1 Al felder Kunststoffwerke Herm Meyer GibH 3022 re/ kr 05.05.95 Description
Mgt hod “of sealing containers nmade of glass or the |like, and sealing discs
which cling to the nmouth of the container opening The invention relates to
a met hod of sealing containers nade of ghass or the |like and sealing discs
which cling to the nouth of the container opening. It is knowm to fill
cont ai ner§ a8 RinsgdtdESwedke tbam.| iid¢er Wimbin products then to close them
tightly. fknQum-possibility is the sealing of such containers with

so-cal | edy gt -3dhRsELRefdd 6. Wth such filnms the container opening is
first closed with the hot-adhesion filmand only thereafter is the actual
cl osure nounted, e.g. screwed on. Alternatively the sealing disc is
inserted in the closur dMetrepd ref cserlirg | compriners orndacofont ai ner

Sealing is then effecteghbyg f}g@t&ﬁ@.likw%&@eﬂm@r@igésrerrbved t he seal
I's mai ntained by the hot-adhesion film The pEobI em under| ying .t he

invention is to PR&FRIELANHLTE thet REYthoPTug 2088 Ys T HEDf

contai ners made of glass or the like, without any heating action on the

seal ing djsc for sealing, .and _a _novel ‘sealin i WwWhi ch_¢li.n to _the

ot h of ‘TRE SEHEFAER SEARRE £ AR ot At e Y, oottt d hdt® of

probl em glass or the like and sealing discs which cling to the mouth of
the container opening.

It is known to fill containers made of glass or the like with
products then to close them tightly. A known possibility is the
sealing of such containers with so-called hot-adhesion films.
With such films the container opening is first closed with the
hot-adhesion film and only thereafter is the actual closure
mounted, e.g. screwed on. Alternatively the sealing disc is
inserted in the closure and the closure is mounted on the
container. Sealing is then effected by heating. When the
closure is removed the seal is maintained by the hot-adhesion
film.

The problem underlying the invention is to provide a novel method
for uncomplicated sealing of containers made of glass or the
like, without any heating action on the sealing disc for sealing,
and a novel sealing disc which clings to the mouth of the
container opening and which can easily be recycled. The problem
is solved by the invention characterised in the claims.
Modifications of the invention are described in the sub-claims.

The sealing disc thus provided is easily produced, can be
inserted in closures and, in the normal closing of the container
particularly with a screw closure, is stuck to the mouth of the
container opening in one operation. Owing to the use of foam
plastic, the sealing disc itself is broken when the screw closure
of the container is opened for the first time. Thus it is not
possible to open the container unnoticed, detach the seal and
remove the contents or replenish or replace them with unwanted
contents. The use of a pressure-activatéble adhesive instead of



is solwed by the invention characterised in the clains. Mdifications of

t he invention are described in the sub-clains. The sealing disc thus
provided is easily produced, can be inserted in closures and, in the normal
closing of the container particularly with a screw closure, is stuck to the
mout h of the container opening in one operation. Oaing to the use of foam

plastic, the ﬁﬁéhhnﬂegtsﬁcti\?rétéblé &wmé/m% bBBsspl eV | PSsbensd witen

container |s opened for the first tinme. Thus it Ts not possible to opqu%he
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or repl acaskhem WiibsuEWEIEIE, conlnbse HEQEeﬁsalofnaneareh&urs%aaqtng/ai:aé:&sa
adhesi ve instead of 2 the known heat-activatabl e one nmakes it possible

to di spen§&8%¥i tR Fﬁ&ﬂ%& filns or thermoplastic |ayers otherw se
requi red. The use of substantially only one material makes the sealing
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foll ow ng teatures: e sealing discs are part “of made of a foane
pl astic afigatyvxesdd with a pressure-activatabl e adhesive which clings to the
nmout h of the container- openlng, the side of the web coated with the

adhesi ve |s am na
e segilng dlscs are part of a web made of a foamed plastic

and coated with a pressure-activatable adhesive which clings to
the mouth of the container opening,

