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| | 1 |
This invention relates to the manufacture of
closure members for containers such as are used
on bottles and jars. |
In- my copending application Serial No.
074,593, filed January 25, 1945, I have disclosed

methods and means for forming and applying f
to the underside of caps or lids a gasket member
comprising a ring portion for engaging the top

edge of the jaw or bottle and a membrane-like
portion filling the hole of the ring portion to iso-
late the contents of the jar or bottle from the
cap or closure which is usually made of metal

- or other material.

In the form of my invention disclosed in said
application, the gasket member is blanked from
a strip of gasket material and the blanked por-
tion is molded directly onto the cover or lid.

Reference is also made to co-pending appli-
cavion Serial No. 607,226, filed July 26, 1945, dis-
closing other specific and related methods and

- means for forming and applying gasket mem- -
bers to the undersides of caps or lids and to

co-pending application Serial No. 642, 193 filed
January 19, 1946,
tion ‘in part of this and the above-mentmnei
applications. |

The present apphcatmn dlscloses another Spe-
cies of my invention for obtammg the same re-
sult, and ‘in this species-the gasket member is
blanked frem a continuous strip -of gasket -ma-
terial but is not applied to the cap at the fime
it is blanked. Instead, it is carried by a car-

(CL 18—5)
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which comprises a continua-
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5113

- rier member which is heated to give the ‘blank -

the desired degree of plasticity into the range
‘of ancther carrier on which a metal cap or clo~-

sure was deposited. These carriers move in co-

ordination so that the cap and blanked preheated
gasket member arrive at an attaching station

where the blank is inserted into the cap and

pressed against the surface of the cap with bond-

ing pressure. After the gasket is adhered to the

40

cap, the carriers move apart and the lined cap

~ 1s discharged into a waiting receptacie.

The species of my invention herein disclosed |

is more advantageous in some respects than that

disclosed in the companion application afore-

‘Said, especially where the cap has an irregular
edge so that the edge of the cap cannot. con-

in my said copending application, and where the
downturned flange of the cap is relatively long
making the relatively deeper cavity in the cap.

Stated another way, the methods and appa-
ratus of the present application are more effi-
c1ent anhd satisfactory for 11n1ng SO= called cmwn

45

such bottle eaps.

2 |
caps for beverages such as beer and. soft drinks
or waters, because such caps have an irregular
edge more or less scalloped and the cawtles are
relatively deep. |
The methods and a,ppamtus of the present
application are capable of extremely high pro-

duction and their practice and use reduce the

cost of lining such caps for use.
- In addition to the saving in operating cost,
the cap of my invention, which is lined with a
rubber-like gasket material preferably made of
synthetic rubber and comprising a gasket ring
and enclesing dam, is a substantial improvement
over the previous ways and means for 11n1ng
‘T'he ground cork cap liner
currently In use is not satisfactory since it has
tr*ndﬂncy to.dry out and permit escape of gases
under pressure in the bottle when the bottles
are allowed to stand upright for any length of
time, thus permlttmg the contents of the bottle
to deteriorate, and permit the escape of the con-

“tents of -the bottle because of frequent imper=- .
fect seals.

- To avoid this ulflculty, it has been the prac-
ice-of late to provide a thin disk of aluminum
101l or of Vinylite material on the center of the
ground cork cap, but this has added to the -cost

of production, and, in-the case of the aluminum

foil, which in use to-'be effective has to be clamped
hetween the cork and the mouth of the botile

by the cap, interferes with the formmg of g sat-

isfactory seal.

In the use of the cap of the present invention,
- the bottle-engaging portion and the membrane-
‘like dam across the bottle-engaging portion are

integral so that no leakage can occur- pmwded |

the cap is properly clinched over the mouth of
the bottle.. The gasket, being preferably made
of synthetic rubber, is tasteless and odorless and

resistant to attack Ly a,ny of t‘le materlals used

in beverages.

