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outwardly, then in the direction of the longitudinal axis and then
inwardly, relative to the pail body to form a Technical Field
pre-curl and cause the said rim edge to lie adjacent the outside of the
pail wall, and then further curling the This invention relates to a head
seam for a pail for   5   rim to produce a compound curl in which the rim
edge the storage and transportation of materials and which  part closest to
said rim edge of the pre-curl extends is especially useful in the
transportation of dangerous  in a direction away from the pail wall and is
located goods such as paint. The word "pail" is used in this  intermediate
an upper and a lower region of the corn- specification to indicate a
cylindrical container clos-  pound curl, said rim edge of the pre-curl
being the part able atone end with a removable lid. Sometimes such   10
thereof that makes the closest approach to the inside a container is called
a drum although the latter term  surface of the remainder of the compound
curl, prior is more often used to indicate a container having  to offering
a lid to the pail body. irremovable end closures one of which at least is
nor-  It is advantageous to form pail body with three cir- mally formed
with a small opening for filling and/or  cumferential beads in the region
of the said curled rim, emptying the container.                       15
the three beads comprising a single comparatively shallow bead
comparatively close to the compound Discussion of Prior Art
curl and a pair of closely spaced comparatively larger beads at a larger
distance from the compound curl. It is important in transporting materials
which are  According to a further aspect of the invention, a corrosive or
flammable that secure packages are  20  method of manufacturing a metal
pail body having a used which are not readily susceptible to damage and
longitudinal axis and a curled rim for receiving a lid, leakage, for
example if they are dropped during load-  the method comprising the steps
of: ing and unloading. Specifications for packaging have  (a) forming a
pre-curl on the pail body by curling been raised over the years and it can
be expected that  a rim edge part adjacent to a rim edge of the pail they
will be raised further.                  25      wall outwardly, then in
the direction of said lon- The present invention seeks to provide a head
gitudinal axis and then inwardly relative to the pail seam for fastening
the lid of a pail to the body which  body to cause the rim edge to lie
adjacent to the is more secure than that at present in use on conven-
outside of the pail wall, tional pails.
(b) expanding the diameter of the pail body atthe Conventionally, a head
seam for a pail is a five  30  rim so that the pail body tapers to become
nar- fold double seam. To form such a seam a curl is for-  rower in the
direction of the longitudinal axis away med around the outside of the upper
rim of the pail and  from said rim thereby tightening the pre-curl and a
channel is formed around the periphery of the lid   reducing the
cross-sectional diameter of the pre- with downardly directed flange parts
located at inter-  curl, and va around the lid. A sealing compound is run
into the   35  (c) performing another curling operation on the channel on
the lid and the lid is clamped onto the curl  rim to produce a compound
curl and leave the on the pail by means of a damping tool applied to the
said rim edge part closest to the rim edge of the flange parts, thus
squeezing the channel onto the curl  pre-curl extending in a direction away
from the around the periphery of the pail to create a seal.    pail wall
and located intermediate an upper and a The present invention provides an
improved   40   lower region of the compound curl, the said rim seam
compared with this conventional five fold seam.  edge of the pre-curl being
the partthat makes the EP-A-205494 discloses a pail body having a rol-
closest approach to an inside surface of the led curl to which a lid is
attached, the rolled curl com-  remainder of the compound curl, prior to
offering prising a primary curl touching the inside uppermost  a lid to the
pail body. portion of the secondary curl prior to fixing the lid in  45
The invention also includes a method of manufac- place.
turing a pail byfitting a lid to the compound curl rim of GB-A2109777 shows
a compound cur providing     a pail body made as described above and also a
rim edge region for a container to receive a crimped  includes a pail
including a lid so fitted. on lid but not a compound curl of the kind
featured in  A further aspect of the invention is a rim-forming the
following claims.                         50  line for the manufacture of
pail bodies which have a longitudinal axis and an upper rim and is
character- Summary of the Invention                          ised bythe
provision of stations forcarrying outthefol- lowing operations: According
to one aspect of the invention there is  a) an operation for pre-curling a
rim edge part provided a pail body having a longitudinal axis and a   55
adjacenttothe rim edgeof the pailwall outwardly, curled rim for receiving a
lid, the curled rim being in  then in the direction of the longitudinal
axis and the form of a compound curl formed by pre-curling a   then
inwardly, relative to the pail body to form a rim edge part adjacent to the
rim edge of the pail wall  pre-curl and cause the rim edge to lie adjacent
to 2    



3                EP0243106B1                      4 the outside of the pail
wall,                        expanding the body of a pail also constituting
part b) an operation for expanding the pail body so that  of the
rim-forming line referred to above, ittapers to become narrower in the
direction away    Figure 4 is a schematic representation of a tool for from
the said rim, thereby reducing the cross-sec-  simultaneously further
curling the upper rim of a tional diameter of the pre-curl and bringing the
rim    5  pail body and forming a bead in the body of a pail, edge closer
to the pail wall, and                   this tool also constituting part of
the rim-forming c) an operation for carrying out another curling    line
referred to above, operation on the pre-curl to produce a compound
Figure 5 is a section through the upper rim of a curl in which the rim edge
part closest to the rim    pail body after subjection to a pre-curl
operation, edge of the pre-curl extends in a direction away   10  Figure 6
is a section through the upper rim of the from the pail wall and is located
intermediate an   pail body shown in Figure 5afterthe pail body has upper
region and a lower region of the compound      been subjected to an
expanding operation, curl,
Figure 7 is a section through the upper rim of the said rim-forming line
being operable to leave said rim  pail body shown in Figure 5 after
subjection to a edge of the pre-curl as the part thereof that makes the
15  second curling operation, closest approach to the inside surface of the
remain-   Figure 8 is a partial cross-section through a clos- der of the
compound curl prior to offering a lid to the  ing tool for applying a lid
to the pal body of Fig- pail body.
ures 1 to 5, The rim-forming line can also include one or more    Figure 9
is a view corresponding to Figure 8 stations to form three circumferential
beads in the wall  20  showing the closing tool in the closed-up configu-
of the pail body in the region of the curled rim and com-  ration, prising
a comparatively shallow bead comparatively      Figure 10 shows part of the
closing tool similar to close to the compound curl and a pair of closely
that of Figures 8 and 9 when the tool is in the clo- spaced comparatively
larger beads at a larger dist-     sed-up configuration and is applied to a
pail body ance from said compound curl.                   25      and lid,
in use, Another aspect of the invention is a closing tool    Figure 11 is
an enlarged section through a com- for applying a lid to a pail body, the
closing tool having  pleted head seam according to the invention, and a
base which includes a downward extension dimen-       Figure 12 is a
schematic representation of a rim- sioned to contact a central region of
the lid when the  forming line in accordance with the invention for closing
tool is in use, and also includes a central pillar  30  the manufacture of
pail bodies. on which are pivoted levers connected by linkages to a spider
having a central mounting slidable on the pi-  Description of Preferred
Embodiments lar and wherein brackets carried on the mounting pivotally
carry arms each connected to an associated    The pail 20 shown in part in
Figure 1 has a closure element pivoted on the base. Preferably, a lid  35
capacity of 20 litres and its body 21 is made from 27 to be applied by the
closing tool has at least one annu-  gauge (0.43 mm thick) mild steel. lar
corrugation outwardly of the said central region in  The first stage in the
manufacture of the pail body a configuration such that when the said
downward     21, in the present case, is a conventional procedure extension
of the closing tool applies pressure to the  involving rolling to form a
cylinder and crush welding said central region of the lid during the
closing oper-  40  to produce a longitudinal seam. Other welding techni-
ation, the material of the lid is urged outwardly at the  ques may be used
to form this longitudinal seam. rim of the pail body.
