. 4. A plunger part 18 of apparatus en-
gages upon the exterior surface of disc 12 of the closure
and upon downward movement of the plunger the closure
7 is inserted into the mouth of the container, the dry
adhesive sealing gasket 9 contacting the peak of the ridges
10 (Fig. 5) on the rim 6 of the container. A sleeve 19
is fitted over the vertical exterior surface of plunger part
18. The sleeve part is provided with a calrod electrical
heating element 26 embedded within the sleeve and the

element having end terminals projecting outwardly of

the sleeve (not shown) for connecticn with a source of
electrical current through a transformer not to exceed
substantially twelve volts. The bottom of the sleeve
is provided with a ring 21 made of Teflon material and
having a surface contour that is substantially coincident
with the contour surface of rim portion § of the engag-
ing closure 7. The heating element 28 is thermostatically
controlled to regulate proper temperature of heat to be
conducted through the plastic wall 8 of the closure for
purpose of thermally activating the adhesive sealing gasket
9 within the closure rim. To this end, the sleeve 19
presses downwardly upon the rim of the closure and im-
parts heat to soften the adhesive gasket, the softening
degrees of temperature required for the adhesive being less
than the degrees of temperature that would be required
to soften the plastic rim of the closure. The pressure and
heat as applied upon the closure rim permits the adhesive
gasket 9 to bury coincident portions of contacting ridges
10 of the container rim into its- softened viscous body
to form a solid fillet of sealing compound when cooled,
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4
and between the coincident surface engaging portions of
the rims 6 and 8 thereby effectively sealing the closure 7
to the container 4 in liquid tight seam forming relation-
ship as illustrated in Figs. 4 and 5. The adhesive gasket
9 when being activated, is spread to form the solid fillet
within confined limits of the closure fitted rim 8 that forms
a plastic pellicle over the upper half portion of rim 6
of the container, over which defined portion, the limits
of the sealing fillet of material is intended to be substan-
tially confined. The outer edge 13 of the rigid component
12 of the engaging closure 7 effects a concentric shape
of the rim 6 of the container to correctly align with the
rim 8 of the engaging closure that provides the sealing
gasket 9.

The present invention contemplates another embodi-
ment of means and method for providing an adhesive
sealing gasket that may be applied directly upon a surface
portion of the rim periphery of the container 4 as illus-
trated in Fig. 6. In this embodiment the rim 6 is pro-
vided with an extruded portion 23 of like adhesive while
in viscous condition that is anchored upon the top surface
of the rim 6. This particular top surface portion of the
rim is treated with a de-greasing solution that cleanses
the surface of fatty acids prior to the application there-
upon of the sealing gasket form of adhesive. There are
several well known solutions that may be used for this
purpose. One such solution may be sodium hydroxide in
warm water. These aluminum foil drawn one piece con-
tainers are easily cleansed and sterilized when intended
to be used for packing eatable food-stuffs. In some in-
stances, the rim surface of the container may be provided
with a prime coating of thin material that will insure
the adhesion necessary to anchor the applied sealing gas-
ket 23 upon the rim 6. The resinous adhesive material
is warmed to be of proper viscosity for being extruded
upon the surface of rim 6 and continuously around its
periphery. The relatively small amount of adhesive
applied cools and solidifies almost instantly upon contact
with the rim to form a relatively narrow band of filler
material between ridges of metal, the band of adhesive
having sufficient body to cover the peaked top of ridges as
illustrated in Fig. 5. The adhesive may be formulated of
various resinous materials such as polyethylene, vinyls,
polystyrene treated, mylar or other resinous compounds
that have thermoplastic properties. Hot-melt resinous
adhesive may be applied to form the sealing gasket, and
may be so formulated as to suit any required temperature
range for activating the gasket for closure sealing pur-
pose. These hot-melt adhesives when dry are 100%
solids and may be plasticized to substantially hold a body
shape when heated to become viscous. Hence, these
gasket forming compounds are free of solvent, odorless
and nen-toxic and will cool to solid consistency almost
instantaneously. The particular adhesive formulation for
the container rim gasket should be suitably plasticized to
have a substantially resilient body consistency that will
not break during the course of normal handling of the
containers to which the adhesive has been applied. The
relatively narrow rim portion of applied body of adhesive
23 fills in between the multiple pleated ridges of metal
that crosses the rim transverse of its periphery that de-
fines the open mouth of the container. A similar closure
24 (Fig. 6) is registered into engagement with rim 6 of
the container. The closure 24 upon being inserted into
the mouth of the container closes over the pre-applied
sealing gasket 23. Pressure and heat being applied down-
wardly upon the rim portion of the closure softens the
adhesive gasket to form a solid fillet of constituted seal-
ing compound when cooled, thereby sealing the closure
to the container in the same manner as hereinbefore de-
scribed for the closure rim embodiment of the sealing
gasket 9 as iilustrated in Figs. 2, 3, 4 and 5.

