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PACKAGE AND METHOD OF FORMING SAME 

Herbert l). Bartels, (Ihicago, Sylvester L. Flugge, Gal: 
Park, and Lewis F. Irland, Hinsdale, 111., assignors to 
Continental Can Company, Inc., New York, N.Y., a 
corporation of New York 

Filed Mar. 29, 1959, Ser. No. 8%,697 
25 Claims. (Cl. 99-171) 

The invention relates generally to the art of packag 
ing, and primarily seeks to provide a novel method of 
packaging food products, particularly coffee. 
At the present time, coffee is packaged in sealed cans 

both by a vacuum process and a pressure process, with 
the vacuum process being the more conventional. How 
ever, vacuum packaging .has several inherent disadvan 
ages. One of the primary disadvantages is that in order 
to prevent collapsing of the can body due to atmospheric 
pressure on the exterior of the can, it is necessary to 
form the can of a heavier gauge metal, with the resultant 
undesired added expense. Secondl“, the coffee may gen 
erate gases which will eliminate the vacuum in the can 
and thus falsely indicate to the consumer that the can 
was improperly sealed and the coflee is no longer fresh. 
It is, of course, highly desirable to eliminate these 
conditions. 
Another object of the invention is to provide a novel 

package which includes a container having a ?ll therein 
and where the ?ll is initially vacuum packed in the con 
tainer to remove air from the container, after which the 
container is deformed to compressively engage the ?ll, 
whereby the ?ll forcefully engages the container body 
to support the container body. 

Another object of the invention is to provide a novel 
package which includes a can having a ?ll therein, the 
can body being provided with an annular bead, and the 
?ll being initially vacuum packed within the can, after 
which the can is foreshortened by the deformation of 
the head to move the can ends into compressive engage 
ment with the ?ll whereby the ?ll is forced outwardly to 
support the can body. 

Still another object of the invention is to provide a 
novel method of, packaging food products, such as coffee, 
wherein the food product is placed within a can, a vacuum 
is applied to the can and the food product to remove a 
major portion of the air from the can, with the can 
being sealed in this condition, after which the can is 
deformed to reduce the volume thereof and to move the 
ends of the can into compressive engagement with the 
food product to urge the food product outwardly into 
engagement with the can body and thus support the can 
body. 
A further object of the invention is to provide an 

improved methodof packaging food products, such as 
coffee, the method including the steps of providing a can 
‘having a can body with a peripheral bead, vacuum pack 
aging the food product in the can, removing the can to 
‘the atmosphere where the atmospheric pressure on the 
can will result in a foreshortening of the can by partially 
deforming the bead, and then ?nally applying a me 
chanically actuated pressure on the can to further fore 
shorten the can to a predetermined height, whereby the 
food product is compressively engaged by the can ends 
and is forced outwardly into engagement with the can 
body so as to form a support for the can body, and at 
the same time, the can‘is substantially free of air. 

Another object of the invention is to provide a novel 
package which includes a container having a granular 
type ?ll therein, the container being in the form of a 
can wherein the ?ll has been vacuum packed and while 
the sealed can is stih under a vacuum, an end thereof is 
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mechanically deformed inwardly so as to reduce the 
volume of the can and force the ends-of the can'into 
engagement with the ?ll, thereby compacting the ?ll and 
urging the'?ll outwardly into supporting engagement with 
the can body. 

Still anotherobject of the invention is to provide a 
novel package construction wherein a can is ?lled with 
a granular product, such as coffee, and the product is 
‘vacuum packedin the can, the can being formed of rela 
tively light metal and at the same time, being so sup 
ported byrthe ?ll within the can whereby the can has 
sufficient can body wall strength to prevent can paneling 
and to prevent am'al load collapse of the can due to 
vertical forces applied thereon. 
A still further object of the invention is to provide a 

novel method of packaging products whereby the can in 
which the product is packaged maybe formed of rela 
tivelylight metal with the product being so disposed 
within the can that it supports or tends to support the 
body of the can. 
With the above, and other objects in view that will 

hereinafter appear, the nature of the invention will be 
more clearly understood by reference to the following 
detailed description, the appended claims and the sev 
eral views illustrated in the accompanying drawings. 

