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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, Shanapoos, 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, 
favorings 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-fiuids, 
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 materia which is to be hernetically, 
bacterially or sanitarily sealed prior to expelling 
the first 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 illulti-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 aeans) which has previ 
ously been in contact with Such infected portions 
or with germs, bacteria, etc. from the Saine or 
a different patient or user or fron Sone other 
Source. This contaminates the neck of the tube 
and containinates the Subsequently-expelled 
dosage to reinfect the Same perSon or freshly 
infect another perSon, even though the dispensed 
material is in itself bactericida. The medical 
profession experiences Such contamination in 
conjunction with treatment of the eye, ear, nose, 
lip, mouth or other orifices 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 offenders in spreading 
mouth infections, such as Wincent'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 filling 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 
collapsed 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 orifice of a size 
and shape desired for expelling the contained 
materia. 

(C) A container in which a discharge opening 
is herinetically 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 
tiereof. 

(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 
naterial but of somewhat lower molecular weight 
of 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 
Snay be present in the contained material. 

(G) A container which can be economically 
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for:lined and which has sealed portions spaced 
from each other to define an expelling passage 
for the contained material. 

(H) A. Series of containers temporarily ad 
hered in in-line relationship for ease in handling 
and in arketing, the end container of the series 
being readily separable from its neighbor at the 
tine of 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. 
Other objects and advantages of the invention 

Will be evident to those skilled in the art from 
the following description of exemplary embodi 
inents: 

Referring to the drawing: 
Fig. 1 illustrates Successive steps in the manu 

facture of the preferred type of capsule in views 
A-E, inclusive; 

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

preferred form of capsule; 
Fig. 4 is a side view of same, taken in the 

direction of arrow 3 of Fig. 3; 
Fig. 5 is a vertical Sectional view taken along 

the line 5-5 of Fig. 3; 
Fig. 6 illustrates a raodification 

Stock is employed; 
Fig. 7 illustrates a further modification in 

which the container or capsule is coated after 
being Sealed; - 

Fig. 8 illustrates a series of adhering capsules, 
arranged in One nanner; 

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

Fig. 10 is a perspective view illustrating the 
Inanner 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 figures 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 

in Which coated 

Imethods starting with a tubular material formed 
by heat Sealing an edge of a folded sheet or by 
heat Sealiing 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 
rateria, indicated at 9, is formed of a pliable 
but substantially nonstretchable thermoplastic 
raterial 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 by 
pressing the adjacent Side Walls together and 
applying heat to form a closed or sealed end 
of the completed container or capsule 2, shown 
in Fig. 3. This operation provides within a body 
portion 3 of the capsule a storage zone 4. 
The next operation, illustrated in view C of 

Fig. 1, involves partial filling of the container 
or capsule and substantially complete filling of 
the Storage Zone 4 by the material 5 to be 
dispensed, care being exercised to deposit this 
iraterial in the bottom of the container or cap 
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Sule and caire being exercised to avoid coating 
the upper inner walls of the tubular stock with 
such material. 
The next step is to heat-Sea Side portions of 

the tubular Stock at a position beyond the Islate 
rial 5 by Squeezing together and applying heat 
to side Zones of the tubular stock, preferably 
followed by triinning, as suggested in views D 
and E of Fig. 1. The preferred procedure is to 
scollapse or fatten the opein end of the tubular 
stock and apply heat in an irregular zone, sug 
gested in view D as including side bands and 
-8 and intersecting tip bands 89 and 2. If 
desired, the wails 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 trimining away the excess Ina 
terial outside the bands and 3 and cutting 
along the line A-A, Substantially at the base 
of the tip bands S and 28, to present cleanly 
trimined edges or lips 22 of the side walls 33 and 
24, best illustrated in Fig. 5. 
When thus triinned, the capsule 2 provides 