The container with a sealed closure is illustrated in
Fig. 1. The sealing ring adhesive gasket is relatively
small in body cross section to serve ecomomy and be
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eiibodied within thie coritainer closute structure so that
heat of relatively low temperatiire is dpplied only ‘6 a
limited surfdce aréa arcund the periphery of thé closure

rimi that will quickly activate the gasket to forma‘solid-

fillet of sealing material that is confined in betweeii limi-
ited portions of wall surfaces defined as being the rim of
the coritainer and rim of the closure. The sealed closure
may be easily removed from the container by lifting the
free skirt portion 25 of the closure rim to peal it Ioose
from the adhesive gasket. This rim as héreinbéfore de-
scribed  is preferably formed of transparent plastic ma-
terial as disclosed in my prior U. §. Patents heréinbéfore
merntioned. However, the closure may be formed of any
other suitable material that may be desiréd’ for carrying
out the method of this invention. The plastic structure
of ‘the" closure; however, provide features that improves
thegeneral utxhty of the particular type of contaitier us-
ing this ¢losure. The featured improvement distingnishéd
over convéntional” closures used for closing paper and
aluminum foil containers is clearly defined. Conveén-
tional closures in the cateégory described do not seal these
containers liquid tlght
invention positively is ‘capable of sealing ther liquid tight

in an efficient yet simple manner‘and solves the problem-

of trying to apply a closure having a substantially smooth
- surface upon the rim or flange of a container havmg an
unnlly irregular ridged surface as illustrated in F1g 5.

Conventional paper coritainers such as those used by the -

dairy industry are prov1ded with a longitudinal body over-
lapped seam' that forms a’ crevice ‘across the rimi of the
container. The conventional closures used on thesé con-
tainiers can not seal them liquid tight becausé of this
crévice. The sealing gasket provided by this invertion

when applied to these containers or closures will seal

theém' liquid ‘tight in thé matiner illustrated in Figs. 1, 3
and 4.
The method of the present invention furthér contem-

plates another embodiment of the adhesive sealing gasket’

as applied upon the flange perlphery of a conventional
aluminum’ foil container illustrated in Fig. 7. The foil
contginer 26 represents another type of conventional one
piece container having a crinkled body with an outwardly

extended flange 27 around the open motith thereof. The’

face of thie flange is formed with a dished shallow groove
extendmg continiously around the perxphery of the con-
tainer. The adhesive sealing gasket 28 is applied into this
shallow' groove contmuously around the periphery. A
substantially rigid disc 29 is shown in a position above
the' clostire’ sealing gasket in the container flange and
about to be apphed upon the gasket. The edge periphery
30 of the disc is' concentrically ahgned inwardly of the
outer'rim edge of the gasket 28. Just prior to placing the
bottom ‘surface of the disc ad;acent its outer edge upon
the gasket, radiant heat may be applied to the gasket to
render it activated or heat may be applied to the under
surface of the flange 27 for the same purpose. The disc
29 is then pushed downwardly into the softened adhesive
and the flange 27 then crimped over the periphery of the
disc as illustrated in Fig. 8. The body of the adhesive
28 constituting the gasket is re-shaped by the vﬂange
crimping operation to seal the container liquid tight.
The raw edge 30 of the closure forming disc is covered
completely with closure sealing compound, a portion of
which forms a seating Iedge for the disc. The body of
adhesive in cross section is sufficient to form a solid
fillet of sealing material between the metal ridged surface
of the container flange and engaging surface portions of
the disc. The container 26 is thus sealed in liquid tight
seam forming relationship. The outer portion 31 of the
crimpéd flange’ clamps the: closure disc periphery in fixed
relationship into and with the intermiediately disposed
body'-of adhesive constituting the sealing gasket.

