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Description

BACKGROUND OF THE INVENTION

[0001] The present invention relates in general to clo-
sure assemblies including a threaded flange and a
threaded closing plug wherein the flange is securely in-
stalled into a container end panel or drum hear, as it may
be called. The connection between the container end
panel and the flange is designed to be secure and tightly
sealed at that interface so as to prevent the flanges from
pushing it or out axially and to prevent the flange from
rotating relative to the container end panel as the closing
plug is tightened into position.
[0002] The flange is internally threaded for receipt of
the externally threaded plug. As will be disclosed herein,
these flange and plug closure assemblies typically in-
clude some type of sealing gasket or sealant, or both. As
will be described, in the context of the present technique
the reference closure assembly includes, in addition to
the flange and plug, an annular gasket that is postioned
between the plug and a portion of the container end pan-
el. Once the plug is properly tightened in position into the
flange and the annular gasket is compressed radially, a
leak-free closure assembly is created. In the present
technique, all of the securement of the flange and sealing
of the closure assembly is the result of the specific design,
the ability to utilize higher crimping pressures and forces
and the positioning of the annular gasket for its radial
compression between the plug and the container end
panel. The inner surface of the plug, radially inwardly of
its peripheral serrations, is angled to improve the inter-
action of the gasket with the plug and container end. In-
cluded as a part of his specific design refinement is an
angled or contoured surface on the plug that receives
the gasket. Gasket performance is enhanced by these
design improvements as will be described.
[0003] More specifically, the present technique relates
to the design and construction of a threaded flange and
threaded plug combination wherein the dimensions and
dimensional relationships are selected to create a small-
er overall combination that can be used on smaller con-
tainers and provides the well established thread systems
for dispensing and threaded drum accessories presently
used. A structural feature related to this smaller size de-
sign is the forming of the container end panel as a back
up to reinforce the wall of the flange during securement
into the contact end panel. A related design improvement
includes various shaping and geometry refinements for
the flange and for the plug that are interceded to improve
performance and provide additional benefits.
[0004] While threaded flange and closing plug combi-
nations are known in the act, it is also known that signif-
icant differences in reliability and performance can result
from relatively minor design changes. This is why it is
important to understand the precise nature and impor-
tance of the specific dimensions, the dimensional rela-
tionships, and the shapes of the flange and the cooper-

ating closing plug. The specific features of the present
invention and their importance to the overall reliability
and performance of the disclosed closure assembly will
be described herein.
[0005] EP 0215538 describes a closure and boss com-
bination for providing an internally threaded outlet in a
drum end including a raised metal boss formed in the
drum end. US 2447536 describes a container closure
comprising an internally threaded insert and an externally
threaded closure portion. The container closure compris-
es a gasket for sealing the closure. FR 1381304 de-
scribes a closure for a metal container allowing the filling
and emptying of the container and a method of construct-
ing the closure.

SUMMARY OF THE INVENTION

[0006] A closure assembly for a container according
to one arrangement comprises, in combination, an an-
nular flange constructed and arranged with a threaded
plug opening, a threaded closure plug having a threaded
outer portion, and an annular gasket positioned radially
between the closure plug and a portion of a container
end panel that is formed over and around the annular
flange so as to present an inner axial wall that is posi-
tioned adjacent the annular gasket and provides one sur-
face for gasket compression. The radial distance be-
tween the closure plug and the inner axial wall of the
container end panel relative to the size of the annular
gasket determine the degree of radial compression of
the annular gasket.
[0007] One object of the present invention is to provide
an improved closure assembly for a container.
[0008] According to one aspect of the present inven-
tion, there is provided an apparatus according to claim
1. According to another aspect of the present invention,
there is provided a method according to claim 12.
[0009] Related objects and advantages of the present
invention will be apparent from the following description.

BRIEF DESCRIPTION OF THE DRAWINGS

[0010]

FIG. 1 is a top plan view of a closure assembly for a
container, as installed, according to a typical embod-
iment of the present invention.
FIG. 2 is a front elevational view, in full section, of
the FIG. 1 closure assembly as viewed along line
2-2 in FIG. 1.
FIG. 3 is a front elevational view, in full section, of a
closing plug and annular gasket comprising portions
of the FIG. 1 closure assembly.
FIG. 4 is a front elevational view, in full section, of a
flange as installed in a container end panel as illus-
trated in FIG. 1.
FIG. 5 is a top plan view of the FIG. 4 flange.
FIG. 6 is a front elevational view, in full section, of
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the FIG. 5 flange as viewed along line 6-6 in FIG. 5.
FIG. 7 is a front elevational view, in full section, of a
container end panel as initially formed for receipt of
the FIG. 1 closure assembly.
FIG. 8 is a front elevational view of an alternative
flange that is suitable for use with a closure assem-
bly.
FIG. 9 is a front elevational view, in full section, of
an alternative construction for a suitable closing plug
for use with a closure assembly.
FIG. 10 is a front elevational view, in full section, of
the FIG. 9 closing plug as installed as part of a closure
assembly.