edge-sealed side portions 25 and is Substantial 
ly coextensive with or forced fi'On the Side 
bands 7 and 3. The side portions 25 and 2 
are Spaced from each other to provide an ex 
pelling passage 2: opening on the storage zone 
4 and extending to the lips 22. It is preferred, 
although not absolutely essential, that this pas 
Sage converge toward the lips 23 in the plane of 
the paper in Fig. 3. likewise, the was 23 and 
24 and the intervening passage 2] will usually 
Converge toward the lips 32 in a piane trainSvei'S3 
to such plane, namely, in the plane of the paper 
in Fig. 4, this being usualiy caused by the larger 
diameter of the filled body portio; 3. Coire 
Spondingly, progressive section is taken trans 
Versely through a neck. portion 23 of the capsule 
i2 will be substantially oval in shape, the minor 
axis of the Oval progressively decreasing toward 
the lips 22 and the imajor axis preferably de 
creasing in that Section of the neck portion 23 
Which is closest and integral with the body por 
tion 3. The reinaining section of the expelling 
passage 2 i, closer to the lips 22, may desirably 
be of uniform width, measured along such nar 
jor axis to shape the contained material is prepa 
ratory to ejection. 

It is a feature. Of the investion to ROWide ai 
eXpelling paSSage ter;Yiinating at or co:Innuini 
Cating with a flattened portion of the coitaine 
forming lips such as the lips 22. Such ligs inor 
nally lie in contact with or very close to each 
other in side-by-side relationship and form a 
potential discharge orifice 3i, the iips being 
spreadable by increase in pressure within the 
container or capsule to for a dischage orifica, 
usually of Substantially Oval shape, through which 
the material 5 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 coratainer or capsule, 
to separate and form the discharge orifice. Like 
Wise, the material 5, forced along the expelling 
passage 2 by the external pressure, will tend 
to Swell or separate the central portions of the 
Walls 23 and 24, thus creating a force tending 
to Separate the lips 22. This force is relied upon 
to rupture a sea adjacent the lips 22. 
The potential discharge orifice S3 and the lies 

22 are sealed by a piressure-rupturable sealing 
means which serves to join the lips and hoid 
then close to each other. In accordance with 
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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 internai pressure induced by 
Squeezing. The preferred pressure-lupturable 
Sealing lineas comprises a mass of a Sealing sub 
stance 33 applied to the exterior of the containe' 
or capsule, preferably iainediately adjacent the 
lips 23 to extend across these lips in Sealing rela 
ionship. The sealing Substance 33 should also 
gi'eferably extend at least a small distance along 
the Walls 23 and 24 to increase the area of con 
tact. A portion of the sealing substance 33 should 
extend beyond the extremities of the lips 22 to 
provide a hermetic and bacterial seal for the 
Capsule and its contained in atterial. 
The preferred manner of forning the maSS 

of Sealing Substance 33 is to contact the lips 22 
while substantially ciosed with a seini-fiuid Seal 
ing substance. Fig. 2 shows one way of accom 
plishing this, namely, by inverting the capsule, 
dipping the lips 23 noizentarily in a body of 
ring ten sealing Substance 35 held in a container 
35, raising the capsule with a giob of the sea 
ing Substance adhering to the lips and cooling the 
Substance to for:Yn 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 2ndurat of raterial picked up 
from the larger raass 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 33 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 
O'dinarily Separating under tension at or rear 
the plane of contag, 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 25. 

In rinary instances, it is preferable to leave a 
minute air space in the expelling passage 2 
ahead of the material 5, 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 naterial, becoming Soon 
Saturated with any volatile conponents thereof. 
Additionally, the entrapped gas serves the very 
useful purpose of applying the spreading force to 
the side walls 23, 23 used to rupture the seal 
and separate the lips 22. This means that the 
gas will open the discharge orifice prior to the 
tine that the paste-like material reaches this 
orifice, thereby preventing any initial Surge of 
the paste-like material through the orifice upcin 
upture of the seating substance. 
In the ein bodiinent of the invention this far 

described, the body raterial is preferably a 
resin-type thermoplastic material, as is also the 
sealing substance, the latter having different 
physical properties as connpared with the former. 
The particular thernopiastic laterial used will 
depend in part on the product to be ina, sketed 
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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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 sealability, non-toxic 
ity, complete lack of odor and taste, and inherent 
flexibility even at temperatures below 0°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 O Inay have 

