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UNITED STATES

PaTENT OFFICE

U

CLARENCE M.‘SYMONDS, OF SAN FRANCISCO, CALIFORNIA.

CAN-BODY-MAKING MACHINE.

SPECIFICATION forming part of Letters Patent No. 516,083, dated March 6, 1894.
Application filed October 3, 1893, Serial No. 487,084, (Nomodel.)

To all whomy i 1y CORCETTV:

Be it known thatJ, CLARENCE M. SYMONDS,
a citizen of the United States, residing in the
city and county of San Francisco, State of
California, haveinvented an Improvement in
Can-Body-Making Machines; and I hereby
declare the following to be a full, clear, and
exact description of the same.

My invention relates to an apparatus for
making can bodies.

It consists in certain details of construe-
tion which will be more fully explained by
reference to the accompanying drawings, in
which—

Tigure 1 is a side elevation of a part of my
apparatus. Fig. 2 is a plan view and partial
section of the same. Tig. 3 is a fransverse
section, showing the first of the forming jaws
separated from each other. Fig. 4 is a simi-
1ar section on the line £—x of Fig. 2 showing
the jaws brought nearly together and in
readiness to form the hooks upon the up-
tirned edges of the can. Fig. 5 is a similar
seciion on said line z—m showing the jaws
closed and the hooks formed. Fig. 6isaper-
spective view of partof the independent car-
rier. Fig. 7 is an end view showing the sec-
ond pair of jaws open and thesheet of metal
between them in readiness to be closed and
the hooks clasped. Fig. 8 is an end view
showing the jaws brought together and the
sheet of metal closed into a eylindrical form,
with the hook edges overlapping. Fig. 9
shows the can body with the overlapping
edges elosed to form the side seam. Fig. 10
is an end view showing a portion of the ear-
rier and former. - Fig. 11 isa transverse sec-
tion showing the can in position with rela-
tion to the soldering apparatus. Fig. 12 isa
perspective view of the movable guideblocks
M., Fig.13 isa modification of the support-
ing bar over which the can body passes after
thoseam is closed. Fig. 14 is a section show-
ing the seam closing devices.

In carryingout my invention I employ sue-
cessive sets of independent jaws; and an in-
dependent reciprocating interior carrier by
which the prepaved sheets of metal are ad-
vanced intermittently and delivered to the
jaws, mechanism by which the sheet so de-
livered is bent, hooks formed upon the edges,
said hooks caused to interlock, and the seam

.

-suitable mechanism,

thus formed finally closed, the can sc formed
then advanced to the soldering mechanism
where the seam is finally sealed and com-
pleted, and mechanism by which these parts
are operated with relation to each other at
the proper intervals.

The sheet of which the can is to De formed
is cut into the proper size and shape by any
not here described, and
ig then delivered upon & table A in front of a
cross-plate B which is secured to the longi-
tudinal reciprocating carrier bar C. The
cross-plate B has downwardly projecting lugs
B’ which enter the corresponding grooves in
the table, and serve to guide and steady it in
its movements, and also to prevent the tin
from slipping beneath the cross-plate. Se-
cured to the reciproeating bar C are two arms
D projecting upon each side of the bar, and
forming a sort of yoke, as shown in Figs. 2
and 6 so as to pass the forming die K’. These
arms serve to advance the can body at a cer-
tain stage in its formation as will be herein-
after described. Thelower jaw 1’ is recessed
to pass over the ends of the arms when the
jaw is raised.

The.carrier bar Cis reciprocated by means
of an arm or link E conneeted with it at one
end, having the other end actuated by asuit-
able cam F, and its intermediate portion ful-
orumed as shown at G, The cam T is fixed
upon ashaft H extending longitudinally with
relation to the carrier bar, and other parts of
the machine, and this shaft furnishes power
to actuate the other portlons of the apparatus
at the proper times. An upper shaft I’ car-
1ies cams to move the upper jaws,and is eon-
nected with and driven in unison with the
shaft H, by gearing not here shown. The
reciprocation of the bar C first delivers the
sheet of tin between the upper and lower
jaws Land I’ which are caused to reciprocate
foward each other by means of cams J and J’
mounted respectively upon the shafts H' and
H. Projections upon the outer ends of the
jaw 1’ serve to keep
°A bar (' fits in grooves in the jaws and is
held in place by pins extending down into the
jaws P’ and §’, and is pressed up by springs
9 held in thesame jaws. Hooks upon the bar
O’ engage the sheet of metal after it is car-
ried Forward and prevent ifs being drawn