DESCRIPTION OF THE PREFERRED EMBODIMENTS

[0011] For the purposes of promoting an understand-
ing of the principles of the invention, reference will now
be made to the embodiments illustrated in the drawings
and specific language will be used to describe the same.
It will nevertheless be understood that no limitation of the
scope of the invention is thereby intended, such altera-
tions and further modifications in the illustrated device,
and such further applications of the principles of the in-
vention as illustrated therein being contemplated as
would normally occur to one skilled in the art to which
the invention relates.
[0012] Referring to FIGS. 1 and 2, there is illustrated
a closure assembly 20 as installed into a container end
panel 21. Closure assembly 20 includes flange 22 (see
FIGS. 5 and 6), closing plug 23 (see FIG. 3), and annular
gasket 24. The flange 22 which is annular in form and
internally threaded is contoured and shaped for secure
receipt by end panel 21 as the end panel 21 is shaped,
drawn, and compressed over, in, and around flange 22
(see FIG. 4). The originating form of the container end
panel 21, as it is pierced and drawn, is illustrated in FIG.
7. In most applications a larger opening, flange, and plug
combination is used for filling and dispensing. A smaller
opening, flange, and plug combination is used for vent-
ing. The standard flange and plug sizes, as commonly
used or referenced in the industry, include the sizes of
25 mm (NPS ª inch), 45 mm (NPS 1-© inches), and 57
mm (NPS 2 inches).
[0013] The closing plug 23 is externally threaded for
secure, leak-free threaded engagement with flange 22.
The annular gasket 24 is pre-assembled onto closing
plug 23 in what is considered a generally cylindrical gas-
ket-receiving portion 23a. As is illustrated, the annular
gasket 24 is positioned between the closing plug and the
inner wall 27 of end panel 21 and is ultimately com-
pressed between these two surfaces so as to establish
a radial seal between and against closing plug 23 and
inner wall 27. In this way, even if there is a chance for
liquid leakage between the container end panel 21 and
flange 22, it does not leak past the radially compressed
annular gasket 24. Any possible liquid leakage through
the threaded engagement will also be stopped by annular

gasket 24. This specific positioning of gasket 24 enables
only one gasket to be used for the closure assembly, as
contrasted to other designs that require two gaskets in
order to create an effective liquid-tight seal for the com-
bination or assembly.
[0014] The annular gasket 24 is compressed radially
between the closing plug 23 and the inner wall 27 and
the extent or degree of compression is generally inde-
pendent of the tightening torque applied to the closing
plug as it is tightened (threaded engagement) into flange
22. The radial clearance space (on a side) between the
closing plug 23 and the inner wall 27 of container end
panel 21 determines in part the degree of compression
of annular gasket 24. The balance or remainder of this
equation is controlled by the size of the gasket in terms
of its lateral cross section diameter. Importantly, the de-
gree or extent of gasket compression in this radial direc-
tion is not a function of the tightening torque. Instead, by
simply comparing the radial width of the separation be-
tween the closing plug 23 and inner wall 27 with the lateral
cross section diameter of the annular gasket, it will be
easy to determine the degree or extent of compression
of the annular gasket in a radial direction.
[0015] The only other location that might enable use
of a single gasket is between the radial lip 28 of plug 23
and end panel 21. However, in this location for gasket
24 it is not possible to pre-assemble the gasket 24 to the
plug 23. Importantly, it would also not be possible to tight-
en the plug 23 into the flange 22 until the underside 29
of lip 28 contacts the upper surface 30 of end panel 21.
The ability to establish this direct surface-to-surface con-
tact between the plug 23 and the end panel 21 is one
advantage of the present technique. If an annular gasket
needed to be positioned for the liquid-tight sealing be-
tween radial lip 28 and the upper surface 30 of end panel
21, then this particular feature of the present technique
would not be available. By selecting the cooperating
thread pitch and thread lengths relative to the remaining
sizes and dimensions of plug 23 and flange 22, it is pos-
sible to design these components such that at about the
point that the desired tightening torque of the plug 23 into
the flange 22 is reached, the underside 29 of radial lip
28 is almost (less than 0.8 mm) in contact with the upper
surface 30 of the container end panel 21. From this point
forward, in terms of advancing the plug into the flange,
a very slight increase in the tightening torque brings these
two surfaces into contact with one another. This in turn
provides both a visual determination of proper tightening
of the plug as well as a mechanical stop to prevent over
tightening and possibly rupturing gasket seal materials.
By means of this quick and simple visual inspection of
the two surfaces being in contact, it is possible to deter-
mine, visually, that the desired tightening torque has
been reached. As such, a torque wrench is not required
in order to set the proper tightening torque between the
closing plug 23 and the flange 22. As soon as these two
surfaces touch, the tightening of the plug 23 into the
flange 22 can be stopped and the requisite torque will be
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reached.
[0016] The outside diameter size of gasket 24 in its
installed condition on plug 23 is noticeably smaller than
the outside diameter size of radial lip 28. While this out-
side diameter size of gasket 24 is larger than the inside
diameter of inner wall 27, thereby providing for gasket
compression, recessing the annular gasket relative to
radial lip 28 permits radial lip 28 to contact upper surface
30 of the container end panel in order to establish the
metal-to-metal contact at that point. The annular gasket
position relative to the remainder of closing plug 23 is
illustrated in FIG. 3 and the assembly and compression
of annular gasket 24 is illustrated in FIG. 2. The interior
form or structure 33 of plug 23 can be used for manual
or machine tightening of plug 23 into flange 22. The hex-
shaped configuration of lip 28 (its outer periphery) is an
ornamental design feature that provides a trademark to
identify the particular manufacturer as the source of ori-
gin. The bow-tie shaped torque bar 33 enables the plug
to be tightened into the flange-by means of a conventional
drum wrench or adapter. By using the described surface-
to-surface contact as the means to set the proper desired
torque, there is virtually no risk of over tightening.
[0017] Another feature of the present technique is the
sizing of the hex-shaped lip 28 relative to the outside
diameter of flange 22, as installed in the end panel, see
FIGS. 2 and 4. The largest diametral dimension across
lip 28 is across opposing flats 34 of the hex projections
35 and this dimension is less than the outside diameter
of upper surface 30. As such, the flats 34 do not project
beyond the outside diameter of upper surface 30 and this
in turn protects the hex projections 35 from being hit or
bumped in any way that might loosen the plug 23. This
design also prevents the hex projections 35 from abutting
against or abrading any nearby structures or surfaces.
Dimensionally this described relationship applies prima-
rily to the larger plug sizes. In the case of the 25mm (NPS
ª inch) (vent) plug, the plugs outermost dimension may
extend beyond the outermost point of the assembled
flange.
[0018] With continued reference to FIG. 4, it will be
noted that the container end panel 21 is formed around
and over flange 22 with inner axial wall 27 on the inside
diameter of flange wall 38. The upper wall section 39 that
provides upper surface 30 of container end panel 21 con-
tacts the upper surface 40 of flange 22. As illustrated in
FIG. 5, flange 22 includes a series of equally-spaced,
generally rectangular serrations 41 that are circumferen-
tially spaced around the circumference of flange 22 in
alternating sequence with recesses 42. A total of twenty
(20) serrations on eighteen degree radially-spaced cen-
terlines are provided and outer wall 43 of panel 21 is
formed circumferentially around each serration 41. For
the 25mm (NPS ª inch) flange, there are sixteen (16)
serrations. This changes the size of the recesses and
the degrees of spacing accordingly. As the metal of panel
21 is formed into each recess 42, as illustrated in FIG.
1, it creates a secure, interlocking relationship. This in-