According 1o the method of the present em-
bodiment of my invention herein disclosed, a
quantity of gasket material is worked in g heat-
ing mill and a strip therefrom is led bhetween
blanking dies carried by coacting drums, one of
which is warmer than the other so that the rub-

~ ber-like blank is carried from the blanking sta-
veniently form the cutting die for the blank as

80

tion to the inserting statmn Metallic bottle caps -
are fed to carriers on another drum which is

- driven in coordination with the blank carrying

drum and the caps are heated on this drum as

~ they are ‘brought to an inserting station where

65

they are met by the carriers and blanks carried
thereby These blank ca,rrlers are formmg dies.
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The drums are so placed that when a cap and
blank meef, the blank is pressed into the cap
with bonding pressure and at the same time the
cap is molded by the carrier so that it has the
desired annular ring portion with the bridging
central portion. After the gasketls are thus
molded in and adhered to the cap, the caps are
removed from the carrier and are deposited in
a, receptacle.

~ Other features and advantages will hereinaffer
appear.

In the accompanying drawings which illustrate
the present invention—

Figure 1 is a side elevation of the ca,p lining
machine.

Fig. 2 is a front elevation of the machlne shown
in Fig. 1.

Fig. 3 is a schematic view, showmg the relation
between the warming mill, the blanking drum,
the blank-carrying drum, and the cap-carrying
drum.

Fig. 4 is a detail side view partly in section,
showing the way in which the blank dles cO-~
operate.
 Pig. b is a sectional view taken on the line o—D5
of Fig. 4.

Pig. 6 is a view similar to Fig. 4, but showing

the way the cap-carrying member and the blank-

carrying dies cooperate to insert the blank and
mold it onto the surface of the cap.

Tig. 7 is a sectional view taken on the line T—T
of Pig. 6.
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Fig. 8 is a fragmentary view showing the man-

ner in which the caps are placed in the cap
carrier.

Fig. 9 is a plan view of the strlpper for remov-
ing the lined caps from the cap-carrying drum.

Fig. 10 is a view of the stripper mechanism as
viewed from the line 158—10 of Fig. 6.

‘Fig. 11 is a sectional view showing in perspec-
.-t1ve one half of a crown type cap with the gasket
of the present invention secured in the same.

3D
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Fie. 12 is another sectional view showing the

manner in which the knives for cutting the sirip
of gasket material from the warming mill may
be mounted and adjusted in order to increase Or
decrease the width of the strip.

'While, for the purpose of illustration, the ma-
¢chine and methods of the present application are
shown and described as applied to a beverage
bottle cap, it should be understood, of course, that
the machine may be used and the methods em-
vloved for lining any type of cap, lid, or other
closure for any kind of bottle, jar or container. -

As shown in the accompanyving drawings, the
- machine of the preseni invention comprises a
framework 20 carrying rollers 21 and 22 of a
warming mill, a drum 23 carrying on its periphery
blanking dies 24, a drum 2bd carrying on its pe-
riphery punches 26, and a drum 27 carrying on
its periphery cap holders 28. The holders 28
receive unlined metal caps 28 which are fed to if;
by a guide $8 having retaining spring fingers 30a.
From the latter the caps are pressed one by one
into sticcessive cap holders 28, see Fig. 8, by
presser members 231 carried on the periphery of
a drum 32. The cap holders 28 are in the form

of cups slightly larger than the exterior of the

caps so that they will be carried around to the
liner-inserting station by the holders. To guard
against the caps falling out of the holders as the
drum 27 rotates, there is provided an arcuate
onard 33 shown in Figs. 3, 6 and 8.

