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5 Claims. 
This invention relates to assembling recep 

tacle closure caps of the type known as "Crown 
caps' with a sealing pad of yielding material, 
Such as Cork or cork composition, having secured 
to its exposed face a center spot of suitable non 
absorbent, gas impervious and acid resistant ma 
terial, such as metallic foil or paper having a . 
coating of varnish on one surface, and of suf 
ficient size to protect the sealing pad from the 

O 

: 5 

deleterious action of the acid and gas of the 
contents of the receptacles to which the closure 
caps are applied. 

It is an object of this invention to provide an 
improved method of assembling spotted sealing 
pads in closure caps which will assure an inti 
mate bonding of the spots to the sealing pads 
and the sealing pads in the closure caps at a 

20 

and set, applying and adhesively securing the 

high speed of production. 
It has hereto been the practice to assemble and 

adhesively secure the sealing pads in the closure 
Caps, and later, after the adhesive securing the 
sealing pads. to the closure caps has hardened 

spots to the exposed surface of the pads assem 
bled in the closure caps by heat and pressure. 
The heat and pressure used in securing or bond 
ing the spots to the sealing pads will affect and 
loosen the adhesive bond between the sealing 
pads and the closure caps, and permit the sealing 
pads with the center spots attached thereto to 
leave the closure caps before the caps are applied 
to the receptacles. - 

It is another object of the invention to over 
come this disadvantage of the present practice 
of assembling spotted sealing pads in closure caps 
by simultaneously or in continuous sequence ad 
hesively uniting spots to sealing pads and adhe 
sively uniting the sealing pads having center 
spots assembled thereon to the closure caps. 

In the drawing accompanying and forming a 
part of this application 

Figure 1 is a plan view of means for carrying 
out the method forming the embodiment of this 

. 

invention. 
Figure 2 is a sectional view of the means shown 

in Figure 1 taken on the line 2-2 of Figure 1. 
looking in the direction of the arrows. 

Figure 3 is a sectional view of the means shown 
in Figure 1 taken on the line 3-3 of Figure 1 
looking in the direction of the arrows. 
Figure 4 is a sectional view of modified means 

for carrying out the invention wherein a sealing 
pad simultaneously or in successive sequence with 
the applying of a spot to a sealing pad is as 

(C1. 113-80) 
Sembled in a closure cap, and showing the parts 
in normal position; and 
Figure 5 is a view similar to Figure 4 but show 

ing the parts in position after the spot has been 
applied to a sealing pad and the sealing padas- 5 
sembled in a closure cap. 
In carrying out the invention in accordance 

with the embodiment illustrated in Figures 1 to . 
3, inclusive, closure caps C of the crown type 
having deposited therein an adhesive non-vis- 10 
cous at normal or room temperature and adapted 
to be rendered viscous and tacky by an elevated 
temperature, are supported at the marginal por 
tions and transported or conveyed in a linear 
or circular path and maintained in predeter- 15 
mined spaced relation by suitable means, not 
shown, with the tops of the closure caps lower 
most below a pair of spaced members 4' shown 
as disposed at opposite marginal portions of the 
flared skirts of the closure caps to maintain the 20 
closure caps in flat condition on the closure cap 
transporting or conveying means. The closure 
caps are transported in the direction as shown 
by the arrow in Figure 1 through a zone of ele 
vated temperature produced by suitable means 25 
and shown as a gas burner 5 having the gas 
discharge orifices positioned below and disposed 
relative to the path of travel of the closure caps 
to direct the gas flame against the tops of the 
closure caps and render the adhesive in the clo- 30 
sure. caps viscous and tacky, as shown at the 
left of Figure 2. 
Simultaneously with the transporting of the 

closure caps, Sealing pads P formed of commi 
nuted cork bonded together in a compressed mass 35 
by suitable bonding material, or of solid cork, 
are transported along a flat support 6 by suit 
able means, not shown, which maintain the pads 
in spaced relation to each other and feed the 
sealing pads in a direction to intersect the path 40 
of travel of and aline the sealing pads in super 
posed relation to the closure caps as indicated 
by the arrow in Figure 1. The support 6 ex 
tends in a direction transversely of and over the 
path of travel of the closure caps, as shown in 45 
Figures 1 and 3. The sealing pads are passed 
through a zone of elevated temperature spaced 
from the path of travel of the closure caps and . . 
produced by suitable means shown as being an 
electric heating element 7 of suitable design ex- 50 
tending above and in spaced relation. to the 
travel of the sealing pads on the support 6. 
The sealing pads are heated to render viscous 

and tacky an adhesive surface of spots S of non 
absorbent, gas impervious and acid resistant ma- 55 
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s 