terlocking design prevents any rotation of flange 22 rel-
ative to the container end panel 21.
[0019] The annular recessed portion 46 of outer wall
43 is formed beneath the annular radial lip 47 of flange
wall 38. This construction, in cooperation with upper wall
section 39, actually sandwiches the radial lip 47 between
two portions of end panel 21. This in turn prevents push-
in or pull-out of flange 22 in an axial direction relative to
container end panel 21.
[0020] The inner wall 27 and outer wall 43 both of end
panel 21 are similarly configured in radially opposing form
such that the radial lip 47, including serrations 41 and
recesses 42, is radially sandwiched between inner wall
27 and outer wall 43. It is the outer surface of the radial
lip 47 that defines the serrations 41 and recesses 42.
The radially inward force used to form end panel 21 into
recesses 42 and around the serrations 41 could distort
the shape of flange 22 if used alone, depending on sizes,
materials, and material dimensions. Any such distortion
could cause a problem with the proper receipt of plug 23.
[0021] One way to avoid this potential problem is to
enlarge the wall thickness of flange 22. With a standard
plug size, this requires a larger outer wall outside diam-
eter for the flange. This then increases the overall size
and this could limit the containers that this larger flange
can be used with. By using inner wall 27 as a reinforcing
back up structure for flange 22 and by using a metal
flange, a relatively high crimping force can be applied to
the exterior and in an opposite direction to the interior.
These forces are applied against the material of the con-
tainer end panel 21, specifically against outer wall 43 in
a radially-inward direction and against inner wall 27 in a
radially-outward direction.
[0022] This particular construction permits the applica-
tion of forces to the container end panel 21 against flange
22 that are significantly higher than that used in earlier
designs with synthetic material flanges and/or designs
without a back up interior wall, such as interior wall 27.
By being able to apply significantly higher forces, it is
possible to compress the inner and outer walls 27 and
43 against the corresponding surfaces of the flange to
achieve a tight, metal-to-metal seal. Serrations, such as
serrations 41, are not actually required under this design
for proper anchoring of the flange into the container end
panel. It is even possible to create indentations into the
flange material for the container end panel to lock into in
order to prevent rotation of the flange 22 relative to the
container end panel 21. As will be understood, the higher
crimping pressures that can be applied enable a secure
connection without the need for any serrations. However,
if some shaping is desired for the flange, the higher pres-
sures or forces of the present techniques permit optional
shapes, indentations, etc., to be used as part of the flange
22 or as part of the container end panel 21, or both.
[0023] A further benefit of using metal for flange 22 in
lieu of a synthetic material is the durability of the metal.
A related benefit is the heat resistance of the metal. In
terms of durability, it is possible for synthetic material
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flanges to show wear over time in addition to being more
prone to damage. The wear and/or damage could reach
a level requiring a replacement of the flange, well before
the remainder of the closure and container requires re-
placement. If the flange and its connection into the con-
tainer end panel are not configured for replacement of
the flange, then the entire container has to be replaced
and very likely before the end of its useful life. If the flange
and its connection to the container are configured for
replacement of the flange, then this likely adds additional
cost in terms of design features. Further, designing the
flange and its connection into the container end panel for
replacement of the flange could affect or compromise
other design aspects or features that might be desired.
[0024] By changing from a synthetic material flange to
a metal flange, these wear issues and related concerns
are all avoided, allowing the flange to remain in an ac-
ceptable condition for continued use for essentially as
long as the remainder of the closure and the container
remain in an acceptable condition for continued use. As
noted, the use of a metal flange, combined with the back
up feature provided by inner wall 27 and outer wall 43,
enables higher pressure forces for crimping or compress-
ing the container end panel material into and around the
flange material. This sealed and secure connection that
results from these higher forces precludes the need for
any additional sealant, an aspect often required by prior
art designs.
[0025] In terms of the heat resistance, it should be not-
ed that containers of the type used with closure assembly
20 are usually cleaned, refurbished, and reused. One
part of the cleaning process is to subject the container
and its closure assembly to an elevated temperature. The
heat level that the flange is exposed to requires the use
of heat resistant material whenever a synthetic material
is used for the flange. Such materials are more expensive
than counterpart materials that are not heat resistant.
This accordingly adds cost to the closure assembly. The
metal to be used for flange 22 would be considered heat
resistant without adding to the cost of the closure assem-
bly. A further concern when a sealant is used is that this
sealant may be rendered useless as a result of the high
temperature cleaning procedure. This then either
renders the container useless or requires the addition of
a separate seal assembly, adding time and cost to the
refurbishment.
[0026] In some prior designs for closure assemblies
for containers of the type being described herein, an add-
ed component part is required. This added component
part is described as a crimping ring or retaining ring. Its
purpose is to provide a connection interface between the
flange and the container end panel when those two com-
ponents alone are not able to be designed for the required
connection and the requisite performance. This inability
may be due to the specific part configuration selected or
may be due to the material choices, or some combination
of the two. The higher forces that can be applied with the
present technique preclude the need for any "extra" com-