It isto: be particularly noted that " aluminium' foil
mdde- containers ‘of the class described do not have a
swiooth flat’ surface- around-the periphery that-defines the

The mettiod employed by this
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open- ifouth’ therest ' that can be -coated with-a film of
material tsually applied converitionally tipon a smeoth
surface portion of other types of coiitdiners such as cat-
tons” for sealing purposes. A’ liberal film thickness in
these conventional applications-of adhésive: material may
be defined s being one mil inch thickness. Hence, the
appréciable depth of the projécted ridges of metal cross-
ing the rim of' these contairiers makes it impractical to
apply ~any of thes¢ conventional methods for coating
either the rim of thes¢ patticular containérs or the rim
of the intendéd clostire for sealing purpose.

Whiile modificdtions of the invention have been illus-
trated and - described;- it will be- understood, by those
skilled iri the art of making containers and closires, that
various changes mdy be-madde thefein without departing
from the intent and purpose of this invention, reference
therefore will bé hdd to the appended claims for 4 defini-
tion of the limits of the'invention.

What is claimed is:

1. Thé method of preparing 4 portable closiire with
mieans to séal its periphery wall portion to & coincident
periphery wall portion that definies thé ¢pen mouth of a
container whén the closure is engdged -over said mouth
of - the' -container, which- comprises forming the closiire
of transparent plastic sheet material to-have a lateral wall
portion of said material encasing the bottom surface and
transverse-edges of a substantially rigid disc component
part of the' clostire and providing said disc with a sub-
stantially central hele covered’'by the plastic shéet, form-
ing ‘the outer portion’ of said plastic sheet into and in-
verted ‘U-shapeéd rini -constituting an: annular groove ex-
tendmg contintiously around the periphéry and outwardly
of -the -outer ¢dge periphery of said disc comiponent, ren-
deritig a corntrolled portion of warm thermoplastic adhe-
sive into the bottom of said annular groove portion of
the closure and to extend continuously dround its periph-
ery, and ‘cooling-the adhesive to constitute a sealing gas-
ket ethbodiment in the closure that is capable of being
heat activated to sedl the- container with less heat applied
to the adhesive than the heat that would be required to
soften the plastic-wall of the closure rim that supports
the rendered adhesive that forms the sealing gasket.

2. The-method of forming a portable closure to be
émbodied with a sealing gasket constituting a component
part théreof and of sealing thie closure to aluminum foil
made - containers of thie class described, which comprises
shape forming a sheet of transparent plastic’ material to
cover the-bottormn® surface and transverse edges of a sub-
stantially rigid disc provided with a substantially central
opening covered by a portion of the shaped plastic sheet
material, and shape forming an outer portion of said sheet
material to: form an invertéd U-shaped annular rim ex-
tending outwardly of the covered outer édge periphery of
said dise; facing up the open mcuth of said annular rim
and réndering intothe bottom thereof a controlled portion
of ‘pré-heated’ thermoplastic adhesive to extend continu-
ously -around the defining rimi periphery of the closure,
coolifig said' rendered adhesive to become a dry. solid
free of solvent, with the body of dry ddhesive adhered
to' the suppottiig’ wall of the closure rim, inserting said
closure into the mouth of the container by pushing down-=
wardly upon the top surface of said rigid disc component
part of the closure, which rigid part brings the dry ad-
hssive portion embodied in the closure rim in engagement
with “the coincident shaped rim periphery of the con-
tainer to be sealed, and imparting heat and pressure upon
the top of the plastic wall adhered with the underlying
body of dry adhesive, the heat activating the adhesive to
soften ‘and form a closiire sealing fillet ‘within confines
afforded by the plastic wall encasing portion of the closure
rim over the aluminum rim portion of the container, said
fillet of sealing material filling the space defined between
limited: areas of rim- engaging surfaces transverse of the
closure and centairer periphery.