® the side of the web coated with the adhesive is laminated to a
non-adhesive supporting strip which is detachable from the.
adhesive layer,

®m the sealing discs are pre-pﬁnched from the side of the web
remote from the supporting strip,

B the punching depth is less than the thickness of the coated
web, '

B the laminated pre-punched web is conveyed in curved or rolled
form,

B the sealing discs are detached at one side from the web and
from the supporting strip by changing the direction of the strip,
M the stiff sealing discs which are detached at one side are'
picked up by one or more plungers,

B each particular sealing disc is inserted in a closure, to the
bottom of the closure, with the side remote from the adhesive
foremost,

® the closure is placed on the container opening in such a way
that the sealing disc is pressed against the container opening
with the adhesive layer foremost and the adhesive is activated in
the region of the mouth of the opening, and

B the adhesive is cured without any heating action.

"Pressure-activatable" means that under normal conditions the
adhesive does not act as an adhesive unless a force is exerted on
it. It displays its adhering or clinging effect only through the
action of a pre-determinable force. It is advantageous to the
method of the invention and the sealing disc to use an adhesive
which already displays its clinging effect as a result of the



non- adhesi ve supporting strip which is detachable fromthe adhesive |ayer,
thé seafing discs are pre-punched fromthe side of the web renote fromthe
supporting strip, the punching depth:is I ess than the thickness of the
coated web, the | am nated pre-punched web,is conveyed in curved or rolled
form the sealing discs are detached at one side fromthe web and fromthe
supporti U%}fééé@r@yeﬁééggan%ééﬁé’d reRd! ele,ue}z (d¥e ShEi BonthE neld f&h?ﬁ?a‘chgg
di scs whi are detached at one side are picked up by one or nore plungers,
each partiREir ke iPit dPRCER] PAREAIRYTIN a closure, to the bottom of the
closure, with the side renote fromthe adhesive forenost, the closure is

pl aced on the container opening ipn such way that the ling disc.i :
bressed aghACTHEFth RRETL Bheh? roHRe S 1Y NECAERES | v ARASEIOR P Elbs PaRR
t he adhesitekedrs pldAce ad Eder nalbdret r 24)i oouns. t he nout h of 't he opening, and

t he adhesive is cured wi thout any heating action. "Pressure-activatable"
means that under normal conditions the adhesive does not act as an adhesive
unl ess a {5 cis ipreferakle okciuse | poliysbyssneias tapcfranedrrtashyrng
effect only through the action of a pre-determinable force. It is

advant ageous to the nethod of the |nventégg gnghtgﬁésggﬁéggvdlsc to gs Oan

adhesi ve A material which cannot be bon 1 e 1s use r
the supporting strip. It may also be coated with such a
material. This prevents the adhesive from clinging or even

adhering to the supporting strip while still inside the
production machines before the closure provided with a sealing
disc with adhesive is fitted on the container.

The sealing process may take place in separate steps. By way of
example, the web coated with adhesive and laminated to the
supporting strip is produced in a separate manufacturing process,
and the sealing discs are pre-punched in another process.
Detachment of the sealing discs and their insertion in the
closure caps take place in a further process during the
manufacture of the caps, and activation of the adhesive by
closing the containers takes place in a final manufacturing
process for the product to fill the containers, for example
tablets.

The punch for carrying out the punching process may be a normal
commercial one, the punching depth of which is dimensioned to the
surface of the supporting strip touching the adhesive at the

maximum.

This is achieved by means such as spacers which are
advantageously adjustable to the web thickness. The supporting
strip is advantageously not punched with the sealing discs, in
order to allow the discs with the adhesive to be loosened from it
by changing the direction of the strip.