The pail body 21 is then transferred to a rim-form- ing line (see Figure
12) which is conventional in res- Brief Description of the Drawings
pect of the means fortransporting the pail bodies and, 45  in general
terms, in respect of the means for forming The invention will be further
described, by way of  them, but is novel in that it comprises stations for
car- example, with reference to the accompanying draw-    rying out the
following operations: ings in which:-
(a) a pre-curling operation (at station E), Figure l is a half section
through a pail according  (b) an expansion of the pail body (at station F),
to the invention showing a lid in a position above   50  (C) a second
curling operation together with for- the pail body ready forfitting
thereto, the left-hand  mation of a bead in the pail body, (at station G),
half being in section and the right-hand half being  and in side elevation,
(d) formation of two more beads in the pal body Figure 2 is a schematic
representation of a tool for  (at station H) forming a curl on an upper rim
of a pail body and   55  The conventional transporting means for the pail
constituting part of a rim-forming line according to  bodies in a
rim-forming line according to the invention the invention,
are shown only schematically at J in Figure 12 and Figure 3 is a schematic
representation of a tool for  can be of any convenient design. The
pre-curling tool 3    



5                  EP0243106B1                    6 of station E is shown
in Figure 2. The pre-curling tool  pressing the pre-curl 30 into a groove
45 in the tool comprises, in the present case, a table 22 mounted on  head
40. This operation produces a compound curl 46 a hydraulic ram 23 below a
tool head 24 (alternatively  by curling the already pre-curled pail rim 26.
The a mechanically-operated tool may be used). The    result is shown in
Figure 7 where the rim edge part cylindrical pail body 21 is delivered by
the transporting   5   adjacent to the rim edge 28 is shown extending away
means (not shown) to the table 22 so that its lower rim  from the pail wall
33 and is located intermediate an (not shown) stands on the table 22. The
upper rim 26  upper region 47 of the compound curl 46 extending is located
below the groove 27 in the tool head 24. At  away from the pail wall on its
outside and a lower reg- this stage the upper rim 26 extends straight up
and is  ion 48 of the compound curl extending from the outer undeformed.
The hydraulic ram 23 then raises the  10  periphery of the upper region 47
towards the pail wall. table 22 pushing the rim edge 28 (Figure 5) of the
rim  The rim edge part extends from the inner periphery of 26 of the pail
body 21 into the groove 27 and causing  the said lower region 48 away from
the pail wall 33 to the rim edge part adjacent to the rim edge 28 to curl
leave the rim edge 28 of the pre-curl 80 as the part round beneath an upper
region 29 of the precurl 30  thereof- which makes the closest approach to
the shown in Figure 5 and to extend towards a pail wall  15  inside surface
of the remainder of the compound curl 33. This pre-curling operation is
conventional per se  46 (see Figure 7). The lower region 48 at least partly
in that it is similar, in principle, to curling operations  comprises the
upper region 29 of the pre-cud 30 (Fig- carried out in producing the known
five fold seam but  ures 5 and 6). The diameter C of the compound curl the
use of a pre-curling operation is not conventional.  46 is, in the present
instance, 7.5mm and an innerpart The pre-curl 30, in the present instance
has a diame-  20  49 of the compound curl is spaced from the pail wall ter
in the vertical direction (dimension A in Figure 5)  33 by a distance (D)
of 2.1mm. The rim edge 28 is still of 4. 5 mm.
located close to or in contact with the inner surface of After the
pre-curling operation illustrated in Figure  the compound curl near an
outer part 50 of the com- 5, the pail body 21 is transported to an
expanding tool  pound curl which is furthest from the pail wall 33. making
up station F of the rim-forming line shown   25  Afterformation of the
compound curl 46 and while schematically in Figure 12. The expanding tool
is  the pail body is still in station G, the bead-forming tool shown at 34
in Figure 3 and is per se conventional. It  39 is operated by the conical
wedge 44 which moves operates by means of a set of fingers 35 which are
the segments 43 outwards so that ridges 53, one of inserted in the pail
body 21 and which are mounted so  which is formed on each segment, are
pressed into that they can be splayed outwards at the top by intro-  30
the pail wall 33 thus forming in it a lower bead 54 (Fig- duction between
them of a conical wedge 36 under  ure 1). the influence of a hydraulic ram
(not shown). In the  The pail body is nexttransported to a furtherwork
present instance, the expanding tool 34 imparts to the  station H at which
a second bead forming tool (not pail body 21 the shape of the frustum of a
cone having  shown) having two series of bead-forming ridges simi- a
diameter of 270mm at the bottom and 280mm at the  35  lar to the ridges 53
is operated to form an upper bead top, that is, the pail body is expanded
so that it tapers  55 (Figure 1) and a middle bead 56. to become narrower
in the direction away from the rim  In the present instance, the highest
point of the 26 and pre-curl 30. The effect of this deformation of  upper
bead 55 (in relation to the pail wall 33) is located the pail body is to
reduce the dimension A of the pre-  25mm below the upper region 47 of the
compound _curl 30 to 4.0mm and bring the rim edge 28 close to  40  curl 46
and has a height from the pail wall 33 of or even in contact with the pail
wall 33. This condition  1.5mm. The distance from the upper region 47 to
the of the pro-curl 30 is shown in Figure 6. Figures 5 and  centre of the
valley between the middle bead 56 and 6 also illustrate the reduction of an
oblique diameter  the lower bead 54 is 85mm. The lower bead 54 has a B of
the pre-curl 30 from 4.5mm in Figure 5 to 4.0mm  height of 7.5mm and the
middle bead 56 has a height in Figure 6.                                 45
of 7.0mm. The bead arrangement is thus a pair of The next station G on the
rim-forming line is  comparatively large closely spaced beads at a com-
shown in Figure 4. This station operates on the pail  paratively large
distance from the compound curl 46 wall 33 as well as on the rim 26 of the
pail body. A table  at the upper rim of the pail body and a relatively
shal- 37 to support the pail body 21 is mounted on a hyd-  low bead
comparatively close to the compound curl. raulic ram 38 beneath a
bead-forming tool 39 and a   50  The beads play a part in protecting the
head seam tool head 40. The bead-forming tool is per se conven-  of the
present pail if the pal is dropped, as will be des- tional and comprises
segments 43 mounted so that  cribed below, and their position and size are
important they can be moved apart by introduction between   factors in
achieving such protection. The upper bead them ofa conical wedge 44 carried
by a hydraulic ram  55 is preferably located no less than 20mm and no (not
shown).                                 55   more than 35mm from the upper
region 47 and pref- A pail body having a pre-curl 30 and transported
erably has a height from the pail wall 33 of from 1 mm to the table 37 is
raised by upward movement of the  to 3mm. The high points of the middle and
lower table 37 under the influence of the hydraulic ram 38  beads are
located, on the pail body shown in Figure 4    



7                  EP0243106B1                     8 1, 77mm and 94mm
respectively from the upper reg-  causing hooked ends 90 of the closure
elements 88 ion 47 and the spacing apart of these beads is thus  to engage
the flange parts 75 as shown in Figure 10 17mm. This spacing is preferably
from 12mm to     (which shows the compound cur 46 partly deformed) 20mm.