the sheet in the center.
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back by the retraction of the bar C. The bar | former die K is slotted so that the earrier
C has a groove or channel in the bottom, into | bar ¢ may reciprocate freely thro nghthe slot,
which the points of the hooks fall when the | ag previously deseribed. Before the sheetof 7o
sheet has passed. The lower jawI’hasa U- | metal is bent into the form here described,
shaped channel formed in it asshown at K,and | the carrier bar will have been retracted, so
when the sheet of tin has besn delivered by | that the ends of the arms D are behind the
thecarrier above thejawl’, asshownatL (Fig.-1 sheet, and after the sheet is bent into this
3} it lies just beneath a UJ-shaped former die form, the forward movement of the carrier
K’ of such shape and size that when the lower | bar brings the ends of these arms into con-
ro jaw I’ is elevated, the sheet is folded by the | tact with the sheet and advances it to the
U-shaped ehannel K around the U-shaped | next set of jaws P and P’, where it is re-
former die K. The die K’ has a shank éx- | tained by & second lug or projection on the
tending up into a cor responding socket iin | bar ¢!, Then pper jawIremains down while 8c
the jawI,and a pink projects from the shank | the tin is advanced into the next pair of jaws
15 through a slot { in the jaw whieh limits the | P P’ in order to prevent the sides of the
motion of the die. Above the shank in the ) sheet from springing apart,  The lower jaw
socket is a spiral sp ing m of sufficient | P’ is stationary and has &, flaring \mouth lor
strength to hold the die down while the tin | opening similar to that shown in the jaws S 8s
is being bent around its lower surface, but | 8’ in Fig. 14 to receive andguide the tin asit
20 this spring yields as the jaws come together, | enters, When the apper jawis reciprocated
and allows them to close and bend the upper | foward the lower one, the curvature of the
edges of the tin into a hook form as herein- lower jaw is such that it retains the shape of
afrer described. 'The jaws Iand I’ are, as be- | the lower curved portion of the sheet which 90
fore stated, moved toward sach other by the | is approximately semicireular, while the two
25 cams J J/; and they are retracted by springs | ares of different curvature forming the upper
J? when released from the bressure of the | jaw, as shown in Fig. 7, impinge upon the
cams, ' The former die moves up with the up- | opposite hooked edges of the sheet, and draw
per jaw of which it forms a part, and when | the hooks Q, which were formed in the pre- g3
thuslifted is suspended above and clear of the | vions operation, together and canse them to
carrier C.  The upper edges of the bent sheet | overlap each other,as shown in Fig. 8. When
extend npward between the vertically sliding | the jaws are again separated, the elasticity of
blocks M and M’ which by their pesition | the sheet of metal produces a tendency of the
upon each side of the sheet of metal serve to | edges to spring apart, and this draws the over: roo
support it and preveut its being  buckled lapping hooks together, and causes them toen-
35 when the upper jaw engages its upper edges | gage, leaving the sheet of tin'in an approxi-
for the purpose'of ta 'ning them to form the mately cylindrical form. The carrier bar C
hooks of the seam. These movable blocks M | haslugs R upon each side, which pass between
M’ are supported upon springs, as shown at | the sides of the sheet when the bar is retract- 10§

N, which allow them to move downwardly | ed, and before the sheet has been closed and

40 when the upper jaw I is depressed so as to | hooked together. The upper jaw has recesses

: bring its forming surface into contact with | P?into which the lugs R arereceived when this

the upper edges of the sheet of metal. The | jaw closes down to hook the edges of the tin
lower part of the jaw I has two semicircular | together. After the sheet is closed, as above 110

grooves or channels O made at such points | deseribed, it is in front of the two lugs R, and

45 that when the jaw T is brought down, theup- | the ends of these two lugs project sufficiently

per edges of the sheet of tin will enter these beyond the diameter of the partially formed

grooves or channels upon one side. In the | can body, so that the next advance of the re-
Ppresent case, the position of the grooves with | ciprocating carrier bar, causes these lngs to 13

relation to the upper edges of the sheet of | engage the body and transfer it from the sec-