A mass 39 of the material of which the gasket

is to be formed is placed in the bight of the

45
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rollers 21 and 22 which work and heat the mate-
rial in the usual manner. The rollers 2{ and 22
have their adjacent surfaces spaced an amoung
determined by the position of adjustable bearings
35 for the roller 22 and fixed by a lock screw 36
so that there is formed around the surface of the
roller 21 a layer 87 of the material. The roller
21 is cooled by water passing through passages 38
and being supplied by a pipe 38, while the roller
25 is cooled but to a lower temperature than the
roller 2{ by water passing through passages 40
and supplied by a pipe 41 so that the material
will form a layer 37 on the roller 21 in the well-
known manner. PFrom the layer 37 of heated and
worked gasket material on the hotter roller 21 is
cut a web or strip 42 of material and this may be
done by means of cutting knives 43 and 44 mount-
ed in the framework 28.

The knife 43 is carried by a sleeve #9 while the
knife 44 is carried by a rod 46. In order {o pre-
determine the widith of the strip 42 cut from the
roller, a set screw 47 carried by a sleeve 45 is
loosened and the knife 44 is moved closer to or
farther from the knife 43. Then the set screw 41
is tishtened. To predetermine the location of the
strip 42 of material to be cut relative to the rollers,
the set screw 48 which anchors the sleeve 5 in
the frame is loosened and the rod 4% and sleeve
45 are adjusted bodily longitudinally to the de-
sired position and the set screw is then tightened.

The strip of gasket material as shown in Fig. 3
then passes downwardly following the surface of
the die carrying drum 23 with the strip lying over
the dies 24. When a die 24 reaches a point of
cooperation with a punch 26 carried by the drum
25, that is to say, approximately the position
shown in Figs. 4 and 5, the gasket material 1s
firmly pressed against the surface of the punch
and then part of the gasket material is blanked
out of the strip 42 to form a disk 49 by the co-
operation of the edges 50 and 5f of the punch
28 and die 24. The shapes of the punch 26 and
die 24 and their relative locations and move-
ments are such that the disk 48 is formed or
molded while it is being blanked from the strip
42, the high portion 52 of the punch producing a
relgtively thin central membrane &3, see Fig. 11,
while the lower portion 54 forms a thicker an-
nular ring 55. ‘This ring 5§95, as will be seen by
reference to Flg 11, forms the outer botile-engag-
ing portion of the gasket while the membrane
53 bheing integral with the ring 55 closes e
space between the inner edges of the ring.

The drum 23 and dies 24 carried thereby are
cooled by water flowing through passages 36 in
the drum supplied by piving 571 while the punch-

2,548,304

- carrying drum 25 is heated by hof water or steam

passing through passages 58 in the drum supplied

by piping 39. This causes the punch fo be hotter

60
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than the die, and as a result the blank 49 will
adhere to the punch 26 to be carried thereby
arcund with the drum until it meets a cap body
98 carried by the drum 21. Rotation of the
punch-carrying drum 25 and the cap-carrying
drum 27 is so coordinated that as the cap and
blank approach alisnment the blank is inserted

‘into the cap, see Fig. 6, and firmly pressed by

the punch against the surface of the cap with
sufficient pressure to cause the blank to be bonded
to the metal of the cap. |

The drum 27 is heated by steam flowing through

passages 80 from a supply piping &1 so as to make
the drum 27 and caps hotter than the drum 25

- and punches 26. The cap being hotter than the

10

punch, the blank transfers to the cap and remains
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with the cap asadjacent surfaces of the drums

move apart from the inserting position.

Since the blank is carried to the cap by the
punch 26 which forms it and ‘is not disturbed,
when the blank is inserted in the cap it retains
exactly the desired shape or is made 10 have
the desired shape at that time by the pressure
produced between the blank- emrymg punch 26
and the cap.