The centre of the valley between the middle  thus deforming them around the
compound curl 46 and lower beads is preferably located from 80mm to   5
and forming a head seam as shown in Figure 11. 90mm from the upper region
47.                       The closing tool 80 is similar to previous
closing To complete the pail body ready for the reception  tools but
differs in that its base 89 is formed with a of a lid, the bottom of the
pail must be secured to the  downward extension 92 which is dimensioned to
con- lower rim of the pail wall. This may be carried out on  tact the lid
73 when the tool is in use (see Figure 10). the same forming line as used
to produce the com-  10  The lid 73 is formed with two annular corrugations
93 pound curl at the upper rim 26 of the pail body and is  and the contact
between the lid 73 and the extension preferably done in such a way as to
produce a bottom  92 takes place in a central region of the lid inwardly
seam of a similar standard to the head seam which,  of the corrugations 93
and in this instance between aswill be described below, can be produced
using the  the lid and an annular bead 94 on the extension 92. compound
curl described above.               15  The base 89 of the closing tool 80
is different from that Fitting of the lid 73 to complete the pail 20 is
car-  of a conventional closing tool for head seams in this ried out after
filling the pail. As shown in Figure 1, the  respect in that the base of
the conventional tool does lid 73 has a channel 74 formed around its
periphery  not have a downward extension such as the extension and at
regular intervals, closely spaced, around the lid  92 and the peripheral
region of the base contacts the are downwardly directed flange parts 75.
The channel  20  bottom part of the channel 74. The action of the clos- 74
is partly filled with a sealing compound 76 (prefer-  ing tool 80 in
forming the head seam thus differs from ably a synthetic rubber) which is
run into the channel  the conventional closing action and the presence of
(with the lid inverted) in liquid state and caused or  the corrugations 93
in the lid 73 assist in this action, allowed tosolidify to a degree such
that it can still flow  in that when the annular bead 94 on the base 89
under pressure to form a seal. Preferably, the menis-  25  presses down the
centre part of the lid, an outward cus of the sealing compound 76 in the
channel 74 is  movement of the metal of the lid is produced in the concave
producing a more even distribution of the  region of the upperrim 26of the
pail body21. This has sealing compound in the head seam than would other-
the effect of pushing extra metal into the head seam wise be the case. This
can be achieved either by  which assists in the formation of a tighter,
more resi- choice of a sealing compound with a suitable surface  30  lient
seam less susceptible to opening up on impart if tension in relation to the
metal of the lid 73 or by  the pail is dropped. The outward movement may be
deforming the surface of the sealing compound at a  explained by the
downward pressure of the dosing suitable stage during its solidification.
tool 80 on a central region of the lid 73 producing a To apply the lid 73
to the pail body 21, the lid is  tendency at least for the inner
corrugation, with a placed on the upper rim 26 of the pail body 21 so that
35  downwardly directed depression 93, to to straighten the compound curl
46 is located in the channel 74. A  out and occupy a greater horizontal
distance. dosing tool 80 as shown in Figures 8 and 9 is then   It is
believed that a single corrugation 93 in the lid used to clamp the lid 73
onto the pail body 21 and thus  73 will assist in this action but it is
preferred to have complete the head seam between the pail body 21   two
corrugations to obtain the desired effect. Three and the lid 73.
40  corrungations may be desirable in some cases. The closing tool 80
comprises a central pillar 81  A head beam made as set out in the example
des- on which are pivoted two levers 82 connected by lin-  cribed above
will satisfy drop tests and pressure tests kages 83 to a spider 84 having a
central collar 85 slid-  when filled with liquid which are superiorto
thosesur- able on the pillar 81. Extending radially outwardly from  vivable
by conventional five fold seams. the collar 85 at closely spaced intervals
are brackets  45  It is usual to weld to the pail body at some stage 86.