ponent part, whether a crimping ring, retaining ring, or
some other component that would simply add to the cost
and complexity of that closure assembly.
[0027] With continued reference to FIGS. 2,4 and 6, it
will be seen that flange 22 includes two recessed annular
wall sections 50 and 51 positioned below serrations 41.
Wall section 50 appears as a bulging portion of wall sec-
tion 51 and wall section 50 is positioned in the FIG. 2
assembly in close proximity to bend 52 of container end
panel 21. Without the "bulge" wall section 50, one of two
consequences would result from the overall design. First,
if the wall section 50 is configured to be the same outside
diameter as wall section 51, then there would be a sub-
stantially larger clearance gap between the flange wall
section 50 and the container end panel. Having a larger
gap in this location would mean having a larger area for
collecting residue of the contents. More collected residue
requires more time to properly clean the container and
closure assembly for reuse. Wall section 50 is axially
adjacent to wall section 51 and as illustrated they are
radially offset from one another.
[0028] If the thickness of wall section 51 is enlarged to
match the outside diameter of wall section 50, then the
flange becomes a heavier and more expensive compo-
nent part due to the excess metal that is added. The
present technique strikes a balance between these two
competing interests by using a smaller wall outside di-
ameter for wall section 51 and a larger wall outside di-
ameter for wall section 50 to fit closely up against bend 52.
[0029] The installed configuration of flange 22 into the
container end panel 21 is considered to be a "low profile"
design due to the design flexibility that is afforded by the
construction of flange 22. By forming bend 52 with a larg-
er radius, as compared to prior art configurations, the
flange 22 is able to be mounted at a raised or elevated
height relative to the underside surface 54 of the contain-
er end panel. Raising the flange 22 in this manner raises
the entire flange, including the lower edge 53 and the
bulge at the transition between wall sections 50 and 51.
By making the axial "height" difference between the lower
edge 53 and the underside surface 54 smaller or shorter,
as compared to prior art designs, there is less material
(i.e., container contents) that is able to be trapped or left
in the container. While this is not an issue until the con-
tainer is inverted, it will be seen that under such circum-
stances, the flange wall serves as a dam to prevent the
flow of contents by way of the internally-threaded plug
hole 55 in flange 22. Some of this low profile design and
the reduction in the amount of trapped contents is facil-
itated by the flange wall configuration and the bulge of
wall section 50.
[0030] An added enhancement to the low profile design
of flange 22 is illustrated as part of alternative flange 60,
see FIG. 8. Flange 60 is constructed with a plurality of
drain holes 61 that are positioned in sidewall 62 imme-
diately below the bulge 63 that coincides with the transi-
tion region between wall sections 64 and 65. By creating
drain holes 61 at a location that is axially close to the
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underside surface 54, there is virtually nothing to block
or restrict the container contents from draining complete-
ly as the container is emptied. While a slight raised portion
of wall section 65 might still trap some of the container
contents, the amount trapped in relative terms is negli-
gible.
[0031] With a plurality of drain holes 61, the focus on
a low profile construction is less important for emptying
the container, but it remains beneficial in terms of reduced
material. In the FIG. 8 illustration, two drain holes 61 are
shown on 120 degree spacing, based on a design having
three equally-spaced drain holes. Three drain holes 61
is considered to be the preferred number, but virtually
any number can be used so long as the number is not
excessive to the point that the overall strength and rigidity
of the flange 60 is reduced.
[0032] The "bulge" at the transition region between wall
sections 50 and 51 has an outside diameter that is just
slightly smaller than the outside diameter of the serration
ring portion of flange 22. This helps to contribute to a self-
centering feature such that there is less risk of shifting or
misalignment of the flange 22 within the formed portion
of the container end panel 21 as the tooling compresses
the material of panel 21 around flange 22.
[0033] One important feature of the present technique
involves the shaping and sizing of inner wall 27. As would
be appreciated from a careful review, inner wall 27 is
substantially larger in an axial direction than the outer
wall 43 and substantially larger than prior art designs.
Having a substantially longer (axially) inner wall 27
means that the area, even with a smaller diameter, is
larger, as compared to outer wall 43. When the crimping
or compressing pressure is applied over this larger area,
the total force is increased over what would be possible
with that same pressure applied over a smaller area. A
related feature of the present technique is the action and
reaction of the radial sealing gasket 24 as the container
end panel 21 is compressed around the flange. The gas-
ket 24 is not compressible when it is annularly captured
as in the present technique.
[0034] With regard to inner wall 27 which provides a
vertical sealing surface for gasket 24, this inner wall may
have, as a result of its forming operation, an approximate
three degrees (3°) of spring back, causing it to deflect
inwardly off of vertical. However, utilizing the high pres-
sure insertion forces that are part of the present tech-
nique, a smooth sealing surface across inner wall 27 can
be achieved and by using this longer axial length, as com-
pared to prior art inner walls, there will actually be less
spring back with inner wall 27. Nevertheless, there may
be some value in having a sealing surface with some
modest spring back inwardly off of vertical as this would
tend to accommodate or facilitate gasket compression
and would also facilitate the proper release of the gasket
when removing the closing plug 23. It will also be noted
from the construction illustrated in FIG. 2 that there is a
clearance area below inner wall 27 providing a space for
the sealing gasket 24 to extrude into, thereby avoiding