In the drawings: 
FIGURE 1 is a diagrammatic view showing sequen 

tially the steps involved in a first method of packag 
ing a product in accordance with the invention. 
FIGURE 2 is an enlarged fragmentary elevational view, 

with parts broken away and shown in section, of a can 
body having the desired ?ll therein and the end of the 
can being set in place. 
FIGURE 3 is an enlarged fragmentary elevational View 

similar to FIGURE 2, and shows the can after the end 
of the can has been sealed to the can body. 
FIGURE 4 is an enlarged fragmentary elevational view 

similar to FIGURE 2, and shows the can and the ?ll 
after the can has been partially foreshortened by the 
effect of atmospheric pressure thereon. 
FIGURE 5 is another enlarged fragmentary elevational 

view of the can and-?ll, and shows the ?nal shape of 
the can and the rela ionship of the can with respect to 
the till after the can has been foreshortened‘to a pre 
determined height. 
FIGURE 6 is a diagrammatic view of a second method 

of packaging a product in accordance with the invention. 
FIGURE 7 is an enlarged fragmentary elevational view, 

with parts broken away and shown in section, of a can 
body and can top used in the method illustrated in FIG 

6. 
FIGURE 8 is an enlarged fragmentary elevational view 

similar to FIGURE 7, and shows the can body and the 
can end after the can end has been sealed to the can body. 
FIGURE 9 is another fragmentary enlarged elevational 

View, similar to FIGURE 7, and shows the can after the 
can body has been foreshortened to a predetermined 
height, and the ends of the can moved into compressive 
engagement with the fill. 
FIGURE 10 is a diagrammatic view showing in se 

quence the steps of a third method of packaging a product 
in accordance with the invention. 
FIGURE 11 is an enlarged fragmentary elevational 

view, with parts broken away and shown in section, of a 
can body and can top used in the method of FIGURE 10. 
FIGURE 12 is an enlarged fragmentary elevational 

View, similar to FIGURE 11, and shows the can end 
sealed to the can body, with the ?ll vacuum packed there 
in. 

FIGURE 13 is an enlarged fragmentary elevational 
view, similar to FIGURE 11, and shows the details of the 
can and the ?ll in the can after one of the can ends has 



3,117,873 
3 

been bowed inwardly into compressive engagement with 
the ?ll. 
A ?rst embodiment of the invention is illustrated in 

FIGURES 1 through 5, inclusive, of the drawings. In 
this embodiment of the invention, the apparatus utilized 
in the packaging of the product includes an endless con 
veyor, generally referred to by the numeral 5. The end 
less conveyor 5 includes a drive roller 6 and an idler roll 
er 7. An endless conveyor belt 8 is entrained over the 
drive roller 6 and the idler roller 7. 
A feed chute 9 is disposed at the left end of the con 

veyor 5 for feeding cans to the conveyor 5. A can re 
ceiving chute 10 is disposed at the right end of the con 
veyor 5 for receiving ?lled cans from the conveyor 5. 
Although the means for feeding cans to the conveyor and 
the means for receiving cans from the conveyor have 
been illustrated as being chutes, it is to be ' derstood 
that any desired type of can conveying means may be 
used for these purposes. 
A ?ll dispenser 11 overlies the upper run of the con 

veyor belt 8 adjacent the left end of the conveyor 5. A 
levelling mechanism 12 is disposed to the right of the 
?ll dispenser for the purpose of levelling the fill within 
a can. The levelling mechanism includes a shaft 13 hav 

ing a blade 14 at the lower end thereof. The blade is rotated to level the ?ll within a can. It is to be under 

stood that the levelling mechanism 12 illustrated is only 
an example of one of many types of levelling mechanisms 
which may be utilized for the purpose. 
A vacuum chamber 15 is disposed intermediate the 

ends of the conveyor 5, with the conveyor 5 running 
through the vacuum chamber. The vacuum chamber 
may be of any desired type, and since vacuum chambers 
of this general type are conventional, no further descrip 
tion of the details thereof will be set forth here. 
A mechanical plunger assembly, generally referred to 

by the numeral 16, is disposed adjacent the right end of 
the conveyor 5 in overlying relation to the top run of the 
conveyor belt 8. The mechanical plunger assembly 16 
includes a shaft 17 having a presser foot 18 at the lower 
end thereof. The shaft 17 and the presser foot will be 
mounted for vertical movement in any desired manner. 
If desired, a back-up plate 19 will be placed underneath 
the upper run of the conveyor belt 8 in alignment with 
the mechanical plunger assembly 16 in order to support 
the can during the operation of the mechanical plunger 
assembly. 

Reference is now had to FIGURE 2, wherein there 
is illustrated a coffee can which is to be used in accord 
ance with the invention, the coffee can being generally 
referred to by the numeral 20. The coffee can 20 in— 
cludes a can body generally referred to by the numeral 
21, a bottom can end 22 and a top can end or cover 23. 
The lower edge of the can body 21 is connected to the 
bottom can end 22 by means of the conventional double 
seam 24. 
The can body 21 is provided adjacent the upper edge 

thereof with a collar 25 and a tear strip Also, the 
upper edge of the can body 21 is ?anged, as at 27, for 
the reception of the top can end 23. The intermediate 
portion of the can body 2%? is provided with a plurality 
of beads. Although a number of beads have been shown 
in the can body side wall, it is to be understood that one 
or more thereof, designated 28, will be made more readily 
deformable than other head means for reasons to be de 
scribed hereinafter. 