Only two brackets 86 are shown in Figures 8 and  during manufacture a pair
of ears for reception of a 9 and the linkages 83 are connected to these but
each  wire handle. In the example described above, the ears bracket 86 has
pivotally secured to it an arm 87 and   may be located between the upper
(55) and middle each arm 87 is pivotally connected to an associated  (56)
beads. closure element 88. Each closure element 88 is pivot-  50  The three
beads in the pail wall described in the ally mounted on a lug (not visible
in Figures 8 and 9)  above example of the invention serve, if the pail is
on a circular base 89 which carries the pillar 81.  dropped, to provide
regions where distortion of the In using the closing tool 80, the operator
places  pail wall can occur, reducing the degree of distortion the tool
centrally on the lid 73 already located on the  of the head seam so that
the head seam is less likely pail body 21 so that each of the closure
elements 88  55  to leak. If the pail drops on its side, the beads partly
is opposite a respective one of the flange parts 75.  collapse
accommodating the handle of the pail which The operator then presses down
on the levers 82  is thus less likely to puncture the pail wall. The lower
moving the spider 84 downwardly on the pillar 81 and  bead 54 serves as a
nesting device when one pail is 5    



9      .            EP 0 243 106 B1                10 inserted in another
and also absorbs surge pressures  region 100 (Figure 11) of the rim edge
part is brought created in liquid in the pail when the pail is dropped
into supporting engagement with the upper region 47, on its side, thus
reducing the risk of these pressures  as described above. affecting the
head seam. When the pail is dropped onto its lid, the upper bead allows the
pail wall to   5 deform outwardly, permitting the lid to move down into
Claims the pail body, thus protecting the head seam. The out- ward
deformation, or bulge, of the pail body at the  1. A pail body (21) having
a longitudinal axis and upper bead usually presses against the head seam
a curled rim (26) for receiving a lid (73), the curled rim and assists in
holding the lid in position.   10  being in the form of a compound curl
(46) formed by In the head seam in the example of the invention,
precurling a rim edge part adjacent to the rim edge described above, the
sealing compound 76. (Figure  (28) of the longitudinal axis and then
inwardly, relative 11) is spread throughout, or substantially throughout,
to the pail body (21) to form a pre-curl (30) and cause the space between a
base 98 of the channel 74 and  the said rim edge (28) to lie adjacentthe
outside of the the upper region 47 of the compound curl 46. Further,  15
pail wall (33), and then further curling the rim to pro- the base 98
follows the general line of the curve of the  duce a compound curl (46) in
which the rim edge part upper region 47 although at a greater radius and
there  closest to said rim edge (28) of the pre-curl extends is general
conformity between the deformed channel  in a direction away from the pail
wall (33) and is 74 and flange 75 of the lid and the associated parts
located intermediate an upper (47) and a lower region of the compound curl
46. In fact the channel 74 and   20 (48) of the compound curl, said rim
edge (28) of the the flange 75 are in dose contact with the outer part
pre-cura (30) being the part thereof that makes the 50 and lower region 48
of the compound curl and the  closest approach to the inside surface of the
remain- pail wall 33, lid wall 99 (the inside of the channel 74)  der of
the compound curl (46), prior to offering a lid and each flange 75 are
parallel and close to one  (73) to the pail body (21). anotherorin contact
throughoutthewhole orsubstan-  25  2. A pail body according to claim 1
characterised tially the whole of the length of each flange 75.  in that an
inner part (49) of the compound curl (46) Additionally, the upper region 47
is supported by a  including the inner periphery of the said lower region
region 100 of the pre-curl (originally the lower region  (48) is spaced (at
D) from the pail wall (33). ofthe pre-curl 30) which is in contactwith
itover a sub-  3. A pail body according to claim 2, characterised stantial
distance. This support which adds to the   30  in that the rim edge part is
spaced below the upper strength of the compound curl and the tightness
(com-  region (47) so that in clamping on the lid (73), a region paratively
small cross-wise dimensions) of the com-  (100) of the said rim edge part
is brought into support- pound curl enable the lid to be damped onto it
ing engagement with the upper region (47). securely and the compound curl
yet retains sufficient  4. A pail body according to anyone of the preced-
resilience to maintain a clamping action on the   35  ing claims
characterised in that three circumferential associated parts of the lid. In
particular, an inner reg-  beads (54, 55, 56) are provided in the pail wall
(33), ion 101 of the lower region 48 of the compound curl  the three beads
(54, 55,56) comprising a single com- is straight and obliquely inclined in
Figure 11 and is  paratively shallow bead (55) comparatively dose to urged
against an adjacent part 102 of the wall of the  the compound curl (46) and
a pair of closely spaced channel 74 of the lid thus tending to trap the
part 102   40  comparatively larger beads (54, 56) at a larger dist- and
the associated flange 75, which lie at an acute  ance from the compound
curl (46). angle, against the pail wall 33. In fact, therefore, as  5. A
method of manufacturing a metal pail body shown in Figure 11, the inner
region 101 of the lower  (21) having a longitudinal axis and a curled rim
(26) region 48 of the compound curl 46 lies at the same  for receiving a
lid (73), the method comprising the acute angle to the pail body 21 as the
angle between   45  steps of: the part 102 of the wall of the channel 14
and each   (a) forming a pre-curl (30) on the pail body by curl- flange 75.
Further, as also shown in Figure 11, the rim  ing a rim edge part adjacent
to a rim edge (28) of edge part adjacent to the rim edge 28 is further
curled  the pail wall (33) outwardly, then in the direction by the
operation of clamping the lid 73 in place, by   of said longitudinal axis
and then inwardly relative crimping home the flanges 75, so that the rim
edge   50  to the pail body to cause the rim edge (28) to lie part extends
in a direction downwardly in the Figure  adjacent to the outside of the
pail wall (33), and generally towards the pail body 21. Before clamp-  (b)
expanding the diameter of the pail body (21) ing the lid 73 onto the pail
body 21, the smaller pre-curl  at the rim so that the pail body tapers to
become 30 formed by the lower region 48 and the rim edge part  narrower in
the direction of the longitudinal axis 28, and, as shown in Figure 7,
constituting an inner  55  away from said rim, thereby tightening the pre-
curl of the compound curl 26 is spaced below, and     curl (30) and
reducing the cross-sectional diame- thus the rim edge part is spaced below,
the upper reg-  ter (B) of the pre-curl, and ion 47 of the compound curl.
In clamping on the lid, the  (c) performing another curling operation on
the 6    



9                   EP0243106B1                    10 inserted in another
and also absorbs surge pressures  region 100 (Figure 11) of the rim edge
part is brought created in liquid in the pail when the pail is dropped
intosupportingengagementwiththeupperregion47, on its side, thus reducing
the risk of these pressures  as described above. affecting the head seam.
When the pail is dropped onto its lid, the upper bead allows the pail wail
to   5 deform outwardly, permitting the lid to move down into  Claims the
pail body, thus protecting the head seam. The out- ward deformation, or
bulge, of the pail body at the   1. A pail body (21) having a longitudinal
axis and upper bead usually presses against the head seam   a curled rim
(26) for receiving a lid (73), the curled rim and assists in holding the
lid in position.  10  being in the form of a compound curl (46) formed by
In the head seam in the example of the invention,  precurling a rim edge
part adjacent to the rim edge described above, the sealing compound 76.