2 
terial, such as tin or aluminum foil, or varnished 
paper, adapted to be contacted with the Sealing 
pads. The spots S are severed from a composite 
web W having one surface coated with an ad 
hesive non-viscous and non-tacky at normal or 
room temperature and adapted to be rendered 
viscous and tacky when subjected to an elevated 
temperature, and the other Surface comprising 
a metallic foil or paper, having a varnish coated 
surface, and which composite web may be formed 
by the method and apparatus disclosed in my 
Patents No. 1,949,419 and No. 1,949,420 issued 
March 6, 1934. The composite web W is fed 
from a roll, not shown, in spaced relation above 
and to intersect the travel of the sealing pads, 
and shown as being fed in the same direction as 
the travel of the closure caps, but said direction. 
of travel of the composite web may be in the op 
posite direction without affecting the method of 
assembling. . The composite web W is fed from . 
the roll in a horizontal plane with the adhesive 
Surface lowermost by Suitable means, shown as 
a pair of feed rollers 8, relative to a die 9 ar 
ranged in a plate 6 mounted in spaced relation 
to the upper surface of the support 6 and adja 
cent the heating element 7, and a punch recip 
rocatory relative to the die and co-operating 
therewith to sever a disk or spot S from the web 
and position said severed spot centrally of a 
heated pad P which has been advanced from 
the heating element, with the adhesive surface 
of the Severed Spot in contact with the heated 
pad. The heat of the pad will render said ad 
hesive surface viscous and tacky and the pres 
sure of the punch will effect adhesion between 
the spot and pad. The' web is positioned and 
guided centrally of the punch and the die to as 
sure the severing of a spot from the web by a 

40 
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plate of channel form in cross section mount 
ed on the die plate 6 and having an opening 
f2 therein slightly larger than and in line with 
the punch and die. 
The spots S are of a diameter less than the 

diameter of the sealing pads but of sufficient area 
to completely cover that portion of the face of 
the sealing pads, which will be exposed to the 
deleterious action of the contents of the recepta 
cles to which the closure caps are adapted to be 
applied. The sealing pads having the protective 
Spots bonded to the face thereof in the manner 
hereinbefore described may be stacked in a 
magazine and stored in Such condition until re 
quired for assembling in the closure caps C, and 
to intimately unite the spots to the sealing pads 
until such requirement arises, a pad having a 
spot adhering thereto is advanced along the sup 
port from the die 9 to position relative to a 
plunger 3 reciprocatory toward and away from 
said pad and Spot and arranged with an electric 
heating element 4 to heat said plunger to a 
sufficiently high temperature whereby heat and 
pressure is applied to the pad and spot when the 
plunger engages the spot to effect intimate adhe 
sion between the spot and pad, the plunger being 
of a diameter to engage only the spot and pre 
vent the scorching of the pad. The plunger 3 
is guided to engage centrally. of the spot by an 
opening 5 in an extension of the die plate 6. 
To assemble sealing pads with spots assembled 

thereon in the closure caps the sealing pads with 
spots assembled thereon are transported on the 
support from the spot severing plunger O to 
and in registry with a tapered opening in the 
support. in alinement with the travel of the 
closure caps and relative to which opening. 

2,168,409 
and an opening 8 in the plate 6 a plunger ?9 
is reciprocated to engage the sealing pad with 
the spot thereon and position the same in a 
closure cap with the pad in contact with the 
viscous and tacky adhesive in said closure cap. 
The support 6 and plate 6 are located adjacent 
the burner 5 so that the adhesive in the closure 
caps is fully viscous. The bonded spot and pad 
may be subjected to heat and pressure to effect 
intimate adhesion between the spot and pad 
prior to assembling in the closure cap by present 
ing the spot assembled on a pad to the heated 
plunger 3 prior to the assembling of said pad in 
the closure cap by the plunger 9, but this is not 
necessary as the pressure of the plunger 9 and 
the heat of the pad and closure cap will effect 
an intimate adhesion between the spot and pad. 

Instead of transporting the sealing pads with 
spots assembled thereon on the support 6 and 
positioning said Sealing pads in registry with the 
opening 7 in said support and assembling the 
sealing pads with spots assembled thereon in 
closure caps transported relative to the opening 

in the support 6 by the plunger 9, the heated 
closure caps may be transported parallelly of the 
direction of travel of and below the web W and 
to intersect the support 6, as shown in Figures 
4 and 5, or they may be transported parallelly 
of and below the support 6. In either case, the 
support 6 is provided with the opening in 
registry with the die opening 9 in plate 6, 
whereby when a spot is severed from the web W 
and applied to a sealing pad, the sealing pad 
simultaneously or successively with the Severing 
of the spot from the web and applying of the 
severed spot to the sealing pad, is assembled by 
the punch O in a closure cap transported rela 
tive to and positioned in registry with said open 
ing 7 in the support 6 and the die opening 9 in 
plate f G, as shown in Figure 5. 
To assure an intimate adhesion between the 

spot and pad and the pad and closure cap, the 

O 

15 
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closure cap having the composite spot and pad. 
assembled therein is transported from the punch 
O, or the plunger 9, to means to apply heat and 