In the detaching apparatus the web is passed over a roller of
\\ small diameter, and a plunger is provided to engage the sealing



whi ch already displays its clinging effect as a result of the 3 pressure
eXert'ed agai nst. the nmouth of the container when the closure is put on the
contai ner. The activated adhesive is cured by storage. Adhesion w Il have
taken place after about 24 hours. It is preferable to use polystyrene as
the foanmed plastic. A material which cannot be bonded with the adhesive is

used for ghecgypPR@ilchnére NiiFted IJf fMbhed|HRHHRA-tGR! ¥t Mg MtSWiE &ide as
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the suppoft FREUIET P HASIE SEIHEASHS dEThE PrioRet SSPhd rhhe RHFIE The
cl osure pfovxi dhd wohltadineeal.ing disc with adhesive is fitted on the
container. The sealing process nay take place in separate steps. By way of
exanmpl e, the web_coated with adhesive and |am nated to the supporting strip
i s produc@hei sealdagadise oruicdesinanher coadainems tive mesld iofy aifsmmend e
pre- punchgdl kbl 1 2NQLBSI 2R PeASStyRRIACh R & Wlifte %e@fe%ﬁleifa}a%mﬁﬂé
insertion i.n the closure Caps take place in a further process urlng t he
manuf act uRPENEELVRe cafbe, endPlsctha Fiéﬁcoflr%ﬁ?éf‘%ﬁﬂleé?-vé'-h@y ¢lezirr £Re be
cont ai ner getakasedphiacd d,n the ididc rivdw!f egbsr bAJtREOLERE B chherR ofdiited O
fill the EB@Ea't & Sdlc;sox.{reexflxrlm‘lnﬁich they are inserted. The tabs or the
like advantageously hold the pre-punched discs firmly in the web
and prevent them from dropping out of it prematurely before the

detaching apparatus.

A closure for closing containers, such as is supplied as a
component to the processing industry e.g. a pharmaceutical
manufacturer, contains an already inserted sealing disc which is
‘coated with a pressure-activatable adhesive at the side towards
the container. The shape and dimensions of the sealing discs may
be adapted to the closures particularly in the punching process.

As a further explanation of the invention an embodiment of it
will now be described by way of example with reference to the
- accompanying drawings, in which:

Fig. 1 shows the procedure, as if all the steps were carried out
in one place without interruption

Fig. 2 is a plan view of a web of sheeting with sealing discs
Fig. 3 shows a sealing disc with tabs
Fig. 4 shows a closure with a sealing disc inserted, and

Fig. 5 is a section through a container with a closure and
_sealing disc.

Fig. 1 is a theoretical representation of the procedure for
making sealing discs 1 for tightly sealing the openings 2 of
containers 3. A web 4 of foamed plastic such as polystyrene is
coated with an adhesive 5 which has no adhesive effect in its
normal state but activates its adhesive function under pressure.
The web 4 with the adhesive layer 5 is preferably made previously
by a specialist producer and supplied in roll form, althéugh it



tabl ets. The punch for carrying out the punching process may be a nornal
.cdmmer ¢i al one, the punching depth of which is dinensioned to the surface
of the supporting strip touching the adhesive at the maxi mum This is

