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[57] I ABSTRACT 

The continuous‘ side wall of a metal container is se 
cured to a head therefor by forming a peripheral 
groove in the head for receiving an end of the side wall 
with adjacent sides of the groove at opposite sides of 
and engaging the end of said side wall. The end of the 
continuous side wall and the adjacent sides of the 
groove are bent concomitantly and laterally as a unit. 
A continuous weld is then applied around the periph 
eral groove to weld the end of the continuous side wall 
to a side of the groove. 

2 Claims, 5 Drawing Figures 
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PROCESS FOR SECURING A HEAD TO A 
CONTAINER 

BACKGROUND OF THE INVENTION 

This invention relates to a container and process for 
securing a head thereto and more particularly to a pro 
cess for reconditioning closed head drums by severing 
the end of the drum adjacent its head and then, after 
cleaning the drum, securing the same or a different 
head thereto without changing the volume or capacity 
of the drum. 
As is well known in the art to which my invention re 

lates, it is dif?cult and often impossible to clean the in 
terior of steel drums without removing ahead there 
from. After cleaning the interior of the drum by con 
ventional methods, such as by blasting with sand, shot 
or the like, it has been the usual practice heretofore to 
bend the cut end of the drum or container to form the 
necessary ?anges for attaching a new head thereto. 
This procedure not only requires considerable time and 
effort, but the capacity of the drum is reduced. For a 
55 gallon drum, the capacity of the drum has been re 
duced approximately one and one-half gallons. 
Another problem encountered with used steel drums 

is the fact that the drums are often discarded, thereby 
marring the appearance of the surrounding area 
whereby such discarded drums add to the pollution 
problem. 

BRIEF SUMMARY OF THE INVENTION 

In accordance with my invention, I provide a method 
for reconditioning closed head drums wherein the con 
tinuous side wall of the drum is severed from its head. 
After cleaning the drum, a peripheral groove is pro 
vided in a head for receiving the continuous side wall 
so that the end of the side wall is clamped between the 
adjacent sides of the groove. The end of the continuous 
side wall and the adjacent sides of the groove are bent 
concomitantly and laterally as a unit and then a contin 
uous weld is applied around the peripheral groove to 
weld the end of the side wall to at least one side of the 
groove to provide a ?uid tight joint with the capacity 
of the reconditioned drum being the same as the capac 
ity of the original drum. 

DESCRIPTION OF THE DRAWINGS 

A container structure in the form of a closed head 
drum, which may be employed to carry out my im 
proved process, is illustrated in the accompanying 
drawing, in which: 
FIG. 1 is a side elevational view showing a conven 

tional type steel drum reconditioned in accordance 
with my invention; 
FIG. 2 is an enlarged, fragmental, sectional view 

showing the original drum prior to removal of its head; 
FIG. 3 is a fragmental, sectional view corresponding 

to FIG. 2 showing the manner in which the continuous 
side wall of the original drum is severed for the removal 
of its head; 
FIG. 4 is a fragmental, sectional view showing the pe 

ripheral groove formed in the head which is installed 
after the drum is cleaned and showing the manner in 
which the end of the continuous side wall is clamped 
between the adjacent sides de?ning the groove; and 
FIG. 5 is a fragmental, sectional view corresponding 

to FIG. 4 showing the manner in which the continuous 
side wall for the drum and the adjacent sides of the 
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2 
groove in the head are bent laterally as a unit and also 
shows the continuous weld which secures the side wall 
to the head. ‘ _ 

Referring now to the drawing for a better under 
standing of my invention, I show a steel drum 10 having 
a continuous, cylindrical side wall 11 with a head 12 at 
each end thereof. FIG. 2 shows the original drum prior 
to removal of its head. The continuous side wall 11 of 
the original drum is secured to its head 12 in the usual 
manner by bending the end of the side wall 11 to form 
a ?ange 13 which extends alongside and spaced from 
the side wall 11, as shown-The head 12 is provided 
with a peripheral groove 14 of a size to receive the end 
of the side wall 11, including the ?ange 13. The groove 
14 has sides 15 and 15a connected by a bottom portion 
15b. Formed integrally with the outer peripheral side 
15a of the groove 14 is an inturned ?ange 16 which ex- ‘ 
tends between the side wall 11 and the ?ange 13 
whereby upon pressing the adjacent members together, 
a joint is formed. A suitable sealing composition 17 is 
provided between the ?ange l6 and the juncture of the 
?ange 13 with the continuous side wall 11, as shown in 
FIG. 2. ' 