Reference is again had to FIGURE 1, wherein it is 
shown that empty cans 2d are placed on the top run of 
a conveyor belt 8 at the left end of the conveyor 5'. As 
the empty cans 21} pass beneath the fill dispenser 11, the 
desired ?ll 29 is dispensed into the can 2%) through the 
open upper end thereof. The can 20 then moves to the 
right beneath the levelling mechanism 12 where the blade 
14 engages the ?ll 2h projecting upwardly out of the 
can 29 and levels the ?ll. 
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The can and the ?ll are then moved into the vacuum 
chamber 15 where the top can end or cover 23 is set in 
place on the can body 21. The can 28, as it appears in 
this position, is best illustrated in FIGURE 2. While 
the desired vacuum is maintained within the can 26, the 
can end 23 is sealed to the can body 21 by a conventional 
can closing mechanism (not shown) through the forma 
tion of a double seam 3%, as is best shown in FIGURE 3. 

After the ?ll 29 has been vacuum packed in the can 
2%, the can 2% moves out of the vacuum chamber 15 
where it is subjected to atmospheric pressure. The effect 
of the atmospheric pressure on the can 23 is to foreshorten 
the can 24} by the deformation of the bead means 23. 
The foreshortened can and the relationship of the ends 
of the can with respect to the ?ll 29 are best illustrated 
in FIGURE 4. 
The can 2%, having been foreshortened by the e?ect of 

atmospheric pressure thereon, next passes beneath the 
mechanical plunger assembly 16. The mechanical plung< 
er assembly 16 moves downwardly and the presser foot 18 
thereof engages the top of the can 26.? and further fore 
shortens the can 2% to a predetermined height. Thus, all 
of the cans 29 passing off the conveyor 5 will have the 
same height, as is required for packaging and stacking. 
This further foreshortening of the can 20 results in a fur 
ther deformation of the head 28, and the ?nal package is 
illustrated in FTGURE 5, the package being generally 
referred to by the numeral 31. 
When the can 2!} is sealed within the vacuum chamber 

15, a vacuum exists within the can 2% and a major por 
tion of the undesired air has been removed from the can 
20. When the can 29 is subjected to atmospheric pres 
sure, it immediately collapses endwise by the deformation 
of the head 2% inasmuch as the bead 28 offers the least 
resistance to the deformation of the can 2%. At this time, 
the can ends 22 and 23 may or may not compressively 
engage the ?ll 29. However, when the can 213 is again 
foreshortened to the predetermined height, the movement 
of the can end 23 towards the can end 22 results in the 
engagement of the ?ll by the can ends, with the ?ll, par 
ticularly when the ?ll is of a granular type, being both 
compressively engaged by the can ends and compacted 
thereby. The ?ll then is urged outwardly and moves into 
supporting engagement with the can body 21. Thus, by 

~ foreshortening the height of the can 20, the ?ll 29 of the 
can 2i} is urged into a supporting relation with respect to 
both the can body and the can ends. in view of this, a 
lighter gauge metal may be used in the construction of 
the can 2t) than is normally used in cans of this type 
when the product is vacuum packed therein. 

Reference is now had to FIGURES 6 through 9, inclu 
sive, wherein the apparatus utilized in a second method 
of packaging in accordance with the invention and the 
package resulting from the method are illustrated. The 
apparatus is best illustrated in FIGURE 6, and includes a 
conveyor generally referred to by the numeral 32. The 
conveyor 32 is of the endless belt type and includes a 
drive roller 33 and an idler roller 34 which are disposed 
in spaced relation. An endless conveyor belt 35 is en 
trained over the drive roller 33 and the idler roller 34. 
A feed chute 36 is disposed at the left end of the con 

veyor 32 for the purpose of delivering cans at predeter 
mined intervals to the top run of the conveyor belt 35. 
A package receiving chute 37 is disposed at the right end 
of the conveyor 32 for receiving completed packages from 
the conveyor 32. Although the means for supplying cans 
to the conveyor and receiving packages from the con 
veyor have been illustrated as being chutes, it is to be 
understood that other types of conveyors may be used. 
The packaging apparatus also includes a ?ll dispenser 

38 which is disposed adjacent to the left end of the con 
veyor 32. A levelling mechanism, generally referred to 
by the numeral 39, is disposed to the right of the ?ll dis 
penser 33. The levelling mechanism 39 includes a rotat 
able shaft 40 which has secured to the lower end thereof 
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a blade 41. The levelling mechanism 39 has only been 
diagrammatically illustrated, and may function in any de 
sired manner to level the ?ll in the can. 
A vacuum chamber 42 occupies a major part of the 

right half of the conveyor 32. The vacuum chamber 42 
is so constructed that the entire conveyor 32 runs there 
through. ‘The vacuum chamber 42 has been merely illus 
trated in the form of a box having an air outlet. How 
ever, further description is believed to be unnecessary in 
asmuch as the vacuum chamber 42 is of a conventional 
type and in itself plays no part in the invention. 