In order to regulate this pressure and make it

10

substantially uniform for all the cooperating

punches and cap holders, in spite of the un-
avoidable slight differences in the manufacture
of the various parts, each punch includes a shank
62 having a screw 63 which can be rotated to
‘move the end of the punch radially inwardly
and outwardly. The shank and screw, when set
1o the desired position, are fixed in that position
hy set screws 64,

In order to permit limited rockmg movement
of the caps 29 in their holders 28 when the punch

15
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with the blank thereon approaches and leaves

the cap, each cap holder is provided with a pad
- 68 which is backed up by the round end of a stud
66 threaded in the drum as shown in Figs. 6 and
7. 'The pad has a limiting flange 671 which en-
gages the annular cap holder 28 and thus is re-
Tained in the cavity 68. A spring 69 between the
pad and the bottom of the cavity 68 tends to hold
the pad and the cap backed by it at richt angles
fo the axis of the drum. When, however, the
leading edge of the punch and blank thereon en-
gage the leading edge of the underside of the
cap, the pad permits the cap to tilt slightly about
the round end stud 68 and to assume a condition
o1 substantial parallelism when the cap and
punch are opposite each other and the blank is
being pressed into the cap. In the same way,
when the cap with its liner leaves the punch, a

similar teetering of the pad is permitted. The

threaded stud &6 may be adjusted so that a;ll'_ef
~ the studs and caps backed thereby are on the
same circular line and it may be locked in this
position by a set screw 70. The ring 28 forming
“the cap holder i1s locked in a recess in the drum
by screws 7i in the particular embodiment of
the invention shown in Figs. 6 and 7. - Also, as
shown in these figures, the arcuate gusrd mem-

 ber 33 has a slot 72 through which the ends of

the punches pass te reach the caps on the
drum 27,

After the blank 48 has been inserted in 'the capn
body 28 by rotation of the drums 25 and 27, con-
tinued movement of the drum 27 causes the cap

to be gripped by stripping fingers 73 and pulled
- - from the sockets or nests 28 and deposited on a

table T4 where one after ancther they will he
pushed into a receptacle or chute 75.
Depending upon the kind of material of Whleh

the cap lining gasket is made, the lined caps:

may or may not be given heat treating to cure
the material if necessary. |

The strip of gasket material 42 from which
the blanks 49 have been punched continues to
follow the curvature of the drum 23 to the opPpo-
site side of the drum where it is led up to the
mill roll 22 to be added to the mass 234 of ma-
terial between the rollers 21 and 22. In order to
divert the scrap portion of the strip 42 to the
end of the roller remote from the part from
which it came, a guide roller 16 is placed in the
path of the strip between the drum 23 and the
roller 22.
the rollers, the right side as viewed in Fig. 2, a
mass of material which is gradually worked cut

2

30
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and toward the left end at which point the stnp

42 is-cut in the particular form of the mventmn
illustrated. |

The mill rollers 21 and 22 the dle carrying
drum 23, the punch carrying drum 25, the cap
carrying drum 27, and the plunger carrying drum
32 are eonnected to be driven together in syn-
chronism. The mill roll 2f is provided with a

gear 11, and the mill roll 22 is driven by a gear

18 meshing with a gear 71. 'The drum 23 is con-
nected with a gear 19 meshing with a gear 88
carried by the drum 28, This gear 88 meshes

with a gear 81 connected to the drum 271 and the
gear 61 meshes with a gear 82 connected to the
drum 32.

In order that the drums 25 and 27
may be angularly adjusted relative to the gear-
Ing so that the cooperating parts cn the respec-
tive drums will meet exactly, the gear 89 is Imt_
fastened to the shaft carrying the drum but is

connected to it by an arm 83 which has screws

84, the ends of which engage one of the spokes

or ether projecting part of the drum. By loosen-

ing one screw and tightening the ether the angu-
lar position of the gear on the drum shaft .can

be varied. The machine may be operated by a

motor 89 through a belt or other suitable drive

86 to a pulley 87 having a pinion &8 driving a
gear 88 on a shaft for the mill roll 21. |

The space between the mill rollers at the ends

thereof from which the strip 42 is cut may be

- closed by a plate 80 edJustably held in place by

35

40

o0

screws 91.