(Figure  (28) of the longitudinal axis and then inwardly, relative 11) is
spread throughout, or substantially throughout,  to the pail body (21) to
form a pre-curl (30) and cause the space between a base 98 of the channel
74 and  the said rim edge (28) to lie adjacent the outside of the the upper
region 47 of the compound curl 46. Further,  15  pail wall (33), and then
further curling the rim to pro- the base 98 follows the general line of the
curve of the  duce a compound curl (46) in which the rim edge part upper
region 47 although at a greater radius and there  closest to said rim edge
(28) of the pre-curl extends is general conformity between the deformed
channel  in a direction away from the pail wall (33) and is 74 and flange
75 of the lid and the associated parts  located intermediate an upper (47)
and a lower region of the compound curl 46. In fact the channel 74 and   20
(48) of the compound curl, said rim edge (28) of the the flange 75 are in
close contact with the outer part  pre-curl (30) being the part thereof
that makes the 50 and lower region 48 of the compound curl and the  closest
approach to the inside surface of the remain- pail wall 33, lid wall 99
(the inside of the channel 74)  der of the compound curl (46), prior to
offering a lid and each flange 75 are parallel and close to one  (73) to
the pail body (21). anotheror in contact throughout thewhole orsubstan-  25
2. A pail body according to claim 1 characterised tially the whole of the
length of each flange 75.  in that an inner part (49) of the compound curl
(46) Additionally, the upper region 47 is supported by a  including the
inner periphery of the said lower region region 100 of the pre-curl
(originally the lower region  (48) is spaced (at D) from the pail wall
(33). of the pre-curl 30) which is in contactwith itovera sub-  3. A pail
body according to claim 2, characterised stantial distance. This support
which adds to the   30  in that the rim edge part is spaced below the upper
strength of the compound curl and the tightness (com-  region (47) so that
in clamping on the lid (73), a region paratively small cross-wise
dimensions) of the com-  (100) of the said rim edge part is brought into
support- pound curl enable the lid to be clamped onto it    ing engagement
with the upper region (47). securely and the compound curl yet retains
sufficient  4. A pail body according to anyone of the preced- resilience to
maintain a clamping action on the   35  ing claims characterised in that
three circumferential associated parts of the lid. In particular, an inner
reg-  beads (54, 55, 56) are provided in the pail wall (33), ion 101 of the
lower region 48 of the compound curl  the three beads (54, 55, 56)
comprising a single com- is straight and obliquely inclined in Figure 11
and is  paratively shallow bead (55) comparatively close to urged against
an adjacent part 102 of the wall of the  the compound curl (46) and a pair
of closely spaced channel 74 of the lid thus tending to trap the part 102
40  comparatively larger beads (54, 56) at a larger dist- and the
associated flange 75, which lie at an acute  ance from the compound curl
(46). angle, against the pail wall 33. In fact, therefore, as  5. A method
of manufacturing a metal pail body shown in Figure 11, the inner region 101
of the lower  (21) having a longitudinal axis and a curled rim (26) region
48 of the compound curl 46 lies at the same  for receiving a lid (73), the
method comprising the acute angle to the pail body 21 as the angle between
45  steps of. the part 102 of the wall of the channel 14 and each   (a)
forming a pre-curl (30) on the pail body by curl- flange 75. Further, as
also shown in Figire 11, the rim  ing a rim edge part adjacent to a rim
edge (28) of edge part adjacent to the rim edge 28 is further curled  the
pail wall (33) outwardly, then in the direction by the operation of
clamping the lid 73 in place, by  of said longitudinal axis and then
inwardly relative crimping home the flanges 75, so that the rim edge   50
to the pail body to cause the rim edge (28) to lie part extends in a
direction downwardly in the Figure  adjacent to the outside of the pail
wail (33), and generallytowardsthe pail body 21. Before damp-    (b)
expanding the diameter of the pal body (21) ing the lid 73 onto the pail
body 21, the smaller pre-curl  at the rim so that the pail body tapers to
become 30 formed by the lower region 48 and the rim edge part  narrower in
the direction of the longitudinal axis 28, and, as shown in Figure 7,
constituting an inner  55  away from said rim, thereby tightening the pre-
curl of the compound curl 26 is spaced below, and     curl (30) and
reducling the cross-sectional diame- thus the rim edge part is spaced
below, the upper reg-  ter (B) of the pre-curl, and ion 47 ofthe compound
curl. In damping on the lid, the  (c) performing another curling operation
on the 6    
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compound curl (46) and leave       to lie adjacent to the outside of the
pail wall (33), the said rim edge part closest to the rim edge (28)  b) an
operation for expanding the pail body (21) of the pre-curl extending in a
direction away from  so that It tapers to become narrower in the direc- the
pail wall (33) and located intermediate an     tion away from the said rim
(26), thereby reducing upper (47) and a lower region (48) of the com-   5
the cross-sectional diameter of the pre-curl (30) pound curl (46), the said
rim edge (28) of the pre-  and bringing the rim edge (28) closer to the
pail curl being the part that makes the closest         wall (33), and
approach to an inside surface of the remainder of  c) an operation for
carrying out another curling the compound curl, prior to offering a lid
(73) to  operation on the pre-curl (30) to produce a corn- the pail body
(21).                        10       pound curl (46) in which the rim edge
part closest 6. A method according to claim 5, characterised    to the rim
edge (28) of the pre-curl extends in a by performing the another curling
operation so as to  direction away from the pail wall (33) and is produce a
compound curl (46) in which an inner part   located intermediate an upper
region (47) and a (49) of the compound curl (46) including the inner
lower region (48) of the compound curl (46), periphery of the lower region
(48) is spaced (at D)   15  said rim-forming line being operable to leave
said rim from the pail wall (33).                            edge (28) of
the pre-curl (30) as the part thereof that 7. A method according to claim
6, characterised  makes the closest approach to the inside surface of by
performing the another curling operation so as to  the remainder of the
compound curl (46), priorto offer- product a compound curl (46) in which
the said rim  ing a lid (73) to the pail body (21). edge (28) is spaced
below the said upper region (47).  20  11. A method according to claim 8 or
claim 9 8. A method of manufacturing a pail including the  characterised in
that pressure is applied in a central step od applying to a pail body (21)
as claimed in any  region of the lid as the flange parts (75) are deformed
one of claims 1 to 4 or to a pail body (21) manufac-  around the compound
curl. tured by the method claimed in any one of claims 5 to  12. A closing
tool (80) for applying a lid (73) to a 7, a lid (73) comprising a channel
(74), characterised   25  pail body (21) in accordance with the method of
claim byapplying the lid (73) so thatthe said compound curl  11
characterised in that the closing tool (80) has a (46) is located in the
channel (74) and subsequently  base (89) which includes a downward
extension (92) clamping the lid (73) onto the pail body (21) by