Reference is-now had to "FIGURE 7 in particular, 
wherein there is illustrated a can which is to be used with 
the packaging apparatus of FIGURE 6, the can'being 

‘ generally referred to by the numeral 43. The can 43, for 
the most part, has the construction and con?guration of a 
conventional type of coffee can. The can 43 includes a 
can body generally referred to by the numeral 44, a bot 
tom can end 45 and a top can end or cover 46. The bot 
tom can end 45 is secured to the lower edge of the can 
body 44 by a conventional double seam 47. The can 
body 44 has an internal bead 48 formed about the lower 
part thereof. The can body 44 is provided adjacent the 
upper edge thereof with a tear strip 49 which is backed 
by means of a collar 59. Also, the upper end of the can 
body 44 is ?anged, ‘as at 51, for the formation of a double 
seam with the can top end 46. 

Referring once again to FIGURE 6, it will be seen that 
cans 43 are delivered onto the left end of the conveyor 
32 from the feed chute 36. As the cans 43 move from 
left to right on the top run of the conveyor belt 35, each 
can passes beneath the ?ll dispenser 38 and the desired 
?ll 52 is placed in the can. It is to be understood that the 
?ll distributor 38 will be provided with automatic equip 
ment for placing either the desired volume or the desired 
weight of ?ll into the can 43. 

After the ?ll has been placed into the can 43, if the 
fill 52 is of a granular material, such as coffee, it is neces 
sary that the ?ll be levelled in the can. Accordingly, as 
the can 43, with the ?ll 52 therein, passes beneath the 
levelling mechanism 39, the blade 41 will be lowered into 
engagement with the upper part of the ?ll ‘and turned so 
as to level o? the ?ll in the can 43. 

After the ?ll has been levelled in the can 43, the can 
passes into the vacuum chamber 42 where the top can end 
or cover 46 is placed on the can body 44 overlying the ?ll, 
in the position best illustrated in FIGURE 7. The can 
top end 46 is then sealed to the can body 44 by means of 
a conventional type of closing machine which forms a 
conventional double seam 53 between the can top end 46 
and the can body 44, as is best illustrated in FIGURE 8. 
When the can 43 is sealed, the major portion of the air 
has been evacuated from the can, and the ?ll 52 is 
vacuum packed in the can. 
A mechanical plunger assembly 54 is disposed inside 

the vacuum chamber 42 adjacent the right edge thereof. 
The mechanical plunger assembly 54 includes a vertic?ly 
reciprocating shaft 55 which is provided at the lower end 
thereof with a presser foot 56. If necessary, a back-up 
plate 57 will underlie thetop run of the conveyor belt 
135 beneath the‘ presser foot 56 to prevent downward 
movement of the conveyor belt 35 and the can 43 when 
the can 43 is engaged by the presser foot 55. 
When a sealed can 43 passes beneath the presser foot 

56, the mechanical plunger assembly 54 is automatically 
actuated to move downwardly so that the presser foot 56 
engages the upper end of the can 43. The presser foot 
56 continues its downward movement until the height of 
the can 43 has been foreshortened and reduced to a. pre 
determined height so that all cans passing out of the 
‘vacuum chamber 42 will have the same height. This is 
highly desirable for the proper packing and stacking of 
the cans. 
When the height of the can 43 is foreshortened, the de 

crease in height of the can takes place in the head 48 
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which‘ is deformed and ?attened, as is best shown in FIG 
URE 9. At the same time, the can ends 45-~and 45 com 
pressively engage the ?ll 52 and force the ?ll 52 outward 
ly into a can body supporting position. In the event the 
‘?ll 52 is of a granular material, such as coffee, there 
will be a compacting of the ?ll. ‘Thus, although the ?ll 
is initially vacuum packed so as‘to remove a major por 
tion of the undesired air from the can, inthe ?nal state 
of the package, which is referred to by the numeral 58, the 
?ll is forcibly engaged with the can body 44 and serves 
to aid in the supporting of the can body. By providing 
such a relationship between'the fill and the can body, 
it will be readily apparent that the can body v44 may be 
formed of a much lighter material with a resulting reduc 
tion in the cost of the can. 

Another apparatus for carrying forth a third method of 
the invention is illustrated in FEGURE 10. The apparatus 
of FIGURE 10 is very similar to the apparatus of FIG 
URE 6, and differs therefrom primarily in the shape of 
several of the ?ll and can contacting surfaces. The ap 
paratus includes a conveyor, generally referred to by 
the numeral The conveyor 59 is of the endless belt 
type, and includes a drive roller ?t) and an idler roller 
'61 which are in spaced relation. An endless conveyor belt 
62 is entrained over the drive roller 64} and the idler 
roller 61. 