3. The method of closing and sealing the open mouth



2,875,563

7

of a one piece container formed of aluminum foil, the
surface of the rim structure of the container having mul-
tiple ridges of gathered foil, and of providing an em-
bodied sealing gasket within the rim of a portable closure
to engage over the rim structure of the open mouth of
the container, which comprises directly a flow of heated
viscous resinous adhesive material into an open annular
channel provided in the rim structure of the closure coin-
cident with the rim structure of the container to be closed
and sealed, controlling the body of adhesive to be of a
depth in cross section that is coincident with the depth of
outwardly projected ridges formed transversely across the
top of the rim periphery of the container, ccoling the
resinous adhesive to form within the closure a consti-
tuted sealing gasket to be activated for sealing the con-
tainer, inserting the closure into the open mouth of the
container and bringing the embodied adhesive gasket
within the closure rim upon the top of said ridges of
metal extending across the rim periphery of the aluminum
container, and heating the rim of the closure to soften
the embodied adhesive gasket while pressing the coninci-
dent wall portion of the closure rim downwardly upon
the ridged surface of the container rim to render the ad-
hesive gasket viscous by the heat conducted through the
coincident wall portion of the closure, the adhesive filling
in between the multiple ridges of metal extending across
the surface of the container rim and forming a solid
sealing fillet of material between engaging wall surface
portions of the container and closure engaging rims.

4. The method of forming a portable closure to engage
with a tapered body shaped container having an open
mouth adapted to receive an insertion therein of said
closure adapted to seal the container in liquid tight seam
forming relationship, which comprises, forming a sheet
of transparent plastic material to be of wall contcur
shape coincident with the contour shape of the rim struc-
ture defining the open mouth of the particular container,
forming a central portion of the plastic sheet over a sur-

face and outer edge of a rigid disc provided to rein--

“force the plastic wall and make the closure self-sustain-
ing, forming the plastic wall portion covering said outer
edge of the disc to extend outwardly at substantially right
angles to the surface plane of said disc, the extended wall
portion terminating in an inverted U-shaped contour to
fit upon the coincident rim of the container when en-
gaged therewith, the channel formed by said U-shape
wall contour of the closure providing a mold to receive a
portion of resinous material having thermoplastic prop-
erties, and casting said resinous material into said chan-
nel to constitute a sealing gasket self-embodied in the
formed portable closure.

5. The method of closing the open top of an aluminum
foil one piece container having its body wall and rim sur-
face interrupted with formed crinkled and pleated ridges
of metal foil, and of directing an initial flow of activator
adhesive upon the top surface of said rim to form a seal-
ing gasket to be used with a closure for sealing said con-
tainer, which comprises applying a predetermined body of
initially warmed viscous resinous adhesive upon a surface
portion of the rim of the container and anchoring the ad-
hesive into the crevices formed by said pleated ridges of
metal, cooling the adhesive to form a dry activator sealing
gasket extending in cross section outwardly of upwardly
projecting portions of the metal ridges defining the rim of
the container, placing a clossure forming cover over the
open mouth of-the container and upon the sealing gasket,
heating said gasket through the coincident wall portion
engaging the usrface of the gasket and rendering the adhe-
sive gasket viscous to spread and form a closure sealing
fillet of material between engaging marginal surfaces of
container and closure structure rims, the co-acting effects
of the activated adhesive gasket formed on the container
and the gasket engaging coincident portion of the closure
cover rim sealing the container in liquid tight seam form-
ing relationship. :
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6. The method of providing a closure sealing gasket.
formed of resinous adhesive anchored upon the exterior of
the rim structure of one piece containers made of alumi-
num foil, the container having its body wall and rim
crinkled that forms crevices and projected ridges due to
the shaping method employed. in making the container,
which comprises applying a thick and relatively narrow
width continuous body of viscous activator adhesive upon
the rim portion of the container and directing the viscous
flow of adhesive into the crevices and substantially level
over the peaked ridges of the aluminum foil caused by
the crinkles, and cooling the applied adhesive to form a
self-sustaining sealing gasket on the container rim capable
of thermally sealing an engaging closure upon the open
mouth thereof.