achi eved by neans such as spacers which are advantageously adjustable to
the web thickness. The supporting strip i's advant ageously not punched W th
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The web 4 with the adhesive layer 5 and supporting strip 6 are
together conveyed through calender rolls 7 and 8 to a punching
apparatus 9 with a cavity block 10, anvil or the like which are
only symbolised here. The punch 9 punches out a plurality of
substantially circular sealing discs 1 across the web 4. The
punching depth is chosen so that the punching does not reach the
surface of the supporting strip 6. For this purpose the punch
may, for example, have adjustable spacers or the like.
Electronic scanning with sensors is also possible. The spacers
or the control and/or regulating means for electronic scanning of
the sensors may be adapted to the thickness of the sealing discs
and the desired punching depth. In this way the supporting strip
cannot be accidentally severed in the punching process. The
'sealing discs 1 which still cling to the surface of the
supporting strip after punching thus substantially comprise the
punched-out plastic foam 41 with the adhesive coatihg 51. The
thus pre-punched web 4,5,6 is fed to a direction-changing roller
11, which feeds the conveyor belt 6 with the web 4 clinging to it
and the coating 5 to a winding-up apparatus (not shown). Owing
to the small diameter of the direction-changing roller 11,
although the web 4 and supporting strip follow the prescribed
" path, the sealing discs 1 are lifted off the surface of the strip
due to the stiffness of their material; they can thus be picked
up by a plunger 12, which is indicated, and inserted in the
opening 13 of the screw closure 14 for the container 3. The
plunger engages each particular séaling disc from the adhesive
. side. It is advantageously coated with a material which can
cling to the adhesive but cannot adhere to it. In selecting
material for the sealing disc a certain degree of stiffness is
advantageous in order to show the described effect of one-sided



and prevent them from dropping out of it prematurely before the detaching
agparat’us. A closure for closing containers, such as is supplied as a
conponent to the processing industry e.g. a pharnaceutical manufacturer,
contains an already inserted sealing disg which is coated with a
pressure-activatabl e adhesive at the side towards the contai ner. The shape
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Fig. 3 shows a seallng dISC wi th tabs Flg 4 shovvs a closure with a sealing
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form altg8ﬂggihgr 3 activates the adhesive in layer 5 and sticks the
sealing disc 1 firmly to the edge 21. As the disc 1 is nét
activated elsewhere, the tablets or the like in the container 3
are not stuck together.

Fig. 2 is a plan view of a piece cut out of a web 4 with the pre-
punched sealing discs 1 with and without tabs. Many such discs
1 may be provided side by side. 1In that case a corresponding
number of plungers 12 may be arranged side by side and can thus
fit several screw closures 14 simultaneously. The area and
thickness dimensions of the discs may also differ, dependent on
the punch chosen.

.. Fig. 3 shows a sealing disc 1 which has tabs 15.to hold it
securely in the screw closure 14. The tabs 15 additionally
prevent the disc 1 from dropping out of the web 4 prematurely,
before it reaches the direction-changing roller 11, since the
reciprocal friction between the outer contour of the disc tabs
and the surrounding contour of the web 4 reinforces the clinging
effect.

Fig. 4 is a perspective view of the interior of the screw closure
14 with a sealing disc 1 inserted. The disc 1 may be inserted to
the bottom of the closure. Its tabs 15 are then held firmly
against the internal thread of the screw closure 14.

Fig. 5 is a section through a container 3 with a sealing disc 1
and a screw closure 14. Only the peripheral edge of the disc
adheres firmly to the mouth of the container. When the container



5 may alternatively be nade in a conbi ned manufacturing process as

i 11ustrated. The side of the web 4 coated with the adhesive 5 is | ani nated
to a supporting strip 6, to the surface of which the adhesive cannot adhere
even when pressure is exerted. The strip-preferably conprises a

tefl on-coated polyethylene film that is to say, a plastic support coated
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conveyed tbrenghmeatRneErtliedldcntiaiaigd- 8 retad nguBaht N appeabhes Hndiddnls
cavity bIOﬁk 10, _anvil Oﬁ t he IhkecMhich ar%gf I es¥nbﬁllged hgret)]Thgb
punch 9 pd En&F B pl ?3??t§ S5t “SHSEET i Ir%}yci Wrariseali Hg e
acr oss t hzrewelvedl whthe thatc Hiaygrdd@sh heercipsderso t hat t he punchi ng does
not reach the surface of the supporting strip 6. For this purpose the punch
may, for exanple, have adjustable spacers or the like. Electronic scanning
with sensors is also possible. The spacers or- the control and/or regulating
means for electronic scanning of the sensors nmay be adapted to the