50 tin are such that the tin enters the right side | ond pair of jaws P and P’ into the last set of

of each groove and as the jaw approaches, the jaws S S’ which are stationary with relation to

spring-actuated blocks M M’ recede, thus al- | each other, and have an open flaring mouth,
lowing the sheet of tin to project up between | as shown in Fig. 14, into which the body as 120

them and form contact with the grooves, as be- | formed is moved from the jaws PP’, Asthe

55 fore stated. The movable blocks M M’ serve | can body enters the eylindrical opening in

as supports upon each side of the body of the | the jaws S8 8’/ it is gnided by a spring actu-

sheet of tin and prevent its being buckled | ated bar T in the jaw 8, the front end of
by the pressure of the upper jaw, and theup- | which is beveled off as shown at T’ (Fig. 6) 123

per edges of thetin will thus follow the curves | so that the seam will pass along this beveled

6o around and be bent into semi-circular form | end. The carrier bar has a beveled projec-

as plainly shown in Figs. 5 and 7. I have tion T® which, when the bar is retracted,

shown raised ledges upon the upper edges of | presses the two hooks together in readiness
the blocks M M’, but these have nothing to | to be closed by the compression wheel. Upon 130

do with the formation of the hooks, but may | the top of the carrier bar C, at a point be-

65 in some instances prevent the outer ends of yond the position occupied by the can when

the hooks being bent around too far and | it is introduced into the jaws S S, is a wheel

curved inwardly. The lower part of the | or roller U, shown in Figs. 2, 6,9 and 14, This
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roller has a channeled face which adapts it
to fit; the inner surface of the seam, and as
the carrier bar C is retracted, the can bodyis
grasped by two hooks V which prevent its
being withdrawn as the carrier bar moves
backward, and the roller U passing over the
interlocked seam closes it firmly against the
interior of the jaws S 8’ within which the can
body now rests. Two other rollers U’ travel
against the sides of the can body and jaws S
S” during this process, to keep the carrier bar
central, and a bottomroller U?travels against
the bottom of the can and jaw 8’ holding the
bar in place within the jaws, against the press-
ure of the seam closing top roller. The side
rollers U’ are grooved or channeled to allow
the hooks of the holding arms or dogs V to
pass when the carrier bar aud rollers are re-
tracted. | -

Upon each side of the carrier bar Care fual-
crumed the gravity pawls W, shown plainly
in Fig. 6, and as the bar is retracted so as to
move these pawls through the can body, the
front ends are depressed until they have
reached the rear of the can, when the weight
of the rear ends tilts them upward, and
causes them to engage with the rear edge of
the now completed can. The next forward
movement of the earrier bar causes these en-
gaged pawls to force the can out of the jaws
§ &, and it is then held by the hooks V', and
as the carrier bar is retracted, the can passes
upon the supporting extension, or continua-
tion C? of the earrier bar, over which thecan
is moved intermittently, first passing beneath
the aeid tank, then beneath the soldering
bar, and finally being delivered overthe end
of the extension. These intermittent move-
ments are effected by the series of gravity
pawls W and the spring-actuated hooks v/,

the springs yielding to allow the hooks to’

pass over the body of the can when the car-
rier bar is moved forward, and retaining the
can in position when the carrier moves back.
The pawls W of the support C? ave hung in
channels formed in the support, and the sides
of the support are channeled longitudinally
to admit the points of the hooks V’. The
soldering bar Y has its upper part inclosed
in a casing a, through the bottom of which its
lower edge projects so that the seam of the
can body passes beneath and in contact with
the edge of the soldering bar. Springs Y’
press the bar down with a yielding pressure.
Within the channel, on the top of the sup-
port and between the gravity pawls W, is a
bed of slate or other non-metallie substance
which prevents the solder from adhering
when it comes in contact with the surface.

b b are gas jets entering the sides of the
casing ¢, and the former impinges upon the
sides of the iron, thus keeping it heated to
the proper temperature. -

The solder is applied in the form of small
rods ¢, one end of which issecured ina holder
d, and the other is moved forward intermit-
tently so as to press against the soldering

bar Y which melts off a safficient amount
from the rod to solder the can as it passes.
As many of these rods of solder may be em-
ployed as are necessary along the line of the
soldering bar. Ihave shown but one for the
purpose of illustration.