7. The method of sealing a portable closure to a con-
tainer having an open mouth and a closed bottom end,
which comprises applying a body portion of warm thermo-
plastic adhesive material upon the surface of the rim
periphery of the container, thermally controlling the
body of adhesive to be of a consistency less than free
flowing, anchoring said body of adhesive to adhere upon
the coincident surface portion of said rim in stable form
to provide a sealing gasket embodied on the container
for co-action with said portable closure when applied
thereupon, fitting said closure over the open mouth of the
container and substantially concentrically aligning the en-
gagement of the closure rim upon the rim and adhesive
gasket of the container, heat contacting the surface por-
tion of the closure rim over the surface area coincident
with the underlying surface of the adhesive gasket and
pressing downwardly upon the coincident surface portion
of the closure wall to soften the adhesive gasket to form
a solid fillet of adhesive sealing material between a lim-
ited space area of said surface engaging portions of the
closure and container rims.

8. The method of sealing a closure to a container
formed in one piece of aluminum foil and having a
crinkled body wall with a crinkled rim surface
that defines the open mouth thereof, which com-
prises . applying a body portion of warm thermo-
plastic adhesive upon a limited surface area of said rim
extending continuously around its periphery, thermally
controlling the temperature of heat of said adhesive to be
of a consistency less than free flowing while applying it
upon the metal ridged surface of said container rim there-
by providing a closure sealing adhesive gasket extending
in a relatively narrow ridged band continuously around
the top surface of said rim, the applied adhesive gasket
crossing over and in between the multiple crinkled trans-
verse ridges of the aluminum foil rim structure of the con-
tainer, applying a closure over said open mouth of the
container and upon the applied closure sealing adhesive
gasket, applying heat and pressure upon the wall portion
of the closure that is in direct contact with the adhesive
gasket and softening said adhesive gasket to spread and
form a solid fillet within confines of the wall portion that
defines the closure rim, said fillet of sealing material filling
the space between the smooth surface portion of the wall
of the closure rim and the ridged uneven surface portion
of the rim of the container in liquid tight seam forming
relationship.

9. The method of sealing a flat closure disc upon the
open mouth of an aluminum foil one piece container
having a flanged rim defining the open mouth thereof,
which comprises forming a ring gasket of warm thermo-
plastic resinous adhesive upon the top surface of said
flange of the container, cooling to solidify said adhesive to
constitute an adhered sealing gasket embodied to the con-
tainer that provides a solid ring of activable adhesive fill-
ing all crevices and ridges of metal foil upon which the
ring of adhesive is anchored, placing a flat closure form-~
ing disc upon the ring gasket so that the edge of the disc
registers inwardly of the outer periphery edge of the ring
gasket, heat softening said ring to become viscous and
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pressing said disc downwardly into the viscous adhesive,
crimping the outer portion of the flange periphery of the
container upwardly and inwardly bringing the adhesive
inwardly against the porous edge periphery of the disc
and clamping the disc transversely thereof in permanent
position upon a portion of said adhesive, the relationship
of the edge of the closure disc pressed into said adhesive
prior to said crimping of the flange causing the adhesive
to shape in right angular form upon crimping said flange
portion and forming a solid fillet of sealing material be-
tween coincident surfaces engaging with the adhesive
gasket. .
10. The method of making a portable closure forming
cap and of applying said cap to a container to effect the
hermetic sealing of said container, which comprises mold-
ing a disc of plastic sheet material and shaping a marginal
portion around the periphery of said plastic disc to take
the form of a substantially U-shape contour defining a
rim cup groove to be dimensionally coincident with the

open mouth of the container to be closed and sealed, shap- 20

ing said groove to have two wall portions spaced apart
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substantially in parallel and projecting outwardly from
its bottom end, offsetting said wall portions in transverse
relationship and at substantially right angles to the inner
spread wall portion of the disc, depositing a portion of
viscous thermoplastic adhesive material into said U-shape
groove to coustitute a sealing gasket confined within the
base of said rim, fitting said cap over and into said open
mouth of the container, and subjecting said rim of the
cap to heat and pressure upon the exterior surfaces of its
grooved contour whereby said gasket within the groove
becomes activated to effectively seal the container, the
inner disposed wall portion of said contour providing
means to anchor said cap upon the container and main-
tain said seal.
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