
1,135,943                    Trade  Names   "Telstic   Delscal    a snap-on
closure  cap  5. The  vertically   "imseal",  "Thermostik" and "Elvax"
reciprocable   pressing   tool,  designated   (Trade Mark).  The
thermoplastic material generally 6 comprises  a chuck of insulating   the
may be coated on  the whole of the underside   material  7    a resilient
rubber ring or ally 70       5 of the membrane, or it may be coated in the
annulus 8, and water-cooled radio frequency 70                  form  of an
annular ring on the periphery  heating  coils 9 surrounding  the chuck  7.
the             thereof.  The former is preferred when  the The apparatus
also comprises an air press  and             membranes are stamped in large
numbers   10 and a pressure gauge 11 .  may             from sheet
material, since the sheet material    In practice, the membrane 2, the
pulp-  to 75       10  may suitably be coated beforehand.         board wad
4 and   the closure cap  5 are 75 



ane,               Plastics containers onto which membranes  pressed
against the  container finish  by  ting             may be scaled  by means
of the present   means  of the tool 6, whereafter the high  foil
invention include those  made from  poly-  frequency current is switched on
immedi-    thene, polyvinylchloride, polystyrene, styrene  ately the tool
has  attained  its prescribed    be 80       15 copolymers,  for  example
acrylo-nitrile- capping pressure. The  aluminium  foil is 80 a
butadiene-styrene  copolymers, polypropyl-  heated by  means of the radio
frequency tion            ene. cellulose acetate, polycarbonates and  eddy
currents induced in it  and this causes foil,           phenoxy  resins
such  as  high  molecular  the thermoplastic coating to become soft and
nate              weight polyhydroethers.                    thus to cause
adhesion. The heating time that 85      20   Since the sealing surfaces of
containers  is normally of very short duration, generally 85 foil
(especially  glass  containers)  are   rarely  considerably less than 1
second. We have een            uniform enough  to ensure  even  adhesion
found a frequency of about 2 megacycles/   on             over the whole of
the rim of the container,  sec and a power source of between l 1/2 and
arts             a suitable tool for use in applying sealing  10 Kw to be
very satisfactory. i to 90       25 pressure  to  the  membrane, and  to
the   It should be noted that the  heat sealing 90 closure cap and
pulpboard wad when such  operation described herein may be carried that
are used, includes a pad of resilient insulat-  out by a  simple
manually-controlled foil            ing material. This may conveniently be
in  machine, or it can be effected by incorporat-    a             the form
of an annulus corresponding to the ing extra  machinery  into   a
single-or  the 95       30 sealing surface of the container.  The tool
multi-head semi- or fully-automatic capping 95  e of             is made of
electrically insulating material. machine.  For instance,  a  plurality  of
and suitably it is this tool which  is provided  capping heads such as that
illustrated may  any              with the source of high frequency
current. be used, or a single capping head mounted  that             This
may, for instance, be a coil or series of on an intermittently rotating
table. Again, 



Tin  100     35 coils surrounding the scaling head of the especially when
plastics screw-on  closure 100  ane.             tool, the coils being
water cooled so that caps are applied  to  the  containers, the  foil.
they do not heat up to  any  appreciable  containers  may   be  fitted
with   their  rane             extent. No separate pressing tool is
required  membranes and screw-on caps and passed,  d to               when
scaling  pressure is  provided  by  a  on a conveyor belt, through a
continuous  aled.  105     40 plastics screw-on cap. The resilient sealing
induced high  frequency  field.  This last 105  nert             pressure,
which is most important if the  method permits very  high  speeds to  be
incr.            membrane is to bed down properly on the  attained.  ould
container finish, is there provided by  the    WHAT WE CLAIM  IS:-  h it
resilient wad in combination with the screw     1. A  method  of sealing  a
container  adily 110      45 cap.
mouth by bonding to the container finish a 110  ween                The
insulating  material of which  the  metal foil membrane which can be
readily                   sealing head is made may be that sold under
stripped away to leave the container finish irate             the Trade
Mark "Tufnol ".  The resilient  unimpaired. comprising pressing against the
the             pad may be of any insulating  material which  container
finish  a  metal foil membrane rane 115      50 has resilient properties,
for instance natural  which  is  coated  with  a  thermoplastic 115 m of
and synthetic rubbers, foamed and expanded  material, at least on  the
portion  of the with             rubbers, polyurethanes and  other
plastics  membrane opposed to the container finish,   the
materials, natural cork  and  composition  the pressure being insufficient
to deform the ainer          cork.
container finish, and   while  maintaining cap 120      55   The invention
is illustrated by means of  such pressure, subjecting the  assembly  to 120
the  accompanying  drawing, which  is  an  high frequency induction heating
so as  to   for             exploded, part sectional elevation  of an
plasticise the thermoplastic coating but not al or              apparatus
for applying, simultaneously, a  the material of the container finish. 



wax              membrane, a pulpboard wad, and a closure    2. A  method
as  claimed  in  claim  1 e or 125        60 cap to a container.
wherein pressure is applied to the membrane 125 heat
Referring to the drawing, there is shown  through   the  intermediary   of
resilient lable,           a glass jar I to which is to  be applied a
material. lures             sealing  membrane of  aluminium  foil 2
3. A  method  as claimed  in  claim  2 mples              having a coating
of thermoplastic adhesive  wherein the container is of glass.   the 130
65 on  its underside 3, a pulpboard wad 4, and        4. A method as
claimed in any of claims 130        4
1,135,943      1-3 wherein the membrane is in the form of  6-8 wherein a
wad of resilient material is     a  simple  flat disc  having  a  diameter
located between the cap and the membrane.     substantially equal to the
outside diameter    10. A method  as claimed  in  any  of 25     of the
container finish.                   claims 1, 2 and 4-9 wherein the
container is  5   5. A method as claimed in any of claims  of synthetic
plastics  material of higher     1-3 wherein the membrane is provided with
melting point than that of the thermoplastic     a skirt portion and forms
a closure cap for  coating.     the sealed container.
11. A method as claimed in any of the 30 



6. A method as claimed in any of claims  preceding claims wherein  the
metal foil  10 1-4 wherein the pressure on the membrane is  membrane has
only one coating of thermo-    exerted by a closure cap located over the
plastic material on its face opposed to the    membrane and  secured  to
the container  container finish, and the exposed surface of    neck.
this coating is placed  in direct contact with 35       7. A  method  as
claimed in claim   6  the container finish.  15 wherein the cap is of the
screw-on type.     12. A container whenever sealed by the       8. A method
as claimed in any of claims  method claimed in any  of the  previous
1-4 wherein the snap-on  closure cap  is  claims.     applied to the
container over the membrane            For the Applicants,     before
sealing and a pressing device applies    CARPMAELS & RANSFORD, 20 the
pressure to the membrane through the            Chartered Patent Agents,
intermediary of the cap.                           24 Southampton
Buildings,     9. A method as claimed in any of claims       Chancery Lane,
London, W.C.2.     Printed for Her Majesty's Stationery Office by The
Tweeddale Press Ltd., Berwick-upon-Tweed, 1968.   Published at the Patent
Office, 25 Southampton Buildings, London, W.C.2. from which copies may be
obtained.    