In the form of the invention herein disclosed,
the process of preparing the gasket material,

blanking it, and applying it to the caps is con-

tinuous process, and experience has shown that
the apparatus may be operated at high speeds
and thus may economically line the caps. It
should be understood, of course, that the appara-

tus is susceptible of con&dereble variation and -
modifi

cation, and that the process may be carried
out by some automatic or entlrely manually

operable apparatus.

Other variations and- medlﬁcatlens may be

‘made within the scope of this invention and

portions of the improvements may be used with-
out others.

~Iclaim: | |
1. In the process of producing sealing closures

.for containers, the steps of forming a gasket

~blank from a centinuous strip of rubber-like

- DS

60

65

There is thus created at one side of

gasket material with a heated tool, transporting

the blank on said tool into proximity with =z cap
structure of higher temperature than the tool,
and causing said tool to press the blank against

‘sald structure to be adhesively bonded thereto so

that a liner is formed on the structure.

2. In the process of producing sealing closures
for containers, the steps of milling a quantity of
plastic gasket material, removing a continuous

strip of material from said milled quantity, cut-

ting a gasket blank from said strip by a molding

tool, transporting the blank on said tool into
proximity with a cap structure and causing said
tool to press the blank therein to adhesively bond
It thereto so that a liner is molded on the said
structure, and discharging the lined cap struc-
ture.

3. In the process of preducmg seahng closures
for containers, the steps of milling a quantity of

plastic gasket material, removing a continuous
strip of material from said milled quantity, cut-
ting a gasket blank from said strip and molding

sald blank to produce substa,ntlelly the cross- |

75 sectional configuration of the finished gasket, '
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r §
transporting the molded gasket into proximity
with a closure member and pressing the molded

easket therein to adhesively bond it thereto so.

that a liner is formed on the said member,

4, In the process of producing sealing closures
for containers, the steps of milling a quantity of
plastic gasket material, removing a continuous
strip of material from said milled quantity, pass-
ing said strip between approaching punches and
dies to cut a gasket blank therefrom and mold
the material of said blank to produce substan-
tially the cross-sectional configuration of the
finished gasket, transporting said molded gasket
by one of said punches into proximity with a
closure member and causing said punch to press
the molded gasket therein into bonding engage-
ment with said member so as to form & liner on
the latter. -

- 5. In the process of producing sealing closures
for containers, the steps of milling a quantity of

plastic gasket material to the desired degree oi

plasticity; cuiting from the gquantity on the mill
a, continuous sirip of gasket material, passing
said strip between punch and die carriers to cut
a2, sasket disk therefrom and mold the material
of said disk to produce substantially the cross-
sectional configuration of the finished gasket,
transporting said molded gasket on one of sald

carriers to a cap holder and cap supported

thereon, inserting the molded gasket in the cap
and pressing the gasket into bonding contact
with the underside of the cap between the cap
carrier and the gasket carrier, and discharging
the lined cap from the cap carrier.

6. In the process of producing sealing closures
for containers, the steps of milling a quantity of
plastic gasket material to the desired degree of
plasticity, cutting from the quantity on the mill
a continuous strip of gasket material, passing
‘said strip between punch and die carriers to cut
o gasket disk therefrom and mold said disk tc
produce substantially the cross-sectional con-
figsuration of the finished gasket, transporiing
gsaid molded gasket on the punch to a cap holder
and cap supported thereon, inserting the molded
gasket in the- cap and pressing the gasket into
bonding contact with the underside of the cap
between the cap carrier and the punch, and dis-
‘charging the lined cap from the cap carrier.