t hi ckness of the sealing discs and the desired punching depth. In this way
the supporting strip cannot be accidentally severed in the punching
process. The



sealing.discs 1 which still cling to the surface of the supporting strip
af fer. punching thus substantially conprise the punched-out plastic foam 41
wi th the adhesive coating 51. The thus pre-punched web 4,5,6 is fed to a
direction-changing roller 11, which feedsythe conveyor belt 6 with the web
4 clinging to it and the coating 5 to a w ndi ng-up apparatus (not shown).
OnMng to the small dianeter of the direction-changing roller 11, although
the web 4 and supporting strip follow the prescribed path, the sealing
discs 1 are lifted off the surface of the strip due to the stiffness of
their material; they can thus be picked up by a plunger 12, which is
indicated, and inserted in the opening 13 of the screw closure 14 for the
container 3. The plunger engages each particular sealing disc fromthe
adhesi ve si de. It is advantageously coated with a material which can
cling to the adhesive but cannot adhere to it. In selecting material for
the sealing disc a certain degree of stiffness is advantageous in order to
show t he descri bed effect of one-sided 6 detaching of the discs fromthe
web. The dianeter of the direction-changing roller 11 should be
considered in this connection. The dinensions of the plungers 12 are

advant ageousl y adaptable or adapted to the surface di nensions of the discs.

Abstract

A method of sealing containers made of glass or the like uses
sealing discs which cling to the mouth of the container openihg.
For this purpose the discs are provided with a pressure-
activatable adhesive and are part of a correspondingly coated web
of foamed plastic. The web is laminated to a supporting strip
which is detachable from the adhesive layer. The sealing discs
are pre-punched from the side of the web remote £from the
sﬁpporting strip, the punching depth being 1less than the
thickness of the coated web. '



2 'of ‘the container 3 and is screwed, pressed or the | i k| IMDSHEET opSing. 2
in such a way that the sealing disc 1 is placed over thq opemHﬁfLAC&Dcovers
t he edge Zlmhéh%w%BTmﬁﬂia%sure .exerted, on the edge 21 durtng the crosrFyg

In the.next operation the screw closure 14 arrives in frrm—-gi ~t:he::openi ng

of t he cont ai s the adhesive in Iayerr__ggg_§Lng§_Lng_seal|ng
disc 1 firmn As the disc 1 is not—activated el sewhere,
the tablets or the Iike in the container 3 are not s m“mmlmn

is a plan view of a piece cut out of aChabmg with thguﬂ allng
discs 1 with and w thout tabs. Many such discs 1 may Be provi ded’si de by
side. In that case a correspondi ng nunber of plungers 12 may be arranged
side by side and can thus fit several screw closures 14 sinultaneously.
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reaches the dbheeli@)-changing roller 11, since the reciprocal friction

between the outer contoyr of the disc tabs and the surroundi ng contour of
t he web 4c£§FﬁFBFE&§th&an ng effect. Fig. 4 is a perspective view of
the interthe eledllimgadises! 03)r ardd psidth &f sgawebg @i)smadé N6er aeEoahad

disc 1 naﬁlggtigsgn&qgoéééd with a pressure-activatable adhesive (5) ‘which
clings to the mouth of the container opening,
that the side of the web (4) coated with the adhesive (5) is
laminated to a non-adhesive supporting strip (6) which is
detachable from the adhesive layer, |
that the sealing discs (1) are pre-punched from the side of the
web (4) remote from the supporting strip (6),
that the punching depth is less than the thickness of the coated
web (4),
that the laminated pre-punched web is conveyed in curved or
rolled form,
that the sealing discs (1) are detached at one side from the web
(4) and from the supportlng strlp (6) by changing the direction
of the strip (6),
that the stiff sealing discs (1) which are detached at one side
are picked up by one or more plungers (12},
that each particular sealing disc (1) is inserted in a closure
(14), to the bottom of the closure, with the sidé remote from the
adhesive (5) foremost,
that the closure (14) is placed on the container opening in such
a way that the sealing disc (1) is pressed against the container
opening (2) with the adhesive layer foremost and the adhesive (5)
is pressure-activated in the region of the mouth of the opening,
and .
that the adhesive (5). is cured without any heating action.