pressure which may be in the form of a heated 
plunger 20 reciprocatory mounted adjacent to 
the plunger 9 and may comprise an electrically 
heated plunger similar to the plunger f3. After 
the sealing pads with spots assembled in closure 
caps are subjected to the heated plunger 20 they 
are subjected to pressure during the cooling 
period, and shown as a series of Spring actuated 
plungers 2 succeeding the plunger 20 adapted to 
engage the spots and apply pressure to the Spots 
and pads assembled in the closure caps, as shown 
in Figure 2. It may be desirable to omit the 
heated plunger 20, as the closure cap may be 
heated to such a degree to emit sufficient heat 
to transmit the same to the union between the 
spots and pads. . . 
Having thus described my invention, I claim: 
1. The method of assembling closure caps with 

a sealing pad having a center spot on its exposed 
face, which comprises providing closure caps 
having an adhesive therein, heating sealing pads, 
applying a spot having an adhesive surface non 
viscous at normal temperature and adapted to 
be rendered viscous when subjected to an elevated 
temperature centrally of and with the adhesive 
surface thereof in contact with a heated pad, 
the heat of the pad rendering the adhesive sur 
face viscous and causing the spot to adhere to 
the pad, and assembling the heated pad with the 
spot applied thereto in a closure cap with the paid 

45 
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in contact with the adhesive in said closure cap 
to Secure the pad and spot to the closure cap. 

10 
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2. The method of assembling closure caps with 
a sealing pad having a center spot, on its exposed 
face, which comprises providing closure caps 
having an adhesive therein, heating sealing pads, 
applying a spot having an adhesive surface non 
viscous at normal temperature and adapted to be 
rendered viscous when subjected to an elevated 
temperature centrally of and with the adhesive 
Surface in contact with the heated pad, subject 
ing the composite spot and pad to heat and 
pressure to effect an intimate adhesion between 
the spot and pad, and then assembling the heat 
ed Composite spot and pad in a closure cap with 
the pad in contact with the adhesive in said clo 

20 

sure cap to secure the composite spot and pad in 
the closure cap. 

3. The method of assembling closure caps with 
a Sealing pad having a center spot on its exposed 
face, which comprises providing closure caps hav 
ing adhesive non-viscous at normal temperature 
deposited therein, heating sealing pads, feeding 
a Web of Spot material having an adhesive sur 
face non-viscous at normal temperature relative 
to the heated sealing pads with the adhesive 
Surface facing said heated sealing pads, severing 
Spots from the web and applying the spots as 

30 
they are severed from the web to the heated pads. 
with the adhesive surface in contact with the 
heated pads to render said surface viscous and 
attach the spots to the sealing pads, heating the 
closure caps to render the adhesive therein vis 
cous, and assembling the heated sealing pads 
with spots applied thereto in the heated closure 
caps with the sealing pads in contact with the 
viscous adhesive in the closure caps. 

4. The method of assembling closure caps with 
a sealing pad having a center spot on its exposed 

40 face, which comprises providing closure caps hav 
ing an adhesive therein, heating sealing pads, 
feeding a web of spot material having an adhe 
sive surface non-viscous at normal temperature 

3 
relative to the heated sealing pads with the ad 
hesive surface facing said heated sealing pads, 
severing spots from the web and applying the 
spots as they are severed from the web centrally 
of the heated pads with the adhesive surface in 5 
contact with the heated sealing pads to render 
viscous the adhesive surface and attach the spots 
to the sealing pads, subjecting the attached spots 
and Sealing pads to heat and pressure to effect 
an intimate adhesion between the spots and 10 
sealing pads, assembling the heated sealing pads 
having spots centrally thereon in closure caps 
with the sealing pads in contact with the ad 
hesive in the closure caps, and placing the as 
sembled closure caps under heat and pressure to 5 
effect an intinate adhesion between the Sealing 
pads and the closure caps. 

5. The method of assembling closure caps with 
a sealing pad having a center spot on its exposed 
face, which comprises providing closure caps hav- 20 
ing an adhesive non-viscous at normal tempera 
ture therein, sealing pads and a web of spot 
material having an adhesive surface non-viscous 
at normal temperature, transporting the closure 
caps through a zone of elevated temperature to 25 
render the adhesive therein viscous, transporting 
the sealing pads through a zone having an ele 
wated temperature and to intersect the travel of 
the closure. caps, feeding the web of spot ma 
terial transversely above the travel of the sealing 30 
pads with the adhesive surface facing the heated 
sealing pads, severing spots from the web and 
applying the severed spots to the heated pads 
with the adhesive surface in contact with the 
heated pads, assembling the heated sealing pads 35 
and the spots applied thereto. in the heated clo 
sure caps with the sealing pads in contact with 
the viscous adhesive in said closure caps, and 
placing the assembled closure caps under pressure 
to effect an intimate adhesion-between the spots 40 
and Sealing pads and the sealing pads and closure 
caps, - 
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