Cans are delivered to the conveyor 59 at the left- end 
thereof by means of a feed chute ~63. The completed 
packages are received from the right end of the conveyor 
59 by means of a package receiving chute 64. Although 
chutes‘have been illustrated for feeding the cans to the 
conveyor 5? and for receiving the packages therefrom, it 
is to be readily understood that other types of means for 
accomplishing this may be utilized equally as well. 
A ?ll dispenser 65 overlies the top run of the conveyor 

belt 62 to the right of the left end of the conveyor 59. 
The fill dispenser 65 may be of any desired type, depend 
ing upon the particular ?ll to be placed in a can, and will 
be provided with automatic means for controlling the 
volume or weight of the ?ll placed in the can. A levelling 
mechanism 66 is disposed to the right of the ?ll dispenser 
65 in overlying relation to the top run of the conveyor 
belt 62. The levelling mechanism 66 includes a shaft 67 
which is mounted for both vertical and rotary movement. 
A blade 68 is carried by the lower end of the shaft 67. 
Depending upon the con?guration of the can top end or 
cover, the lower edge of the blade 68 may be either 
straight or concave. 
A vacuum chamber 7% occupies a major part of the 

right half of the conveyor 59. The vacuum chamber 79 
is of a conventional type and is so constructed that the 
conveyor 5? passes therethrough. A mechanical plunger 
assembly 71 is disposed within the vacuum chamber '70 
adjacent the right end thereof and in overlying relation 
to the top run of the conveyor belt 62. The mechanical 
plunger assembly 71 includes a vertically reciprocating 
shaft ‘72. Secured to the lower end of the shaft 72 for 
movement therewith is a presser'foot 73. Unlikethe 
presser feet 13 and 56, the presser foot 73 is of a lesser 
diameter than the can body and is intended to engage 
only the upper surface of the top can end. Furthermore, 
it is not'desired to utilize the mechanical plunger assembly 
'73. for the deformation of the can body, but to depress 
the top can end therewith. Accordingly, the underside 
of the presser foot is of a convex cross-section. A back 
up plate 74 underlies the presser foot 73 and is disposed 
beneath the top run of the conveyor belt 62 for supporting 
the top run of the conveyor belt and a can supported 
thereby during the operation of the mechanical plunger 
assembly 71. 

After the mechanical plunger assembly has. performed 
its function, the completed package, generally referred to 
by the numeral 75, passes out of the vacuum chamber 7!}. 
When the package 75 reaches the right end of the con 
veyor 5?, it moves onto the package receiving chute 64 
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and is delivered to either an inspection station or a pack 
ing station, as is desired. 

Reference is now made to FIGURE 11, wherein the 
speci?c details of a can to be used in conjunction with 
the apparatus of FIGURE 10 are illustrated, the can be 
ing generally referred to by the numeral 76. For the 
most part, the can 76 is of a construction such as that 
which is conventionally used for the packaging of coffee. 
The can 76 includes a can body generally referred to by 
the numeral 77, a bottom can end 78, and a top can end 
or cover 79. The bottom can end 73 is secured to the 
lower edge of the can body 77 by means of a conven 
tional double seam St}. 
The can body 77 is of the conventional type used in 

conjunction with coifee cans and the like, and includes 
a tear strip 81 adjacent the upper edge thereof. The tear 
strip 81 is backed up by an internal collar 82, with the 
upper edge of the collar 32 being disposed above the top 
edge of the tear strip 81. The upper edge of the can body 
77 is outwardly ?anged, as at 83, for receiving the can 
top end 79 and to facilitate the forming of the seal be 
tween the can body 77 and the can top end 79. 
The can top end 79 is provided with an upwardly bowed 

central portion 84. This is desirable when the ?ll for 
the can 76 is of a granular nature. On the other hand, 
should the ?ll be of other type, then the can top end 79 
may be ?at or substantially flat. 

In the packaging operation, empty cans 76 are delivered 
to the left end of the conveyor 59‘ by the vfeed chute 63. 
As the cans 76 are moved from left to right along the 
top run of the conveyor belt 62, the can 76 passes beneath 
the ?ll ‘dispenser ‘65 and the desired ?ll 85 is deposited 
into the empty can 76. When the till 85 is of a granular 
nature, the ?ll will have a tendency to project above the 
top edge of the can 76, with the result that it is neces 
sary that the ?ll be leveled to correspond generally to 
the con?guration of the underside of the can top end 
79. This is accomplished by passing the can 76 and 
the ?ll beneath the level-ling mechanism 65. 