To clean the interior of the drum 10, the head 12 is 
removed therefrom by cutting the outer peripheral 
?ange 15a of the head and then cutting off the end of 
the continuous side wall 11, parallel to the head 12, as 
shown in FIG. 3. The head 12 is then easily removed 
from the side wall 11 since the‘ innermost peripheral 
?ange 15 of the head 12 is not secured to the end‘of the 
continuous side wall 11. 
After removal of the head 12 from the container or 

drum 10, the drum is cleaned by conventional means, 
such as by blasting sand, shot or the like against the 
inner surface of the drum. In view of the fact that such 
methods of cleaning drum-like containers are well 
known in the art to which my invention relates, no fur 
ther description thereof is deemed necessary. 
After the interior of the drum 10 has been properly 

cleaned, the original head 12 is then bent to provide an 
outer peripheral ?ange 18 which extends alongside and 
spaced from the innermost peripheral ?ange 15 of the 
head 12. While I prefer to use the same head 12 as was 
used on the original drum, it will be apparent that a new 
head 12 may be installed on the cleaned drum, if de 
sired. The end of the continuous side wall 11 is inserted 
into a groove 19 which is defined between the periph 
eral ?ange l8 and the innermost peripheral ?ange 15 
of the drum head 12, as shown in FIG. 4. Preferably, 
the end of the continuous side wall 11 is positioned in 
the annular groove 19 prior to bending the outer pe 
ripheral ?ange -18 inwardly to the position shown in 
FIG. 4. Upon bending the outer peripheral ?ange 18‘ 
into the position shown in FIG. 4, the end of the contin 
uous side wall 11 is clamped between the adjacent sides 
15 and 18 of the groove 19, as shown. With the ‘end of 
the side wall 11 thus clamped between the adjacent 
sides of the groove 19,1 bend the end of the continuous 
side wall 11 and the adjacent sides 15 and 18 of the 
groove 19 concomitantly and laterally as a unit, as 
shown in FIG. 5. That is, the end of the continuous side 
wall 11 and the two peripheral ?anges l5 and 18 defin 
ing the groove 19 are bent as a unit to cold form the 
metal whereby it remains in the set position, as shown 
in FIG. 5. Preferably, the end of the continuous side 
wall 11 and the adjacent side walls of the groove 19 are 
bent approximately 7 95° in an outward direction, as 
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shown. After bending the end of the side wall 11 and 
the adjacent peripheral ?anges of the head 12 to the 
position shown in FIG. 5, I apply a continuous weld 21 
around the peripheral ?anges de?ning vthe groove 19 
whereby the end of the continuous side wall 11 is se 
cured continuously to the peripheral ?anges de?ning 
the groove 19, as shown. 
From the foregoing, it will be seen that l have devised 

an improved process for forming a reconditioned con 
tainer. By bending the end of the continuous side wall 
11 and the adjacent sides'lS and 18 of the groove 19‘ 
as a unit in a lateral direction, the metal is cold formed 
whereby it remains in a set position and the end of the 
continuous side wall 11 is gripped ?rmly between the 
adjacent peripheral ?anges of the drum head 12, thus 
making it possible to apply a continuous weld all the 
way around the innermost peripheral ?ange 15 for the 
head 12 whereby a continuous, water-tight joint is pro 
vided between the head 12 and the side wall llfor the 
drum. By providing a continuous weld and a continu 
ous water-tight joint between the head and the side wall 
for the drum, l eliminate entirely the necessity of pro 
viding a sealing composition between the side wall of 
the drum and its head. Also, by providing means for re 
conditioning closed head drums, without decreasing 
the capacity of the drum, my reconditioned drums are 
of the same quality as new drums and at the same time 

i I use drums which have heretofore been considered 
worthless, thereby reducing the pollution problem 
brought about by the disposal of waste drums. Further 
more, by providing a continuous weld after the end of 
the side wall and the adjacent ?anges 1S and 18 de?n 
ing the groove 19 are bent laterally as a unit to cold 
form the metal, I not only facilitate the attachment of 
the head to the side wall but at the same time provide 
a drum which is stronger than the original drum. 
While I have shown my invention in but one form, it 

will be obvious to those skilled in the art that it is not 
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so limited, but is susceptible of various other changes 
and modi?cations without departing from the spirit 
thereof. 
What I claim is: 
l. The process for securing the head of a metallic 

container to the end of a continuous side wall for the 
container comprising the steps of: 

a. forming a peripheral groove in said head of a size 
to receive said end of said continuous side wall, 

b. inserting said end of said continuous side wall into 
said groove, 

c. moving at least one side of said groove toward said 
end of said continuous side wall so that said end is 
clamped between the adjacent sides of said groove, 

d. bending said end of said continuous side wall and 
the adjacent sides of said groove concomitantly 
and laterally as a unit a distance to cold form the 
metal of said end of said side wall and said sides of 
said groove whereby it remains in a set position, 

e. applying a continuous weld around said peripheral 
groove to weld said end of said continuous side wall 
to at least one side of said groove, and 

f. forming said continuous side wall by cutting the 
side wall of a used container parallel to and adja 
cent the head therefor so that upon securing the 
head to said end of said continuous side wall to 
form a finished container the volume of said fin 
ished container is the same as the volume of said 
used container. 

2. The process for securing the head of a metallic 
container to the end of a continuous side wall as de 
?ned in claim I in which said end of said continuous 
side wall and the sides of said groove are bent concomi 
tantly and laterally approximately 7 l/z° after said end 
of said continuous side wall is clamped between the ad 
jacent sides of said groove. 

I * * * * * 