dimensioned to contact a central region of the lid, deforming downwardly
extending flange parts (75) on  when the closing tool is in use, and also
includes a the lid (73) around the compound curl (46) so that the   30
central pillar (81) on which are pivoted levers (82) con- channel (74) is
in close contact with an outer part (50)  nected by linkages (83) to a
spider (84) having a cent- and the lower region (48) of the compound curl
(46),  ral mounting (85) slidable on the pillar (81) and in that and each
flange part (75) is in close contact with part  brackets (86) carried on
the mounting (85) pivotally of the lower region (48) and with the upper
part of the  carry arms (87) each connected to an associated pail wall
(33), and each flange part (75) and the adja-  35  closure element (88)
pivoted on the base (89). cent part of the wall of the channel (74) lie at
an acute angle to one another and are trapped between the compound curl
(46) and the pail wall (33).          Patentansprache 9. A method of
manufacturing a pail including the lidding step set out in claim 8,
characterised in that,  40  1. Eimerrumpf (21) mit einer LUngsachse und el-
in deforming the flange parts (75), an inner region  nem gerollten Rand
(26) zurAufnahme eines Deckels (101) of the lower region (48) of the
compound curl  (73), wobei der gerollte Rand die Form einer Mehr- (46) is
deformed so as to be straight and obliquely  fachrolle (46) hat, die
dadurch gebildet wird, daB ein inclined to the pail wall (33) and is urged
against an  der Randkante (28) derEimerwand (33) benachbarter adjacent part
(1 02) of the wall of the channel (74), and   45   Randkantenteil nach
auBen, dann in Richtung der the rim edge part adjacent to the rim edge (28)
of the  Lingsachse und dann nach innen beziglich des compound curl (46) is
further curled so as to extend  Eimerrumpfes (21) zur Bildung einerVorrofle
(30) vor- in a direction towards the pail body (33).         gerollt wird,
so daB jene Randkante (28) der Aulen- 10. A rim-forming line for the
manufacture of pail  seite der Etmerwand (33) benachbart ist, wonach der
bodies (21) which have a longitudinal axis and an   5o   Rand zur
Herstellung einer Mehrfachrolle (46) weiter upper rim (26) characterised by
the provision of sta-  gerollt wird, bei der sich der Randkantenteil,
derjener tions (E, F, G) for carrying out the following oper-  Randkante
(28) der Vorrolle am nachsten liegt, von ations:
der Eimerwand (33) weg erstreckt und zwischen ei- a) an operation for
pre-curling a rim edge part  nem oberen (47) und einem unteren Bereich (48)
der adjacent to the rim edge (28) of the pail wall (33)  5s   Mehrfachrolle
liegt, wobei jene Randkante (28) der outwardly then in the direction of the
longitudinal  Vorrolle (30) dedjenige Tell der Vorrolle ist, der der axis
and then inwardly, relative to the pail body to  Innenfliche der restlichen
Mehrfachrolle (46) am form a pre-curl (30) and cause the rim edge (28)
nichsten kommt, bevor der Eimerrumpf (21) mit el- 7    



13                 EP024310681                     14 r,,j Deckel (73)
versehen wird.                   lung einer Mehrfachrolle (46) durchgeffhrt
wird, be! 2. Eimerrumpf nach Anspruch 1, dadurch         der jene Randkante
(28) unterhalb des oberen gekennzeichnet, daB ein Innenteil (49) der
MehrFach-  Bereichs (47) liegt. rolle (46), einschlieglich des 1nnenumfangs
jenes un-  8. Verfahren zur Herstellung eines Eimers ein- teren Bereichs
(48) (bei D) von der Eimerwand (33)   5   schlieflich des Schrittes, daB
einem Eimerrumpf (21) beabstandet ist.
nach einern der Ansprriche 1 bis 4 oder einem nach 3. Eimerrumpf nach
Anspruch 2, dadurch         derm Verfahren nach einem derAnspruche 5 bis 7
her- gekennzeichnet, daB der Randkantenteil so weit    gestellten
Eimerrumpf (21.) in Deckel (73) mit einem unterhalb des oberen Bereichs
(47) liegt, dalB beirn  Kanal (74) aufgesetzt wird, dadurchgekennzeichnet,
Aufldemmen des Deckels (73) ein Bereich (100) jenes  10  daB der Deckel
(73) so aufgesetzt wird, daB sich jane Randkantenteils stOtzend mit dem
oberen Bereich   Mehrfachrolle (46) im Kanal (74) befindet, und (47) in
Eingriff gebracht wird.                   anschlielend der Deckel (73) auf
den Elmerrumpf 4. Eimerrumpf nach elnem der vorhergehenden    (21) geklemmt
wird, indem  sich nach unten Ansprfche, dadurch gekennzeichnet, daB in der
erstreckende Flanschteile (75) am Deckel (73) so urn Eimerwand (33) drel
Umfangssicken (54, 55, 56) vor-  15  die Mehrfachrolle (46) umgeformt
werden, dal der gesehen sind, die aus elner einzelnen, vergleichswei-
Kanal (74) mit einem auBeren Teil (50) und dem un- se flachen Sicke (55),
die vergleichsweise nahe bei  teren Bereich (48) der Mehrfachrolle (46) in
engem der Mehrfachrolle (46) Iiegt, und einem Paar nahe bei-  Kontaktsteht
und jeder Flanschteil (75) miteinem Teil einanderliegender, vergleichsweise
groBIerer Sicken  des unteren Bereichs (48) und mit dem oberen Tell I"4,
56): bestehen, die weiter von der Mehrfachrolle  20  der Eimerwand (33) in
engem Kontakt steht undjeder .o) entfernt sind.
Flanschteil (75) und der benachbarte Tell der Wand 5. Verfahren zur
Herstellung eines Eimerrumpfes  des Kanals (74) in einem spitzen Winkel
zueinander (21) aus Metall mit einer Langsachse und einem    liegen und
zwischen der Mehrfachrolle (46) und der gerollten Rand (26) zurAufnahme
ines Deckels (73),  Eirnerwand (33) eingeschlossen sind. wobei das
Verfahren die folgenden Schritte umfaat:   25  9. Verfahren zur Herstellung
eines Eimers ein- (a) Bildung einer Vorrolle (30) am Eimerrumpf,
schlieBlich des Schritts zum Aufseizen des Deckels indom ein der Randkantb
(28) der Eimerwand     nach Anspruch 8, dadurch gekennzeichnet, daB bei
(33) benachbarter Randkantenteil nach auBen,   der Umformung der
Flanschteile (75) ein innerer dann in Richtung jener Langsachse und dann
Bereich (101) des unteren Bereichs (48) der Mehr- nach innen beziglich des
Eimerrumpfes gerollt  30  fachrolle (46) so umgeformt wird, daB er gerade
und wird, so daB die Randkante (28) der AuBenseite  zur Eimerwand (33)
schrag geneigt ist und gegen der Elmerwand (33) benachbart ist,
einen benachbarten Teil (102) der Wand des Kanals (b) Aufweitung des
Durchmessers des Eimer-     (74) gedrangt wird, und der der Randkante (28)
rumpfes (21) am Rand, so daB sich der Eimer-   benachbarte Randkantenteil
der Mehrfachrolle (46) rumpf verjungt und in Richtung der Langsachse,  35
welter so gerollt wird, dall er sich zum Eimerrumpf weg von jenem Rand
schmalerwird, wodurch die   (33) hin erstreckt. Vorrolle (30) enger und der
Querschnittsdurch-    10. Rinderbildende Fertigungsstrecke fOr die messer
(B) der Voirolle kleiner wird, und      Herstellung von Eimerrflmpfen (21)
mit elner LAngs- (c) Durchf0hrung eines weiteren Rolivorgangs   achse und
einem oberen Rand (26), dadurch gekenn- K   am Rand zurHerstellung einer
Mehrfachrolle (46)  40  zeichnet, daB Stationen (E, F, G) zur Durchfflhrung
und damit sich jener der Randkante (28) der Vor-  der folgenden Vorgange
vorgesehen sind: rolle am nachsten liegende Randkantenteil wei-    a) ein
Vorgang zum Vorrollen eines der Rand- terhin von der Elmerwand (33) weg
erstreckt und   kante (28) der Elmerwand (33) benachbarten zwischen einem
oberen (47) und einem unteren      Randkantenteils nach auBen, dann in
Richtung Bereich (48) der Mehrfachrolle (46) liegt, wobei  45  der
Langsachse und dann nach innen beziiglich es sich be! der Randkante (28)
der Vorrolle um    des Eimerrumpfes zur Bildung elnerVorrolle (30), den Tel
handset, der der Innenflache der rest-    so daB die Randkante (28) der
Au~enseite der lichen Mehrfachrolle am nachsten kommt, bevor     Eimerwand
(33) benachbart ist, der Eimenrumpf (21) mit einem Deckel (73) verse-  b)
ein Vorgang zum Aufweiten des Eimerrumpfes hen wird.