The holder d travels between guides and
has s nut formed in its lower end which fits
upon a screw e. This screw is turned by a
pawl and ratchet mechanism f shown plainly
in Figs. 1and 11, theratchet wheel being fixed
upon a screw shaft, and the pawl upon a
swinging arm ¢ which is actuated by a lever
% moved by a eam ¢ upon a shaft H. After
the can has passed beneath the soldering bar
and the work is completed, it is finally de-
livered at the end of the apparatusin a ecom-
pleted state.

pisaroller journaled beneath the outer end

of the extension portion of the earrier, over
which the cans pass to support and keep it
in line. -
I have heretofore described the apparatus
so placed that the seam is formed upon the
top, and is passed beneath a soldering iron,
bat the machine can be reversed without
change, and the seam formed upon the bot-
tom, so that the soldering may be done from
below by means of a solder bath in any well
known manner. Theextension C°of the car-
rier may be made cylindrical, or in the form
of a cross as shown in Fig. 13.

Havingthus deseribed my invention, what
I claim asnew, and desireto secure by Letters
Patent, is—

1. In a can body forming machine, jaws
movable to and from each other and adapted
to receive sheetsof tin between them, a form-
ing die projecting from one jaw and a U-
shaped channel formed in the opposing jaw,
adapted to fit the corresponding die and to
bend the sheet of tin around the lower part
of said die, semi-circalar grooves orehannels
formed in the first named jaw into which the
upper edges of the sheet of metal are forced
by the approach of the jaws, and by which
these edges are bent into a hook-form when
the jaws are brought together, substantially
as herein described.

2. In a can hody forming -machine, jaws
sitnated one abovethe other, movable toward
each other, and adapted to receive sheets of
tin between them, a forming die depending
from the upper jaw, a U -shaped channel
formed in the lower jaw adapted to fit the cor-
respondingly shaped dieand tobend the sheet
of tin around the lower part of saiddie, semi-
circular grooves or channels formed in the
lower part.of the upper jaw into which the
upper edges of the sheet of metal are foreed,
and by which they are curved into a hook-
shaped form when the jaws are brought to-
gether, and movablesupporting blocks M and
M’ between which the sides of the sheet of
metal pass, and by which itis prevented from
buekling, while the hooks are being formed,
substantially as herein deseribed.
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3. Inacanbody making machine, vertically
moving jaws, cams by which they are caused
to approach each other,and springs by which
they are retracted when relieved from the
pressure of the cams, a U-shaped channel
formed in the lower jaw, a forming die de-
pending from the upper jaw around which the
middle part of a sheet of metal introduced
between the jaws is bent when the lower jaw
is moved upward, semi-circular grooves or
channels formed in the lower face of the up-
per jaw, into which the upper edges of the
sheet of metal pass when the jaws approach,
and by which these edges are curved into a
hook-shaped form, spring-actuated holding
blocks M M’ between which the sides of the
sheet of metal are supported, while the upper
edges are being curved into the hook-shaped
form, substantially as herein described.

4. Ina can body forming machine, jaws and
mechanism by which they are moved to and
from each other, a forming die around which
the sheet of tin is bent, and grooves or chan-
nels by which the upper edges are bent into
a hook-shaped form, in eombination with a
reciprocating carrier by which the sheets of
metal are moved forward between said jaws,
and by which the partially bent sheet with itg
hook flanges is moved out of the former by
the intermittent motions of the carrier, sub-
stantially as described.

5. In a canbody forming machine, the mov-
able jaws by which the sheet of metal is first
bent into a U-shaped form and the upper
edges bent into hooks, a second pair of jaws
between which the bent sheet is advanced,
the lowermost of said jaws serving to support
the semicircular lower portion of the sheet,
and the upper jaw having curves formed in
its lower face by which the hooks on the up-
per edges of the sheet are brought together
and interlocked when the upper jaw ap-
proaches the lower one, substantially as here-
in described.

6. In a eanbody forming machine, the jaws
by which the sheet of metal is bent, hook-
shaped flanges formed upon it and inter-
locked with each other, and other jaws hav-

. ing a cylindrical opening made through them

50

55

60

into which the sheet with its interlocked
edges is moved, a reciprocating interior car-
rier bar by which the forward movements of
the sheet are produced, and a roller journaled
in the upper part of the bar, and adapted to
close the interlocking edges of the seam when
the carrier bar is retracted through the jaws
in which the can body is held, substantially
as herein described.