After the ?ll in the can 76 has been levelled, the can 
and the ?ll pass into the vacuum chamber '70, where the 
can top end or cover 79 is placed on the can 76 in 
overlying relation to the ?ll 85 therein. This condition 
is clearly illustrated in FIGURE 11. While the air is 
evacuated from the can through the operation of the 
vacuum chamber 70, the can top end 79 is automatically 
sealed to the ‘upper edge of the can body 77 by means of 
a conventional type of can closing machine (not shown) 
which forms a double seam 86. The ?ll is now vacuum 
packed within the can 76. 
The sealed can 76 next passes beneath the mechanical 

plunger assembly 71. In timed relation to the movement 
of the sealed can 76 beneath the mechanical plunger as 
sembly 71, the shaft 72, and the presser (foot 73 carried 
thereby move downwardly with the presser ‘foot 73 en 
gaging the can top end 79 so as to downwardly bow the 
can top end, as at 187 (FIGURE 13). The package 75 
is now completed and passes out of the vacuum chamber 
70 and onto the package receiving chute 64». 

1In the packaging of the ?ll $5 in the can 75, it will 
be readily apparent from the foregoing that the ?ll 85 
is vacuum packed. In this manner, substantially all of 
the undesired air is moved from the can 76 prior to the 
sealing thereof. However, although the can is vacuum 
packed, when the mechanical plunger assembly 71 works 
on the can top end 79, the can top end 79 moves down 
wardly into compressive engagement vwith the ?ll 85 in 
the can 76. As a result, the ?ll is urged outwardly into 
a supporting relation with respect to the can body 77. 
Further, when the ?ll is of a granular nature, such as 
co?ee, the ?ll is also compacted by the downward bowing 
of the can top end 79. Since the ?ll supports the can 
body 77, it will be readily apparent that the can body 
77 may be made of a lighter ‘gauge metal than that which 
is normally used in the formation of can bodies wherein 
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8 
the can is intended ‘for the conventional vacuum packaging 
method. This, of course, results in a saving of metal 
with the resulting lower cost of manufacture of the can. 
At this time, it is pointed out that although the can top 

end 79 is downwardly bowed, as at 87, the mechanical 
plunger assembly 71 does not engage any part of the 
can body 77 nor does it place a force on the can 76 
which would toreshorten the can body 77. As a result, 
although the volume of the can 76 has been reduced, 
the can is not foreshortened as are the cans 2t) and 43. 
However, because of close tolerances of manufacture, all 
of the packages 75 are of the same height, as is neces 
sary for packing and stacking purposes. 

While several forms of the invention have been shown 
for purposes of illustration, it is to be clearly under 
stood that other changes may be made Without departing 
from the spirit and scope of the invention as de?ned in 
the appended claims. 
What is claimed as new: 
1. A method of packaging a food product into a can 

comprising the steps of providing an empty can having a 
body with at least one peripheral bead and one end, plac 
ing the food product in the can, placing a second can end 
on the can body, subjecting the can and the ‘food product 
to a sub-atmospheric pressure and while the can and the 
‘food product are under the sub-atmospheric pressure seal 
ing the second can end to the can body ‘and applying an 
endwise pressure on the can to foreshorten the can to a 
predetermined height by distorting the bead and to move 
the can ends into compressive engagement with the food 
product, and then again subjecting the can to atmospheric 
pressure. 

2. A method of packaging a food product into a can 
comprising the steps of providing an empty can having a 
body with at least one peripheral bead and one end, plac 
ing the food product in the can, placing a second can end 
on the can body, subjecting the can and the food product 
to a sub-atmospheric pressure and while the can and the 
food product are under the sub-atmospheric pressure seal 
ing the second can end to the can body, and then apply 
ing an endwise pressure on the can to foreshorten the can 
to a predetermined height by distorting the bead and to 
move the can ends into compressive engagement with the 
food product. 

3. A method of packaging a food product into a can 
comprising the steps of providing an empty can having 
a body with at least one peripheral bead and one end, 
placing the :food product in the can, placing a second can 
end on the can body, subjecting the can and the food prod 
uct to a sub~atmospheric pressure and While the can and 
the food product are under the sub-atmospheric pressure 
sealing the second can end to the can body, again sub 
jecting the can to atmospheric pressure and permitting the 
‘force exerted on the can by the atmospheric pressure to 
toreshorten the can body by distorting the bead and to 
move the can ends into engagement with the food product, 
and then applying an additional endwise pressure on the 
can to further foreshorten the can to a predetermined can 
height by further distorting the bead with the can ends 
compacting the food product. 

4. A method of packaging a ?ll in a container having a 
body and a pair of ends comprising the steps of provid 
ing an empty container, ?lling the container with the de 
sired ?ll, placing the container under a sub-atmospheric 
pressure and while under the sub-atmospheric pressure 
sealing the container, and then mechanically applying an 
endwise pressure on the container at a pressure in excess 
of atmospheric pressure to partially collapse the container 
and compressively engage the ?ll with the container ends. 

5. A method or" packaging a ?ll in a container having 
a body and a pair of ends comprising the steps of provid 
ing an empty container, ?lling the container with the 
desired ?ll, placing the container under a sub-atmospheric 
pressure and while under the sub-atmospheric pressure 
sealing the container and mechanically applying an end 
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wise pressure on the container to partially collapse the 
container about the ?ll. 