excessive compression and avoiding material rupture.
Without this clearance space, it might be required to cut
or shave a portion of the elastomeric material off of the
sealing gasket to avoid the possibility of material rupture.
[0035] While working with flange 22 and closing plug
23 and with various styles of sealing gaskets, it was
learned that under certain circumstances, depending on
the specific materials, dimensions, shapes, and toleranc-
es, etc., gasket rolling or twisting could occur. While this
is not a regularly or consistently occurring event, it does
happen depending on the particular combination of com-
ponent part configurations. It would therefore be helpful
in the design of a cooperating plug and flange with an
intermediate sealing gasket if the risk of occurrence of
gasket rolling or twisting could be reduced so as to allow
greater freedom in the selection of the sealing gasket
and to enable a preferred construction. One part of the
solution conceived by the inventor is illustrated in FIG.
6. Another part of the solution is illustrated in FIGS. 9 and
10 in the form of closing plug 70.
[0036] The inner wall surface 59 of radial lip 47 has an
inverted, frustoconical form, such that it diverges radially
outwardly as it extends upwardly from the threads of wall
51 in the direction of upper surface 40. The angle of in-
cline is approximately between 10 degrees and 15 de-
grees. With this angled surface 59 as part of flange 22,
the metal of the container end that is formed into inner
wall 27 also assumes an inverted, frustoconical shape,
also diverging at between 10 and 15 degrees, upwardly
and outwardly.
[0037] By creating this angled surface on inner wall 27
as one side of the gasket 24 compression, the gasket 24
is able to be squeezed diametrically as part of the gasket
compression process with plug 23 without the gasket 24
twisting or rolling. This angled surface also facilitates gas-
ket separation from the inner wall 27 as the plug 23 is
removed from its threaded engagement with the flange
22. If inner wall 27 is alternatively formed as an axially
straight (cylindrical) wall, it is possible for the gasket 24
to become wedged between this inner wall and the plug
and not release with the plug which is desired. The wider
opening at the top of flange 22 makes it easier to begin
the threaded engagement of the plug 23 with gasket 24
being carried by the plug.
[0038] Closing plug 70 has a construction that is virtu-
ally identical to plug 23 with the lone exception being the
shape of gasket-receiving portion 23a. Portion 23a of
plug 23 is replaced by gasket-receiving portion 71 of plug
70. The specific configuration of portion 71 includes a
concave surface 72 that receives the sealing gasket. By
shaping portion 71 with a concave surface 72, the se-
lected gasket 73 (see FIG. 9) is encouraged to remain
with the plug as the plug is removed from threaded en-
gagement with the flange.
[0039] By creating a concave surface 72 as part of por-
tion 71, the selected gasket 73 is more likely to remain
assembled onto the plug 70 as the plug is threaded into
and removed from the flange 22. Having a higher prob-
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ability that the gasket remains with the plug throughout
the threading actions of the plug into and out of the flange
22 is a benefit of the present technique. If the gasket 73
comes off of plug 70 or if it would initially stay with the
flange as the plug is removed, it could fall off into the
container and contaminate the contents. If the gasket is
initially removed with the plug but later falls off, it could
be lost and thereby prevent proper resealing of the con-
tainer. Whatever the occurrence, it is clearly advanta-
geous to configure plug 70 in such a way so as to retain
the selected gasket 73 with the plug throughout the life
of the plug and/or the life of the gasket.
[0040] A further feature of the present technique in-
cludes a consistently sized inner sealing axial surface
provided by inner wall 27. One of the realities that the
present technique has to address is that in the manufac-
turing of container end panels, there may be various met-
al thicknesses encountered, while at the same time there
is a desire to have a consistent size in order to control
gasket compression. While there are advantages, as not-
ed above, for providing inner wall 27 as a structural back
up to the flange 22, placing the material of inner wall 27
on the interior of the flange results in inside diameter
variations as the material thickness of the container end
panel varies.
[0041] As has been described, the insertion forces as-
sociated with the present technique are substantial and
these forces are substantial on the axial contact area
associated with inner wall 27. By providing substantial
forces in this area, it is possible to actually increase the
inside diameter defined by inner wall 27 while also in-
creasing the flange and panel outside diameter around
serrations 41 covered by outer wall 43. The inner axial
contact area of inner wall 27 is substantial enough to
provide adequate surface area to enlarge the flange and
container end panel material to compensate for the var-
ious metal thicknesses that might be present and the
tensile stresses to be encountered from enlarging the
flange. This inner axial contact area provided by inner
wall 27 is also substantial enough to resist the compres-
sive forces during high pressure insertion which are ad-
ditional to those aforementioned stresses required to en-
large the flange and end panel.
[0042] A further feature of the present technique in-
cludes the ability to incorporate a smaller size, something
less than 7.0 mm, in the area of upper surface 40, spe-
cifically that structural portion of flange 22 extending be-
tween the inside diameter above threaded plug hole 55
and the serrated exterior wall defined by serrations 41.
Considering prior art flange structures, this dimension is
typically larger than 9.5 mm, on a side, and thus the
present technique allows an approximate twenty-six per-
cent (26%) reduction. One of the reasons for the prior art
structures requiring this larger wall size or dimension is
to be able to resist the compressive insertion forces
and/or the physical requirements needed to accommo-
date a sealing gasket positioned between an upper
flange wall and the upper surface of the container end

panel. Some of the advantages of being able to use a
smaller dimension in this area include the ability to use
the present technique on smaller containers and a design
that requires less material that in turn results in less
weight and a material cost savings.
[0043] A further feature of the present technique in-
cludes the relatively high insertion pressures that cause
yielding or stretching of the container end panel material
along the horizontally extending upper annular surface
30. This yielded material assists in keeping the contact
pressure of the inner axial wall 27 and the flange outer
wall defined by serrations 41 and recesses 42 for pro-
ducing a metal-to-metal seal and rigid assembly.
[0044] While the invention has been illustrated and de-
scribed in detail in the drawings and foregoing descrip-
tion, the same is to be considered as illustrative and not
restrictive in character, it being understood that only the
preferred embodiment has been shown and described
and that all changes and modifications that come within
the scope of the invention are desired to be protected.

Claims

1. An apparatus having a combination of:

a container having a container end panel (21)
that is formed with an inner axial wall (27), an
outer axial wall (43), a connecting upper wall
(39) which connects between the inner axial wall
and the outer axial wall, and a bend (52) beneath
the outer axial wall, said inner axial wall defining
an opening;
a closure assembly (20) including an internally-
threaded annular flange (22) that is installed into
said container end panel, a closure plug (23)
having a gasket-receiving portion (23a), and an
externally-threaded portion for threaded assem-
bly into said annular flange, and an annular gas-
ket (24) positioned between said gasket-receiv-
ing portion and said inner axial wall;
wherein said annular flange includes an upper
wall portion (47) positioned between said inner
axial wall and said outer axial wall and where
said annular gasket is radially compressed be-
tween said gasket-receiving portion and said in-
ner axial wall;
wherein said annular flange further includes an
annular wall (50, 51) that is axially spaced from
said upper wall portion, and said upper wall por-
tion includes an outer surface that is radially out-
ward of said annular wall (50, 51)
characterised in that said annular wall is con-
structed and arranged into two sections that are
axially adjacent with an upper wall section (50)
being radially outwardly offset from a lower wall
section (51) and being in close proximity to said
bend of the container end panel.
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2. An apparatus as claimed in claim 1, wherein the outer
surface of said upper wall portion (47) is constructed
and arranged with a plurality of recesses (42) with
said outer axial wall (43) formed into said plurality of
recesses.