7. In the process of producing sealing closures
for containers, the steps of milling a quantity of
plastic gasket material to the desired degree of
piasticity, cutting from the quantity on the mill
g continuous strip of gasket material, passing
said strip between a pair of carrier drums having
thereon 2 succession of matching punches and
dies to cut a succession of gasket disks there-
from and mold the material of said disks to pro-
duce substantially the cross-sectional configura-
tion of the finished gasket, transporting said
molded gasket on one of said carrier drums to
'a drum having thereon & succession of cap
holders each supporting a cap, inserting each
molded gasket in a cap and pressing each gasket
successively intc bonding contact with the under-
side of its cap between the cap carrier drum and
the gasket carrier drum, and discharging the
lined caps from the cap carrier.

8. In the process of producing sealing closures

for containers, the steps of passing a continuous

strip of plasticized gasket material between punch
‘and die carriers to cut a gasket disk therefrom
“and apply molding pressure to the material of
said disk so as to cause the material to flow to

“produce substantially the cross-sectional conilg-
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uration of the finished gasket, transporting said
molded gasket on said punch to a cap holder and
cap supported thereon, causing said punch to in-
sert the molded gasket in the cap, and press the
gasket into bonding contact with the underside of
its cap between the cap carrier and the punch,
and discharging the lined cap from the cap car-
rier.

9. Apparatus for applying liners cf moldable
easket material to the undersides of caps or lids,
comprising a mill for working the gasket mate-
rial and supplying the same in continuous sirip
form; means for cutting gasket blanks from said
strip and molding each blank to produce substan-
tially a finished gasket; and means for transport-
ing said molded gaskets respectively into proxim-
ity with cap structures and pressing the gaskets
therein to be bonded thereto so that liners are
formed on the said structures.

10. Apparatus for applying liners of moldable
casket material to the undersides of caps or lids,
comprising a mill for working the gasket material
and supplying the same in continuous surip form;
means for cutting gasket blanks stuccessively irom
said strip and successively molding the material
of said blanks to produce substantially the cross-
sectional configuration of the finished gasket;
means for feeding the blanked-out strip back into
the mill; and means for transporting said molded
gaskets in succession into proximity with succes-
sive cap structures and pressing the gaskets taere-

in to be bonded thereto so that liners are formed

on the said structures.

11. Apparatus for applying to the underside of
a cap or lid a liner of moldable gasket material,
comprising a warming mill; a drum having a suc-
cession of dies on its periphery over which a strip
of gasket material issuing from the miil passes;
o, second drum cooperating with the first-named
drum and having a succession of punches on 1ts
periphery cooperating with said dies on said first
drum for punching circular cap liner gasket
blanks from said strip of gasket material and
subijecting each gasket blank {0 a molding opera-
tion sufficient to produce substantially the cross-
sectional configuration of the finished gasket as
the punches and dies coact during rotation of
said drums, said molded gaskets being carried by

one of said drums to an applying station; and a =

third drum adapted to carry a succession of caps
on its periphery and cooperating with the other
drums to cause said punches to press the gaskets
into and against the undersides of the caps suc-

‘cessively during rotation of the drums, each

egsket to be bonded to the underside of & cap.
12. Apparatus for applying to the underside of
a cap or lid a liner of moldable gaske? material,
comprising a warming mill; a drum having a suc-
sacsion of dies on its periphery, a strip of gaskei
material issuing from the mill passing around
the drum over the said dies; a sscond drum coO-
operating with the first-named drum and having
9, succession of punches on its periphery cooper-
ating with said dies on said first drum ifor puinch-
ing circular cap liner gasket blanks irom said
strip of gasket material and subjecting the mate-
rial of each gasket blank to a molding operation

sufiicient to produce substantially the cross-sec-

tional conficuration of the finished gasket as
the punches and dies coact during rotation of
said drums, said molded gaskets being carried
by one of said drums to an applying station;
means for returning the blanked strip, after it
leaves the periphery of the first drum, to the
warming mill to be re-mixed; and a third drum

75 adapted o carry & succession Of caps Ol its
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periphery and cooperating with the other mums
to cause said punches to press the gaskets into
and against the undersides of the caps succes-
sively during rotation of the drums, each casket
to be bonded to the underside of a can. S
13. The process of making closur es Whl“h com-
 prises, providing a moldable gasket-forming ma-
terial, operating a punch to blank out a portion
of said material and subjecting said blanked out
portion to a molding pressure on said punch suf-

ficient to modify the cross-sectional configura-

tion therof to form a gasket ring, and subse-
quently employing the punch io a,ssemble the
molded gasket ring in a closure member and cause
said gasket ring to adhere to said member.