2. A method according to claim 1 or 2,
characterised in that
the foamed plastic comprises polystyrene.




t he bottom of the closure. Its tabs 15 are then held '-ﬁ¥¥~&gaFﬁ§F¥FﬁE%
internal thread of the screw closure 14. Fig. 5 is a sqptlf6nStihcbudh BEN

container 3 with a sealing disc 1 and a screw closure 14. ONEPLARED
peri pheral edge of the disc adheres fir to the nouti_of _the contarner—

When the container 7 is opened for the first time one |aver of '-c
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fromthe adhesrve_ | he séaling discs )
pre-punching of the sealing discs (1) in another process,

detaching of the sealing dises (1) and their insertion in the
closure caps (14) in a further process, and

activation of the adhesive (5) by closing the containers (3)
takes place in an ensuing manufacturing process for the product.

4. A punch for carrying out the method of any of claims 1 to 3,
characterised in that '
means are provided which dimension the punching depth to the
surface of the supporting strip (6) touching the adhesive (5) at

the maximum.

5. A detaching means for carrying out the method of any of
claims 1 to 3,

characterised in that

the web (4) is passed over a roller (11) of small diameter, and
one or more plungers (12) are provided to pick up the sealing
discs (1) which are lifted off the supporting strip (6) at one
side and to insert them in the closures (14) for the containers

(3).

6. A sealing disc for closing containers,

characterised in that ' _

it is made of a foamed plastic coated with a pressure-activatable
adhesive (5). '

7. A sealing disc according to claim 6,

characterised in that

it has tabs (15) or the like which jam in the closure (14) in
which they are inserted.
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are pr_g- punched fromthe side of the web renote fromthe supporting strip,
the® puhching depth being | ess than the thickness of ecoatetweb———=1. A
nmet hod of sealing containers made of glass or the |i eTWSts‘rﬂﬂaﬂdﬁﬁ&‘s@EaNs S

whi ch are pre-punched froma web and insgfted in a cllosur eR&PLABEDDOt t opn of
the cl osure, wherein the pre-punched web I s conveyed; e I “f hat

the sealing discs (1) are part of a web (4) nade of tic and
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(4), that ph rliémtfi_@t ednRE8neyNgRed web is conveyed in curved or rolled

|

form that the sealing discs (1) are detached at one side fromthe web (4)

and fromthe supporting strip (6) by changing the-di+ection =
" This Sheet Has Been eﬁaced .:

T




of the strip (6), that the stiff sealing discs (1) which are detached at
~one si de g gs/gusgéed up by one or -nore pl ungers (12), that %Qﬁﬁﬂﬁg?khQU|ar
sealing disc (1) is inserted in a ClOSF}F (14), to the bottom™o

closure, with the side renpte fromthe ‘adhesive (5) forenost, that the
closure (14) .is placed on the container opening in such a way that the
sealing disc (1) is pressed against the cont ai ner opening (2) with the
adhesive | ayer fogenpst and the adhesive (5) is pressure-activated in the
regi on of tk& nmouER of the opening, and that. the adhesive (5) is cured:

wi t hout any“heapizz@zzacti ons 2. A nethod according to claim1l or 2, _
characterised '} ;§§==§§ dpl'asti-c conprises polystyrene. 10 3. A
‘met hod accordlng 0 rr‘i-’-’rqcharacterlsed in that the hod is
carried out ; narvel y that production otqﬁhe b (4) coated
with the adhe5|; ! d to" the supporteug s t akes