50      (21), so da6 er sich verjungt und in Richtung weg 6. Verfahren nach
Anspruch 5, dadurch gekenn-     von jenem Rand (26) schmalerwird, wodurch
der zeichnet, daf ein weiterer Rolivorgang zur Herstel-
Querschnittsdurchmesser der Vorrolle (30) Idlei- lung einer Mehrfachrolle
(46) durchgeffihrt wird, bei  ner und die Randkante (28) naher an die
Eimer- der ein Innenteil (49), einschlieilich des Innenum-   wand (33)
herangebracht wird, und fangs des unteren Bereichs (48) (bei D) von der  55
c) ein Vorgang zurn Durchfuhren eines weiteren Elmerwand (33) beabstandet
ist.                       Rolivorgangs an der Vorrolle (30) zur
Herstellung 7. Verfahren nach Anspruch 6, dadurch gekenn-     einer
Mehrfachrolle (46), bei der sich jener der zeichnet, daB ein weierer
Rolivorgang zur Herstel-    Randkante (28) der Vorrolle am nichsten lie- 8
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von der Eimerwand (33)    (73) sur le corps (21) du seau. weg erstreckt und
zwischen einem  oberen          2. Corps de seau suivant Ia revendication
1, Bereich (47) und einem unteron Bereich (48) der  caracterise en ce
qu'une partie inteme (49) de Mehrfachrolle (46) liegt,
-'enroulement combine (46) comprenant la periph6eie wobel jene
randerbildende Fertigungsstrecke so   5   interne de ladite region
infefieure (48) est espacee wirtl, da6 Jene Randkante (28) der Vorrolle
(30) als  d'une distance (D) de la parol (33) du seau. derjenige Tel
derVorrolle verbleibt, der der Innenfli-  3. Corps de seau suivant la
revendication 2, che der restlichen Mehrfachrolle (46) am nichsten
caracterise en oe que la partie de bord pefipherique kommt, bevor der
Eimerrumpf (21) mit einem Deckel  est espacee au-dessous de la region
superieure (47) (73) versehen wird.                          io  de manire.
que lors du serrage sur le couveorle (73), 11. Verfahren nach Anspruch 8
oder 9, dadurch  une region (100) de ladite partie de bord peripherique
gekennzeichnet, da6 der mifWlere Beroich des      est amenee en contact de
soutien avec la reglon Deckels mit Druck beaufschlagt wird, wenn die Flan-
superieur (47). schteile (75) urn die Mehrfachrolle herum umgeformt   4.
Corps de seau suivant I'une quelconque dees werden.
is  revendications precedentes, caracteriso en co qu'il 12.
Schlieltwerkzeug (80) zum Aufsetzen eines  est prevu trois bourrelets
circonferentiels (54,55,56) Deckels (73) auf eonen Eimerrumpf (21) nach dem
dans la paroi (33) du seau, les trois bourrelets Verfahren von Anspruch 11,
dadurch gekennzeich-   (54,55,56) comprenant un bourrelet unique relative-
net, daB das Schlielwerkzeug (80) einen Sockel (89)  ment peu profond (55)
comparativement proche de aufweist, der nach unten eine Forbsetung (92)  20
I'enroulement combine (46), et deux bourrelets relati- umfait, die so
ausgelegt ist, daB sib den mittleren  vement rapprochhs (54,58)
relativementgrands A une Bereich des Deckels berrlhrt, wenn das
Schlierlwerk-  distance plus grande de l'enroulement combin6 (46). zeug im
Einsatz ist, und welterhin eine mittlere Stutze  5. Procede de fabrication
d'un corps de seau (81) autweist, mit der Hebel (82) schwenkbar verbun-
metallique (21) ayant un axe longitudinal et une peri- den sind, die Ober
Gestange (83) mit einern Gelenk-  25  pherie enroul6e (26) afin de recevoir
un couvercle kreuz (84) verbunden sind, das eine mittlere      (73), ce
procedA comprenant les phases consistant a: Halterung (85) aufwelst, die an
der StOtze (81) ent-  (a) former un enroulement. prealable (30) sur le
langgleiten kann, und daB Arnme (87) schwenkbar mit   corps du seau en
enroulant une partie de bord Klammem (86) verbunden sind, die an der
Halterung     peripherique adjacente da un bord peripherique (85) befestigt
sind, wobeijene Arme jeweils mit einem   30  (28) de la paroi (33) du seau
vers l'exterieur;puis zugeordneten SchlieItelement (88) verbunden sind,
dans la direction dudit axe longitudinal et ensuite das schwenkbar mit demn
Sockel. (89) verbunden ist.   vers l'interieur par rapport au corps du seau
pour forcer le bord peripherique (28) A se trouver adja- cent a l'extefieur
de la parol (33) du seau; Revendications                               35
(b) dilater le diambtre du corps (21) du seau, A sa peripherie, de maniere
que le corps du seau 1. Corps de seau (21) ayant un axe longitudinal
converge dans la direction de 'axe longitudinal et une peripherique
enroulee (26) pour recoevoir un   pour Otre plus etroit en s'eloignant de
ladite peri- couvercle (73), la piripherie enroulee ayant la forme  pherie,
serrant ainsi l'enroulement prealable (30) d'un enroulement combine (46)
formna par enroule-  40  et reduisant le diambtre (B) en section de
l'enrou- ment prealable d'une partie de bord peripherique     lement
realable, et adjacente au bord pefpherique (28) de la paroi (33)  (c)
effectuer une autre operation d'enroulement du seau vers l'exterieur,
ensuie dans Ie sens de l'axe  sur la peripherie pour realiser un
enroulement longitudinal et ensuite vers I'interieur, par rapport au
combine (46) et laisser ladite partie de bord peri- corps 21 du seau afin
deformerun enroulement prea-  45  pherique la plus proche du bord
peripherique (28) lable (30) et forcer le bord peripherique (28) A venir au
de l'enroulement prealable s'etendre dans une voisinage de l'exterieur de
la paroi (33) du seau, et  direction s'!loignant de la paroi (33) du seau
et ensulte en enroulant encore la pbripherie pour pro-  situee entre une
reglon superieure (47) et une duire un ennoulement combine (46) dans lequel
la par-  region inferieure (48) de l'enroulement combinb tie de bord
p~ripherique la plus proche dudit bord  so  (46), le bord periphbrique (28)
de 1'enroulement peripherique (28) de I'enroulement prealable s'etend
prealable etantla partie qui estla plus rappmchbe dans une direction qui
s'eloigne de la paroi (33) du  de la surface inteme du reste de
l'enroulement seau et est situeo entre une region superieure (47) at
combinb, avant de presenter un couvercle (73) A une rngion infhrieure (48)
de l'enroulement combine,  la parol (21) du corps du seau. ledit bord
pbniphdnque (28) de l'enroulement preala-  55  6. Procede suivant la
revendication 5, caracterns9 ble (30) etant la partie do celui-ci qui
s'approche le  en ce qu'on effectue une autre op~ration d'enroule- plus
pres de la surface interne du reste de l'enroule-  ment afin de realiser un
enroulement combine (46) ment combine (46), avant de presenter un couvercle
dans lequel une partie inteme (49) de l'enroulement 9-_    
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comprenant la peripherie interne de la     dans la direction s'6loignant de
la p6riph6rie (26), r6gion inferieure (48) est espacee d'une distance (D)
diminuant ainsi le diametre de l'enroulement de la paroi (33) du seau.