3. An apparatus as claimed in claim 1 or claim 2 in
which the annular flange (22) is constructed and ar-
ranged with a frustoconical inner surface (59) located
axially above and radially outwardly of the internal
thread for receiving the closure plug (23), and said
closure plug further includes a radial lip (28) with said
gasket-receiving portion (23a) being axially between
said externally-threaded portion and said radial lip.

4. An apparatus as claimed in claim 1 in which the outer
surface of the upper wall portion (47) defines a plu-
rality of recesses (42) and the upper wall portion fur-
ther includes an annular inner surface.

5. An apparatus as claimed in claim 4 in which the radial
dimension between said outer surface and said an-
nular inner surface is less than 7.5mm.

6. An apparatus as claimed in any preceding claim in
which said closure plug (23) includes a torque bar
(33) that is constructed and arranged for use in ad-
vancing and removing said closure plug relative to
said threaded plug opening.

7. An apparatus as claimed in any preceding claim in
which said gasket-receiving portion (23a) is con-
cave.

8. An apparatus as claimed in claim 1 in which the clo-
sure plug (23) has a radial lip (28), and wherein said
closure plug and said annular flange (22) are con-
structed and arranged such that a desired tightening
torque for said closure plug into said annular flange
is achieved when said radial lip contacts said con-
necting upper wall (39).

9. An apparatus as claimed in claim 8, wherein the in-
terface between said radial lip (28) and said connect-
ing upper wall (39) is free of any sealing gasket.

10. An apparatus as claimed in claim 8 or claim 9 in
which said annular flange (22) includes a frustocon-
ical inner surface (59) located axially above and ra-
dially outwardly of the internal thread for receiving
the closure plug (23).

11. An apparatus as claimed in any one of claims 8 to
10 in which said combination is free of any sealant
compound.

12. A method of making an apparatus according to any
preceding claim wherein the annular flange (22) and

container end panel (21) are of metal, comprising
the step of: installing the metal annular flange into
the metal container end panel using a method com-
prising the following steps:

a) creating an opening in said container end pan-
el;
b) forming a raised wall surrounding said open-
ing;
c) providing a metal annular flange having an
upper wall portion (47) and an annular wall (50,
51) axially spaced from said upper wall portion,
wherein said upper wall portion includes an out-
er surface, that is radially outward of said annu-
lar wall said annular wall being constructed and
arranged into two sections that are axially adja-
cent with an upper wall section (50) being radi-
ally outwardly offset from a lower wall section
(51);
d) inserting said annular flange into a recess cre-
ated by said raised wall;
e) forming a first portion of said raised wall into
an inner axial wall (27) adjacent an inside sur-
face (59) of said upper wall portion;
f) forming a second portion of said raised wall
into an outer axial wall (43) adjacent an outer
surface of said upper wall portion and said upper
wall section; and
g) simultaneously applying first and second
compressive forces to the annular flange and
container end panel combination by applying
said first compressive force against said inner
axial wall in the direction of said outer axial wall
and by applying said second compressive force
against said outer axial wall in the direction of
said inner axial wall so as to form said container
end panel around said annular flange so as to
securely anchor said annular flange into said
container end panel.

13. A method according to claim 12 in which the inner
axial wall (27) is formed in a frustoconical shape.

Patentansprüche

1. Vorrichtung, folgende Kombination umfassend:

einen Behälter mit einer Abschlusswand (21),
die eine axiale Innenwand (27), eine axiale Au-
ßenwand (43), eine verbindende obere Wand
(39), die die axiale Innenwand und die axiale
Außenwand verbindet, und eine Biegung (52)
unter der axialen Außenwand aufweist, wobei
die axiale Innenwand eine Öffnung definiert;
eine Verschlussanordnung (20), die einen ring-
förmigen Flansch mit Innengewinde (22) auf-
weist, der in der Abschlusswand des Behälters
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angebracht ist, eine Verschlusskappe (23), die
einen Abschnitt zur Aufnahme einer Dichtung
(23a) aufweist, sowie einen Abschnitt mit Aus-
sengewinde zur Schraubverbindung in den ring-
förmigen Flansch, und eine zwischen dem Ab-
schnitt zur Aufnahme der Dichtung und der axi-
alen Innenwand angeordnete ringförmige Dich-
tung (24);
wobei der ringförmige Flansch einen zwischen
der axialen Innenwand und der axialen Außen-
wand angeordneten oberen Wandabschnitt (47)
einschließt und wobei die ringförmige Dichtung
zwischen dem Abschnitt zur Aufnahme der
Dichtung und der axialen Innenwand zusam-
mengedrückt wird;
wobei der ringförmige Flansch ferner eine axial
von dem oberen Wandabschnitt beabstandete
ringförmige Wand (50, 51) einschließt und der
obere Wandabschnitt eine Außenfläche ein-
schließt, die sich von der ringförmigen Wand
(50, 51) radial nach außen erstreckt;
dadurch gekennzeichnet, dass die ringförmi-
ge Wand in zwei Teilabschnitten konstruiert und
angeordnet ist, die axial an einen oberen
Wandabschnitt (50) angrenzen, der radial nach
Außen von einem unteren Wandabschnitt (51)
versetzt ist und sich in der Nähe der Biegung
der Abschlusswand des Behälters befindet.

2. Vorrichtung nach Anspruch 1, bei der die Außenflä-
che des oberen Wandabschnitts (47) mit einer Viel-
zahl von Vertiefungen (42) konstruiert und angeord-
net ist, wobei die axiale Außenwand (43) in die Viel-
zahl der Vertiefungen eingreifend ausgebildet ist.