6. A method of packaging ‘a ?ll in a container having a 
body and a pair of ends comprising the steps of providing 
an empty container, ?lling the container with the desired 
?ll, placing the container under a sub-atmospheric pres 
sure and while under the sub-atmospheric pressure sealing 
vthe container and applying an endwise pressure on one of 
the container ends to lower ly bow the one container end 
into compressive engagement with the ?ll and thus force 
the ?ll into pressurized'engagement with the container 
body. 

7. A method of packaging a ?ll into a can comprising 
the steps of providing an empty can including a body and 
one end, placing the ?ll in the can, placing a second can 
end on the can body, subjecting the can and the ?ll to a 
sub-atmospheric pressure and While the can and ?ll are 
under the sub-atmospheric pressure sealing the second can 
end to the body and applying an ‘endwise pressure on one 
of the can ends to inwardly bow the one can end into 
compressive engagement with the ?ll and thus force the 
?ll into pressurized engagement with the can body to rein 
force the can body. 

8. A method of packaging ai?ll in a container having 
a body and a pair of ends comprising the steps of provid 
ing an empty container, ?lling the container with the 
desired ?ll, placing the container under a sub-atmospheric 
pressure and While under the sub-atmospheric pressure 
sealing the container, and then applying an endwise pres 
sure on the container and foreshortening-the container 
body and moving the container ends into compressive en 
gagement with the ?ll. 

9. A method of packaging a ?ll in a container having 
a body and a pair of ends comprising the steps of pro 
viding an empty container, ?lling the container with the 
desired ?ll, placing the container under a sub-atmopsheric 
pressure and while under the sub-atmospheric pressure 
sealing the container, and then mechanically applying an 
endwise pressure on the container and foreshortening the 
container to a predetermined container height and moving 
the container ends into compressive engagement with the 
?ll. 

10. A method of packaging a ?ll in a container having 
a body and a pair of ends comprising the steps of pro 
viding an empty container, ?lling the container With the 
esired ?ll, placing the container under a sub-atmospheric 

pressure and while under the sub-atmospheric pressure 
sealing the container and applying an endwise pressure on 
the container and foreshortening the container body and 
moving the container ends into compressive engagement 
with the ?ll, and then again subjecting the container to 
atmospheric pressure. 

11. A method of packaging a ?ll in a container having 
a body and a pair of ends comprising the steps or" pro 
vidirig an empty container, ?lling the container with the 
desired ?ll, placing the container under a sub-atmospheric 
pressure and while under the sub-atmospheric pressure 
sealing the container and mechanically applying an end 
wise pressure on the container and foreshortening the con 
tainer to a predetermined container height and moving the 
container ends into compressive engagement with the ?ll, 
and then again subjecting the container to atmospheric 
pressure. 

12. A method of packaging a ?ll into a can comprising 
the steps of providing an empty can having a body with 
at least one peripheral bead and one end, placing the ?ll 
in the can, placing a second can end on the can body, 
subjecting the can and the ?ll to a sub-atmospheric pres 
sure and While the can and the ?ll are under the sub 
atmospberic pressure sealing the second can end to the 
can body and applying an endwise pressure on the can to 
foreshorten the can to a predetermined height by distort 
ing the bead and to move the can ends into compressive 
engagement with the ?ll, and then again subjecting the 
can to atmospheric pressure. 
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'13. A method of packaging a ?ll into a can comprising 
the steps of providing an‘ empty can having a body with 
at least one peripheral bead and one end, placing the ?ll 
in the can, placing a second can end on the can body, 
subjecting the can and the ?ll to a sub-atmospheric pres 
sure and while the can and the ?ll are under the sub 
atmospheric pressure sealing the second can end to the 
can body, and then applying an endwise pressure on the 
can to foreshorten the can to a predetermined'height by 
distorting the bead and to move the can ends into com 
pressive engagement with the ?ll. 

'14. A method of packaging a ?ll in a container having 
a body and a pair of ends comprising the steps of pro 
viding an empty container, ?lling the container with the 
desired ?ll, placing the container under a sub-atmospheric 
pressure and While under the sub-atmospheric pressure 
sealing the container, again subjecting the container to 
atmospheric pressure and permitting the force exerted on 
the container by the atmospheric pressure and foreshorten 
ing the container body and moving the container ends into 
engagement with the ?ll, and then applying an additional 
endwise pressure on the container and further foreshorten 
ing the container to a predetermined height with the con 
tainer ends compacting the ?ll. 

15. A method of packaging a ?ll into a can compris 
ing the steps of providing an empty can having a body 
with at least oneperipheral bead and one end, placing 
the ?ll in the can, placing a second can end on the can 
body, subjecting the can and the ?ll to a sub-atmospheric 
pressure and While the can and the ?ll are under the sub 
atmospheric'pressure sealing the second can end to the 
can body, again subjecting the can to atmospheric-pres 
sure and permitting the force exerted on the can by the 
atmospheric pressure to foreshorten the can body by dis 
torting the bead and to move the can ends into engage 
ment with the ?ll, and then applying an additional end 
wise pressure on the can to further foreshorten the can to 
a predetermined can height by further distorting the bead 
with the can ends compacting the ?ll. 