prealable (30), en section transversale, et ame- 7. Proced6 suivant la
revendication 6. caracterise  nant le bord p6riph6rique (28) plus proche de
la en ce qu'onffectue une autre operation d'enroulement   5  paroi (33) du
seau; et afin de realiser un enroulement combine (46) d ans     c) uyne
operation pour effectuer un autre enroule- lequel le bord p6riph6nque (28)
est espace au-des-     ment sur l'enroulement pr6alable (30) afin de pro-
sous de la region superieure (47).                     duire un enroulement
combin6 (46) dans lequel la 8. Procede de fabrication de seaux comprenant
la    partie de bord peripherique la plus proche du bord phase consistant A
appliquer A un corps de seau (21)  10  peripherique (28) d el'enroulement
prbalable tel quO d6fini suivant l'une quelconque des revendica-  s'6tend
dans une direction s'eloignant de la parol tions I a 4. ou A un corps de
seau (21) fabriqu6 au    (33) du seau et est siu6e entre une region supe-
moyen du procede revendique suivant l'une quelcon-     rieure (47) et une
reglon inferneure (48) de quo des revendications 5 A 7, un couvercle (73)
I'enroulement combine (46), comprenant une gouttiere (74), caracterise en
ce   15    ladite chaTne de formage de peripherie agis- qu'on applique Is
couvercle (73) do maniere quo ledit  sant de maniere A laisser [edit bord
peripherique (28) enroulement combine (46) solt situe dans la gouttifre  de
l'enroulement prealable (30) en tant quo partie de (74) et on serre ensuite
le couvercle (73) sur le corps  celuci qui se rapproche le plus de la
surface interne (21) du seau On defarmant des pattes (75) du couver-  du
reste de l'enroulement combine (46), avant de pr6- '49 (73) s'etendant vers
le bas, autour de l'enroule-  20  senter un couvercle (73) au corps (21) du
seau. \.ant combine (46) de maniere quo la gouttiere (74)      11. Procede
suivant la revendication 8 ou 9, soit en contact etroit avec une partie
extemo (50) et  caracterise en ce qu'une pression est appliques sur la
region inferieure (48) de i'enroulement combine  une reglon centrals du
couvercie lorsque les pattes (46), et chaque patte (75) soit en contact
etroit avec  (75) sot deformees autour de l'enroulement combine. une partie
de la rngion inferieure (48) et avec la partie  25  12. Outil de fermeture
(30) pour appliquerun cou- supirieure de la paroi (33) du seau, et chaque
patte  verde (73) sur le corps (21) d'un seau, suivantle pro- (75) et la
partie adjacente de la paroi de la gouttiere  cede defini dans la
revendication 4, caractrfise en ce (74) se trouvent A angle aigu les unes
par rapport aux  quo ledit outil de fermeture (80) comporte une partie
autres et soient emprisonnees entre l'enroulement- -  inferieure (89) qui
comprend un prolongement (92) combine (46) et la paroi (33) du seau.
30  s'etendant vers le bas, ayant des dimensions aptes A 9. Procede de
fabrication d'un seau, comprenant  lui permettre de veniren contactavec une
region con- la phase de pose d'un couvercle decrite dans la    trale du
couvercde, lorsque l'outil de fenmeture est uti- revendication 8,
caracterise en ce que, lorsqu'on   lise, et comprenant Agalement un element
vertical deforme les pattes (75), une partie interne (101) de la  central
(81) sur lequel sont articules des leviers (82) region inferieure (48) de
l'enroulement combine (46)  35  relies par des biellettes (83) A une piece
transversale est d6fonmne de facon A etre droite et inclinee obli-  (84)
ayant un collier central de montage (85) et cou- quement par rapport A la
paroi (33) du seau et est for-  lissante sur lAlment vertical (81), et en
ce quo des cee contre une partie adjacente (102) de la paroi de  bras (87)
sont articules sur des supports (86) portis 'I gouttiere (74), et la partie
de bard peripherique  sur le collier de montage (85), chacun des bras (87)
K>jacente au bord de la peripherle (28) de l'enroule-  40   etant relie a
un organe de fermeture associe (88) arti- ment combin& (46) est encore
enroule de maniere A   culA sur la partie inferieure (89). s'teondre en se
rapprochant du corps (33) du seau. 10. Chatne de fornage de peripherie pour
la fabri- cation de seaux (21) ayant un axe longitudinal et une peripherie
superieure (28), caracterisee en ce qu'elle  45 cornprend des postes
(E,F,G) prevus pour effectuer les operations suivantes: a) une operation
pour enrouler prealablement une partie de bard peripherie adjacente au bard
peripherique (28) de la paroi (33) du seau vers  5o I'exterieur, puis dans
Ia direction de l'axe longitu- dinal at ensuite vers l'interieur, par
rapport au corps du seau afin de former un enroulement prealable (30) et
forcer le bord peripherique (28) A se trouver adjacent A l'exterieur de la
paroi (33)  as du seau; b) uneoperation pourdilaterle corps (21) du seau de
maniere qu'il converge pour etre plus etroit 10    