3. Vorrichtung nach Anspruch 1 oder 2, bei der der ring-
förmige Flansch (22) mit einer kegelstumpfförmigen
Innenfläche (59) und zur Aufnahme der Verschluss-
kappe (23) axial über und radial zum Äußeren des
Innengewindes konstruiert und angeordnet ist und
die Verschlusskappe ferner eine radiale Lippe (28)
einschließt, bei der der Abschnitt zur Aufnahme der
Dichtung (23a) axial zwischen dem Abschnitt mit Au-
ßengewinde und der radialen Lippe angeordnet ist.

4. Vorrichtung nach Anspruch 1, bei der die Außenflä-
che des oberen Wandabschnitts (47) eine Vielzahl
von Vertiefungen (42) definiert und der obere
Wandabschnitt ferner eine ringförmige Innenfläche
einschließt.

5. Vorrichtung nach Anspruch 4, bei der die radiale Ab-
stand zwischen der Außenfläche und der ringförmi-
gen Innenfläche kleiner als 7,5 mm ist.

6. Vorrichtung nach einem der vorhergehenden An-
sprüche, bei der die Verschlusskappe (23) eine
Drehmomentstange (33) einschließt, die zur Ver-

wendung beim Vorschub und Entfernen der Ver-
schlusskappe relativ zu der Gewindeverschlussöff-
nung konstruiert und angeordnet ist.

7. Vorrichtung nach einem der vorhergehenden An-
sprüche, bei der der Aufnahmeabschnitt für die Dich-
tung (23a) konkav ist.

8. Vorrichtung nach Anspruch 1, bei der die Ver-
schlusskappe (23) eine radiale Lippe (28) aufweist
und bei der die Verschlusskappe und der ringförmige
Flansch (22) so konstruiert und angeordnet sind,
dass ein gewünschtes Drehmoment beim Festzie-
hen der Verschlusskappe in dem ringförmigen
Flansch erreicht wird, wenn die radiale Lippe die ver-
bindende obere Wand (39) berührt.

9. Vorrichtung nach Anspruch 8, bei der die Grenzflä-
che zwischen der radialen Lippe (28) und der ver-
bindenden oberen Wand (39) dichtungsfrei ist.

10. Vorrichtung nach Anspruch 8 oder 9, bei der der ring-
förmige Flansch (22) eine axial über und radial zum
Äußeren des Innengewindes angeordnete kegel-
stumpfförmige Innenfläche (59) zur Aufnahme der
Verschlusskappe (23) aufweist.

11. Vorrichtung nach einem der Ansprüche 8 bis 10, bei
der die Kombination frei von jeglicher Dichtungsver-
bindung ist.

12. Verfahren zum Herstellen einer Vorrichtung nach ei-
nem der vorhergehenden Ansprüche, bei dem der
innere Flansch (22) und die Abschlusswand (21) des
Behälters aus Metall sind, die Schritte umfassend:

Installieren des ringförmigen Metallflansches in
der Abschlusswand des Metallbehälters unter
Einsatz eines Verfahrens mit folgenden Schrit-
ten:

a) Herstellen einer Öffnung in der Ab-
schlusswand des Behälters;
b) Ausbilden einer die Öffnung umgeben-
den aufsteigenden Wand;
c) Bereitstellen eines ringförmigen Metall-
flansches mit einem oberen Wandabschnitt
(47) und einer ringförmigen axial von dem
oberen Wandabschnitt beabstandeten
Wand (50, 51), wobei der obere
Wandabschnitt eine Außenfläche ein-
schließt, die sich radial von der ringförmigen
Wand nach außen erstreckt und die ringför-
mige Wand in zwei axial zu einem oberen
Wandabschnitt (50) benachbarten Ab-
schnitten konstruiert und angeordnet ist,
wobei der obere Wandabschnitt von einem
unteren Wandabschnitt (51) radial nach au-
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ßen versetzt ist;
d) Einfügen des ringförmigen Flansches in
die durch die aufsteigende Wand gebildet
Vertiefung;
e) Ausbilden eines ersten Abschnitts der
aufsteigenden Wand in eine zur Innenflä-
che (59) des oberen Wandabschnitts be-
nachbarten axialen Innenwand (27);
f) Ausbilden eines zweiten Abschnitts der
aufsteigenden Wand in eine zur Außenflä-
che des oberen Wandabschnitts und der
oberen Wand benachbarten axialen Au-
ßenwand (43); und
g) gleichzeitiges Beaufschlagen der Kom-
bination des ringförmigen Flansches und
der Abschlusswand des Behälters mit ers-
ten und zweiten Kompressionskräften
durch Beaufschlagen der axialen Innen-
wand in Richtung der axialen Außenwand
mit der ersten Kompressionskraft und durch
Beaufschlagen der axialen Außenwand in
Richtung der axialen Innenwand mit der
zweiten Kompressionskraft, um so die Ab-
schlusswand des Behälters um den ringför-
migen Flansch auszubilden, so dass der
ringförmige Flansch sicher in der Ab-
schlusswand des Behälters befestigt ist.

13. Verfahren nach Anspruch 12, bei dem die axiale In-
nenwand (27) kegelstumpfförmig ausgebildet ist.

Revendications

1. Appareillage comprenant une combinaison de :

un récipient ayant une paroi d’extrémité de ré-
cipient (21) qui est formée avec une paroi axiale
intérieure (27), une paroi axiale extérieure (43),
une paroi de connexion supérieure (39) qui con-
necte la paroi axiale intérieure à la paroi axiale
extérieure, et une courbure (52) en-dessous de
la paroi axiale extérieure, ladite paroi axiale in-
térieure définissant une ouverture,
un ensemble de fermeture (20) comprenant une
bride annulaire filetée à l’intérieur (22) qui est
installée dans la paroi d’extrémité de récipient,
un bouchon de fermeture (23) ayant une partie
de réception de joint (23a), et une partie filetée
à l’extérieur pour être montée, par le filetage,
dans la bride annulaire, et un joint annulaire (24)
disposé entre ladite partie de réception de joint
et la paroi axiale intérieure,
la bride annulaire comprenant une partie de pa-
roi supérieure (47) disposée entre la paroi axiale
intérieure et la paroi axiale extérieure et le joint
annulaire étant compressé radialement entre la
partie de réception de joint et la paroi axiale in-