16. A method of packaging a granular ?ll into a can 
comprising the steps of providing an empty can including 
a body and one end, placing the granular ?ll in the can, 
levelling the granular ?ll even with the top of the can 
body, placing a second can end on the can body, subject 
ing the ?ll and the can to a sub-atmospheric pressure and 
While the can and the ?ll are under the sub-atmospheric 
pressure sealing the can end to the can body, and then 
mechanically applying an endwise pressure greater than 
atmospheric pressure on the can and moving the can ends 
towards each other with the can ends compressively en 
gaging and compacting the granular ?ll. 

17. A method of packaging a granular ?ll into a can 
comprising the steps of providing an empty can including 
a body and one end, placing the granular ?ll in the can, 
levelling the granular ?ll even with the top of the can 
body, placing a second can end on the can body, sealing 
the can end to the can body, and then mechanically apply 
ing an endwise pressure greater than atmospheric pres 
sure on the can and moving the can ends towards each 
other with the can ends compressively engaging and com 
pacting the granular ?ll. 

18. A package comprising a container having a body 
and ends, and a granular ?ll vacuum packed in said con 
tainer with the container having a lower gas content than 
when the granular ?ll is initially placed in said container, 
said container ends compressively engaging and com 
pacting said ?ll at a pressure greater than that resulting 
from atmospheric pressure on said container ends, Where 
by said ?ll forcibly engages said container body and rein 
forces said container body against external compressive 
forces. 

19. A package comprising a container having a body 
and ends, and a granular ?ll vacuum packed in said con 
tainer with the container having a lower gas content than 
when the granular ?ll is initially placed in said container, 
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at least one of said container ends being inwardly pressed 
at a pressure greater than that resulting from atmospheric 
pressure on said container end and compressively engag 
ing and compacting said ?ll, whereby said ?ll forcibly 
engages said container body and reinforces said container 
body against external compressive forces. 

20. A package comprising a container having a body 
and ends ?xedly secured to said body, and a ?ll in said 
container, said container body having a peripheral bead, 
said container body having been foreshortened by the de 
formation of said bead after the ?lling of said container 
and the securing of said ends to said container body, and 
said container ends compressively engaging said ?ll to 
urge said ?ll outwardly into pressurized engagement with 
said container body and thus reinforce said container body 
against external compressive forces. 

21. A package comprising a container having a body 
and ends ?xedly secured to said body, and a ?ll in said 
container, said container body having a peripheral bead, 
said container body having been forcibly foreshortened 
to a predetermined height by the deformation of said 
bead after the ?lling of said container and the securing 
of said ends to said container body, and said container 
ends compressively engaging said ?ll to urge said ?ll 
outwardly into pressurized engagement With said con 
tainer body and thus reinforce said container body against 
external compressive forces. 

22. A package comprising a container having a body 
and ends ?xedly secured to said body, and a ?ll in said 
container, said container body initially having a peripheral 
bead adjacent one end thereof, said container body having 
been forcibly foreshortened to a predetermined height 
with a substantial collapsing of said bead and said con 
tainer ends compressively engaging said ?ll to urge said 
?ll outwardly into pressurized engagement with said con 
tainer body and thus reinforce said container body, said 
foreshortening having been accomplished subsequent to 
the placing of the ?ll in the container and the securing 
of said ends to said body. 
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23. A package comprising a container having a body 

and ends ?xedly secured to said body, and a ?ll vacuum 
packed in said container, and the container having a low 
air content, said container body having at least one 
peripheral bead spaced from its ends, said container ha - 
ing been forcibly foreshortened to a predetermined height 
with a substantial distortion of said bead and said con 
tainer ends compressively engaging said ?ll to urge said 
?ll outwardly into pressurized engagement with said con 
tainer body and thus reinforce said container body, said 
foreshortening having been accomplished subsequent to 
the placing of the ?ll in the container and the securing of 
said ends to said body. 

24. A method of packaging a ?ll in a can comprising 
the steps of providing an empty can having a body with 
at least one peripheral bead and a pair of ends placing the 
?ll in the can to substantially ?ll the can, closing the can, 
and then foreshortening the can body by distorting the 
bead to move the can ends into engagement With the ?ll. 

257 A method of packaging a ?ll in a can comprising 
the steps of providing an empty can having a body with 
at least one peripheral bead and a pair of ends, placing 
the ?ll in the can to substantially ?ll the can, closing the 
can, foreshortening the can body by distorting the bead 
to move the can ends into engagement with the ?ll, and 
then further foreshortening the can body to a predeter 
mined height by further distorting the bead. 
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