a wall thickness of about .003-010, a wall thick 
Iness of .005'' being quite satisfactory. HOWevel, 
the above materials often will not fornin 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 flavoring oils 
can be detected exteriorly of the capsule, even 
though the discharge Orifice 3) 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 
vapoi barrier, next to lead, and is a pliable but 
substantially nonstretchable thermoplastic resin 
having the functional properties previously enu 
nerated and being particularly well Suited to 
the present invention. 'Saran' is a co-polymer 
of vinylidene chloride and is available in several 
grades. Grade S-517 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 450-550 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 forning 
an extremely pliable body raterial. 
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' CXT-4 
having a melting point of about 250 F., suffi 
ciently below the melting point of the body ma 
terial so that contact of the sealing 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 era 

use. 
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ployed as the 'sealing substance, typically a prod 
uct having an extrusion temperature of around 
200 F. Alternatively, a suitable "polyethylene' 
Sealing substance can be employed with a “Saran' 
body material if the former is of sufficiently low 
molecular weight to have a tensile strength and 
a frielting 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 resin-type mass 
of sealing 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 plastic sealing substance against a plastic 
5 erial, being looser and representing an 
adhesion or bonding arising more from surface 
irregularities of the body material. There are 
minor mechanical irregularities in the exterior 
surfaces of the lips and these are filled by the 
sealing substance, tending to prevent withdrawal 
of the cap-like mass of sealing substance during 
transportation and normal handling. Additional 
ly, the 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 
side walls 23 and 24 for a small distance from the 
edges of the lips. 

In practice, the mass of sealing substances can 
usually be pulled from the lips in cap-like form 
by a fingernail or blunt knife blade. However, 
t hesion is sufficient to hold the sealing sub 

capsule. When pressure is applied to expel the 
contents, the mass of sealing substance breaks 
under tension in substantially the plane of the 
potential discharge orifice 39, leaving one por 
tion of the mass of sealing substance still adher 
ing to one of the side walls and another portion 
still adhering to the other side wall. 

It is not essential that the body portion 3 be 
formed entirely of the aforesaid thermoplastic 
materials. Thus, in Fig. 6, I have shown a 

nated construction in which the tubular 
stock initially comprises a base material 37 with 
interior and exterior coatings 38 and 39 of a suit 
able thermoplastic resin, such as “Saran' or 
"polyethylene.” Coatings of such materials can 
be applied to any number of flexible base mate 
rials, such as paper, cloth, other thermoplastic 
materials, etc. Any such flexible material can be 
employed as the base material 37. 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 laminated body portion 3 and cap 
sule can otherwise be made by the same steps as 
previously outlined. 

Additionally, it is not invariably necessary to 
use both internal and external coatings when em 
ploying a laminated body portion f3. For ex 
ample, merely a very thin coating of “Saran” 
applied interiorly or exteriorly will often suffice 
to provide a sufficient vapor barrier even if the 
base material 37 is quite permeable to vapors. 
With only an exterior coating of the base ma 
terial 37, the latter may be in direct contact with 
the contained material, in which event it should 

in place during all normal handling of the 
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8. 
be relatively inert thereto. If the base material 
37 is coated 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 fiuid seal 
ing Substance to the lips, a portion of the sealing 
Substance may enter the discharge orifice, par 
ticularly if the lips are not entirely in surface 
contact. Any of the sealing substance which 
thus enters the potential discharge orifice will 
act as an additional seal and yet will not inter 
ferre 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 
finished 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 film 39 covering 
the entire capsule, with the exception of the 
in a SS 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 3 or it may be 
"Sai'an' or other thermoplastic resin in solution, 
the Solvent readily vaporizing to leave the coating 
39'. A solution of “Saran' in methylethylketone 
Will usually be found satisfactory and will apply 
a thin vapor-barrier film to a capsule formed of 
'polyethylene' or other plastic material. 
A plurality of the containers or capsules 2 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 2 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 fingers and severed from the 
raining Series without rupture of any of the 