place in one

1
! .
FIGA



, pr.e-, punching of the sealing discs (1) in another process q_?%g -'1%%%;1}3
sealing discs (1) and their insertion in the closure cap Y=
~further process, and activation of the adhesive (5) by ¢ Qsi ng 4heCE81997
contai ners (3) takes place in an ensuing manufacturing ptofess tor the
product. 4. A punch for carrying out the nmethod of any of clains -1 to 3,

characterised in that neans are provi ded which di nﬂﬁMMgﬁ g.bpg?hl'ng depth
to the surface of the supporting strip (6) touching the adhesi (5) at the
maxi mum 5. A detachi ng neans for carrang out the nethod of any of £| a| rrs

1 to 3, characterised in that the web (4) is passed over a rolle
smal | dianeter, and one or nore plungers (12) are mel C'm;lmul’ﬂﬂ
seal i ng di scs (1) which are lifted of fClaimssupporti

and to insert themin the closures (14) for the containers (3). 6. A
sealing disc for closing containers, characterised in that it is nade of a

f oaned pl astit A&atked ofisealing mm&gensenmq»f@asamrmeamemtmseamﬁg dists A
S 109 2 W AHAER BRSpfeboAddrEm LK 86 oGS d'oblitb b indBBohfP (19)

or the like which jamin cl osure )
the closure, wherein the pre-punched web is conveyed,

characterised in
that the sealing discs (1) are part of a web (4) made of a foamed plastic and
coated with a pressure-activatable adhesive (5) which clings to the mouth of
the container opening, | -

~ that the side of the web (4) coated with the adhesive (5) is laminated to a
non-adhesive supporting strip (6), which is detachable from the adhesive
layer,
that the seallng discs (1) are pre-punched from. the side of the web (4)
remote from the supporting strip (6),
that the punching depth is less than the thickness of the coated web (4),
that the laminated pre-punched web is conveyed in curved or rolled form,
that the sealing discs (1) are detached at one side from the web (4) and from

the supporting strip (6) by changing the direction of the strip (6), '

that the stiff sealing discs (1) which are detached at one side are picked up
by one or more plungers.(12),
that each particular sealing disc (1) is inserted in a closure (14), to the bottom
of the closure, with the side remote from the adhesive (5) foremost,
that the closure (14) is placed on the container opening in such a way that
the sealing disc (1) is pressed against the container opening (2) with the
adhesive layer foremost and the adhesive (5) is pressure-activated in the
region of the mouth of the opening, and,
that the adhesive ('5) is cured without any heating action.

p the
ne si de

2. A method according to blaim 10r2,
characterised in
that the foamed plastic comprises polystyrene.



whi ch-they are inserted. 11 8. A closure for closing containers,
characterised in th | ins a sealing disc according to claim®6 or 7,

whi.ch is coated with a ﬁ“ ere activatabl e adhesive (5) at HEPEAEEWISNT SHEET

t owards t he ﬂﬂ‘“ﬁ“‘ﬁ“\ 10 -.:

3. A method according to claim 1 or 2,
characterised in
that the method is carried out in separate steps, namely that production of
the web (4) coated With the adhesive (5) and laminated to the supporting strip
(6) takes place in one manufaciuring process,
pre-punching of the sealing discs (1) in another process,
detaching of the sealing discs (1) and their insertion in the closure caps (14)
in a further process, and
activation of the adhesive (5) by closing the containers (3) takes place in an
ensuing manufacnjrihg process for the product.

4. A sealing disc for closing oofxtainers,
~ characterised in
that it is made of a foamed plastic coated with a pressure-activatable
~ adhesive (5).

5. A sealing disc according to claim 4,
characterised in
that it has tabs (15) or the like which jam in the closure (14) in which they are '
inserted.

6. A closure for closing containers,
characterised in
that it contains a sealing disc according to claim 4 or 5, which is coated with a
pressure-activatable adhesive (5) at the side towards the container (3).