térieure,
la bride annulaire comprenant en outre une paroi
annulaire (50, 51) qui est axialement espacée
de la partie de paroi supérieure, et la partie de
paroi supérieure comprenant une surface exté-
rieure qui est radialement à l’extérieur par rap-
port à la paroi annulaire (50, 51),
caractérisé en ce que la paroi annulaire est
construite et agencée en deux parties qui sont
axialement adjacentes, avec une partie de paroi
supérieure (50) radialement décalée vers l’ex-
térieur par rapport à une partie de paroi inférieu-
re (51) et étant en proximité directe de la cour-
bure de la paroi d’extrémité de récipient.

2. Appareillage selon la revendication 1, caractérisé
en ce que la surface extérieure de la partie de paroi
supérieure (47) est construite et agencée avec une
pluralité de renfoncements (42), la paroi axiale ex-
térieure (43) étant formée dans ladite pluralité de
renfoncements.

3. Appareillage selon la revendication 1 ou la revendi-
cation 2, caractérisé en ce que la bride annulaire
(22) est construite et agencée avec une surface in-
térieure tronconique (59) disposée axialement au-
dessus et radialement à l’extérieur du filetage inté-
rieur pour recevoir le bouchon de fermeture (23), et
en ce que le bouchon de fermeture comprend en
outre une lèvre radiale (28), la partie de réception
de joint (23a) étant axialement entre ladite partie fi-
letée à l’extérieur et la lèvre radiale.

4. Appareillage selon la revendication 1, caractérisé
en ce que la surface extérieure de la partie de paroi
supérieure (47) définit une pluralité de renfonce-
ments (42) et en ce que la partie de paroi supérieure
comprend en outre une surface intérieure annulaire.

5. Appareillage selon la revendication 4, caractérisé
en ce que la dimension radiale entre ladite surface
extérieure et ladite surface intérieure annulaire est
inférieure à 7,5 mm.

6. Appareillage selon l’une quelconque des revendica-
tions précédentes, caractérisé en ce que le bou-
chon de fermeture (23) comprend une barre de cou-
ple (33) qui est construite et agencée pour une uti-
lisation de pose du bouchon de fermeture dans, et
d’enlèvement de, l’ouverture filetée de bouchon.

7. Appareillage selon l’une quelconque des revendica-
tions précédentes, caractérisé en ce que la partie
de réception de joint (23a) est concave.

8. Appareillage selon la revendication 1, caractérisé
en ce que le bouchon de fermeture (23) comprend
une lèvre radiale (28) et en ce que le bouchon de
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fermeture et la bride annulaire (22) sont construits
et agencés de façon qu’un couple de serrage sou-
haité pour le bouchon de fermeture dans la bride
annulaire est obtenu lorsque la lèvre radiale est en
contact avec la paroi supérieure de connexion (39).

9. Appareillage selon la revendication 8, caractérisé
en ce que l’interface entre la lèvre radiale (28) et la
paroi de connexion supérieure (39) est dépourvue
de tout joint d’étanchéité.

10. Appareillage selon la revendication 8 ou la revendi-
cation 9, caractérisé en ce que la bride annulaire
(22) comprend une surface intérieure tronconique
(59) disposée axialement au-dessus et radialement
à l’extérieur du filetage intérieur pour recevoir le bou-
chon de fermeture (23).

11. Appareillage selon l’une quelconque des revendica-
tions 8 à 10, caractérisé en ce que la combinaison
est dépourvue de tout composé d’étanchéité.

12. Procédé de fabrication d’un appareillage selon l’une
quelconque des revendications précédentes, la bri-
de annulaire (22) et la paroi d’extrémité de récipient
(21) étant en métal, comprenant l’étape d’installer la
bride annulaire métallique dans la paroi d’extrémité
de récipient métallique en utilisant un procédé com-
prenant les étapes suivantes :

a) former une ouverture dans la paroi d’extrémi-
té de récipient,
b) former une paroi montante entourant ladite
ouverture,
c) mettre à disposition une bride annulaire mé-
tallique ayant une partie de paroi supérieure (47)
et une paroi annulaire (50, 51) axialement es-
pacée de la partie de paroi supérieure, où ladite
partie de paroi supérieure comprend une surfa-
ce extérieure qui est radialement à l’extérieur de
la paroi annulaire, la paroi annulaire étant cons-
truite et agencée en deux parties qui sont axia-
lement adjacentes, une partie de paroi supérieu-
re (50) étant radialement décalée vers l’exté-
rieur par rapport à une partie de paroi inférieure
(51),
d) insérer la bride annulaire dans un renfonce-
ment formé par la paroi montante,
e) transformer une première partie de la paroi
montante en une paroi axiale intérieure (27) ad-
jacente à une surface intérieure (59) de la partie
de paroi supérieure,
f) transformer une deuxième partie de la paroi
montante en une paroi axiale extérieure (43) ad-
jacente à une surface extérieure de la partie de
paroi supérieure et de la section de paroi supé-
rieure, et
g) appliquer simultanément des première et se-

conde forces de compression à la combinaison
de bride annulaire et paroi d’extrémité de réci-
pient en appliquant la première force de com-
pression à la paroi axiale intérieure dans la di-
rection de la paroi axiale intérieure et en appli-
quant la seconde force de compression à la pa-
roi axiale extérieure dans la direction de la paroi
axiale intérieure afin de former la paroi d’extré-
mité de récipient autour de la bride annulaire de
manière à ancrer la bride annulaire de façon sû-
re dans la paroi d’extrémité de récipient.

13. Procédé selon la revendication 12, caractérisé en
ce que la paroi axiale intérieure (27) est formée avec
une forme tronconique.
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