Sea,S. 
Fig. 8 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 and 
the side portions 25, 26 provide adhering zones 
in the form of tips 40 extending outwardly of the 
body portion f3, these tips being Suitably con 
nected to corresponding tips of an adjacent cap 
Sule. In Fig. 8, Small masses 4 of any suitable 
adhering substance locally join the adhering zones 
of adjacent capsules as by bridging or adhering 
the corresponding tips 80 thereof. If desired, the 
masses may be small portions of the same ten 
Sionally-Weak substance as was used to seal the 
capsules, e.g., "polyethylene' grade DXT-4, men 
tioned above. Instead of 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 series of the capsules by use of small 
masses 42 of an adhering substance joining ad 
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hering 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 therefron without rupture of the Sealing 
substance, or the adhering Substance should be 
of even less tensional strength than the sealing 
Substance 33, 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 f3 between the fingers, as 
Suggested in Fig. 10, the internal preSSure will 
be built up and the contents will be advanced 
along the expulsion passage 2, both actions tend 
ing to spread the side walls 23, 2é to break the 
Seal formed by the mass 33 of the Sealing Sub 
stance. The 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 finger 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 fingers Smaller, it may re 
quire a Second or advanced grip on the capsule 
to expel its contents. 
The orifice 3D 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 modifica 
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. 

claim: 
1. A dispensing-type capsule for containing , 

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 Eleck 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 
Orifice for Such material, said walls converging 
toward each other When said lips are adjacent 
each other to for in 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 plaine of said lips, said 
body and neck politioins 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 ligs and enlarge said discharge 
orifice; Said neckportion 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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O 
to create said rupturing force; and a pressure 
rupturable 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 laterial, said capsule comprising: a 
container body of tubular-stock, pliable, thermo 
plastic material having one end ciosed by a non 
Upturable Seal and containing the rate:ial to be 
dispensed, the other end having opposite side poi 
tions Sealed at a position extending beyond the 
islaterial filling, 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 
preSSui'e 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 Winich 
Said Sealing substance is a thermoplastic mate 
rial of the same type as, but of lower molecular 
Weight than, the thermoplastic material forming 
the container body. 

4. A capsule as defined in claim 2, in which a 
Small body of gas is provided between the material 
filling and sealing substance, said gas being con 
pressed on Squeezing to rupture the sealing sub 
stance and thereby spreading the lips prior to 
the time the material filling reaches the ips. 

5. The nethod 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 filling said container with the material to 
be dispensed; transversely heat-sealing the Oe 
end of the tubular stock at a position Spaced fron 
Said material and heat-sealing spaced Opposite 
side portions thereof from said transverse seal 
toward said material leaving the space therebe. 
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 filled container by Contacting said lips 
With a fiuid sealing Substance to provide a glass 
of Said substance adhering to and ciosing the 
lips but of such tensile Strength as to be rup 
turable on Squeezing-induced reSStie inside the 
CapSLle. 

6. A. dispensing-type capsule for containing and 
dispensing a dosage of a contained material, said 
capsule including: a hollow body portion provid. 
ing a storage Zone adapted to contain Said nate 
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 of lips lying in mutual COrtact it 
Spreadable to form a discharge orifice for such 
material, said body and neck portions being 
formed of tubular-stock pliable Imaterial Wilhich 
when Squeezed Will advance said material along 
Said passage toward said iips to impose a force 
On Said Wallis tending to separate said lips and 
enlarge Said discharge Orifice; said walls being 
sealed together in face-to-face relation O. Oppo 
Site sides of Said neck portion with the portion 
therebetween being unsealed and defining said 
discharge orifice; said discharge orifice being of 
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substantially less transverse dimension than said 
body portion whereby said lips are relatively short 
compared to the diameter of said body portion; 
and a pressure-rupturable sealing substance join 
ing 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. - 

FRANK E. BROWN. 
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