14. The process of making closures which com-
prises, providing a moldable gasket-forming ma-
terial, operating a punch to blank cut a porticn
oi said material and subjecting said blanked out
portion to a molding operation on said punch
to modify the cross-sectional configuration there-
of to form a closure lining gasket having 2 gasket
ring and a center membrane of iess thickness
than said ring, and subsequently employing the
prunch to assemble the molded gasket in a closure

- member and cause wald gasket to adhere to said

member. -
15. A machine comprising in combmatwn a
cooperatmg punch and die for eutting and tiank-
ing gasket-forming material and molding said
blank under sufficient pressure to cause the ma-
terial to flow to modify the cross-sectionzl! con-
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successive portions of sald strip material and
subjecting each blanked out portion to a molding

operation simultanecusly with said blanking 0p-
eration for the purpose of modifying the cross-
sectional configuration of each successive portion
to form a clesure lining gasket having a gasket
ring and a center membrance of less thickness
than said ring, continuously assembling said suc-
cessive molded gaskets in successive closure mem-
bers and pressing them into adhering relation
witnl said members to forin succesive lined clo-
sures, and returning the skeletonized strip for
reworking directly to the batch of material in
said mill without contacting the strip material
with a working surface in said mill.

18. The process of making lined closures which
comprises, plasticizing a baich of gasket forming
marterial in a plasticizing mill, continuously form-
ing g strip of said plasticizing material and con -
ducting sald strip through a path of travel ex-
tending away from and spaced a substantial dis-
tance from said mill, continuously blanking out
successwe portions of said strip material and sub- -

ecting each blanked out portion to a molding op-

eratwn simultaneously with said blanking opera-

tion for the purpose of modifying the CrOSS-SeC-
tional configuration of each successive portion to
form a closure lining gasket having a gasket ring

- and a center membrane of less thickness than
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figuration thereof to form a gasket ring having a

membrane of less thickness than said ring clos-

ing the center of said ring; means for supporting

a closure member; and means for operating said
punch to move said ring and membrane into en-
gagement with a closur-u member and adhere the
same thereto..

16. A machine combprising in combination, a
series of COOpEr ating punch and die members for

successively cutting from a strip of moldable

gasket-forming material gasket blanks of prede-
termined form, means for holding a flanged clo-
sure member to receive a. blank, each blank be-
~Ing carried by one of said punch members to said
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said ring, continuously assembling said successive

molded gaskets in successive closure members and

pressing them into adhering relation with said
members to form successive lined closures, and
returning the skeletonized strip for reworking di-
rectly to the batch of material in said mill with-

- out contacting the strip material with a working
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holding means and closure member, and means
- Tor causing said blank-carrying punch to position

said blank in said closure member with a mold-
ing pressure su

ficient to press the blank into in-~ |
timate contact with a surface of the closure and -

- cause the same to be bonded thereto as a casket

of predetermined thickness and formy: Wlthm (Hets
space surrounded by the flange thereof.

- 17. The process of making lined closures which

comprises, plasticizing a batch of gasket forming

M | |
] |

material in a plasticizing m111 continuously form- -

ing a strip of said plasticized material and con-

ducting said strip through a path of travel ex-

tending away from and spaced a substantial dig-

tance from said mill, continuously blanking out
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‘Number

surface in said mill, and discharging the lined
closures and passing them through a curing zone
to harden the molded gaskets.

HENRY Z. GORA.
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