7. Thecylindrical stationary jaws, a earrier
bar reciprocating through the interior, de-
vices attached thereto by which the can body
is advanced into the jaws, an exterior guide
against which one of the interlocked edges of
the seam is moved when the can enters the
jaws, and a second interior guide by which
they are pressed together, a roller journaled
in the top of the carrier bar at such a point

516,033

that it is in front of the can body when the
latter is moved into the jaws, and is rolled
backwardly over the interior of the seam so
as to close it when the carrier is retracted,
and guide rollers upon the sides and bottom
of the carrier bar, substantially as herein de-
scribed.

8. In a ean body forming machine, the jaws
into which the can body is introduced, a re-
ciprocating carrier bar with lugs by which
the can is advanced into the jaws, and inte-
rior closing and guide rollers upon the car-
rier bar, as shown, in combination with the
hooks V adapted to engage the rear edge of
the can body and retain it in position while
the bar is being retracted and the seam is be-
ing closed, substantially as herein deseribed.

9. In acan body forming machine, the inde-
pendent successive pairs of jaws between
which the sheet of metal is introduced and
bent into the form of a can, and its edges
closed to form a seam, in combination with a
reciprocating bar with devices by which the
sheet and can arve successively moved for-
ward from one set of jaws to the other and
delivered from the final seam closing jaws,an
interior reciprocating support upon which
the can is carried from the seam closing jaws
to pass successively beneath an acid tank,
and a soldering bar, and spring - actuated
hooks adapted to engage the rear edges of the
can to hold it in position when it has been
advanced by the carrier, and prevent its be-
ing retracted when the carrier recedes, sub-
stantially as herein deseribed.

10. In a can body forming machine, the in-
dependent suceessive forming jaws I, P and
S, a carrier bar reciprocating longitudinally
between them, a transverse bar B attached
thereto having the dowawardly projecting
guide lugsB’and adapted to move thesheets
forward into the first set of jaws, substan-
tially as herein deseribed.

11. In a can body forming machine, the
successive sets of independent jaws by which
the sheet of metal is formed into a can, a lon-
gitudinally reciprocating earrier bar having
a transverse plate by which the sheet is ad-
vanced between the first set of jaws, a yoke
consisting of arms D D attached to the bar
and the ends adapted to engage the rear edge
of the sheet after it bhas been bent by the
first named jaws and advance it between the
jaws by which the sheet is closed and the
edges interlocked, lugs R R fixed to the car-
rier bar in such position that when the sheet
has been closed and the edges interlocked,
these lugs engage the rear edges of the sheet
and move it forward into the jaws in which
the seam is closed, substantially as herein de-
seribed.

12. In a can body forming machine, the
successive independent sets of forming jaws
by which the sheet of metal is bent into the
form of a can and the edges interlocked and
compressed to form a longitudinal seam, a
plate T having a beveled edge adapted to
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guide the seam, as it enters the final jaws,
and hooks engaging the edge of the can fo
retain it in position in said jaws, and guide
and compression rollers attached to the car-
rier bar which close and compress the seam
when-the bar is retracted through the inte-
rior of the cans, substantially as herein de-
seribed.

13. In a can body forming machine, the
successive sets of jaws between which the
sheet of metal is bent into the form of a can
body, jaws into which the can is moved after
the edges have been interlocked, and within
which the seam is closed, said jaws having a
divergent or funnel shaped mouth to actas a
guide for the body of the can, and a spring
actuated bar having a beveled front end by
which the outer edge of the seam is gaided
as the can enters the jaws, and an inner bar
between which and the outer one the parts
of the seam are retained in line until com-
pressed, substantially as herein deseribed.

14, In a can body forming machine, the
successive setsof forming jaws, a reciprocat-
ing carrier by which the sheet of wmetal is
advanced intermittently between said jaws
until the can body is formed and the seam
closed, an interior reciproeating support
whieh earries the can from the final jaws be-
neath an acid tank,a spring-actuated solder-
ing bar extending along above the upper edge
of the support, so that the lower edge will
press upon the seam of the can when the lat-
ter passes beneath it, gas jets upon each side
of the soldering bar by which it is kept hot,
and. solder rods with a mechanism by which
they are held and approached to thesolderin g
bar so that the ends are melted thereby and
the solder delivered upon the seam, substan-
tially as herein described.

15. The interior reciprocating support by
which the cans are advanced, the pawls by
which they are moved, asoldering bar extend-
ing along above the support and adapted to
form contact with the seam as the cans pass
beneath it, a means forapplying solder to the
seam while the ean is passing, and an late-
vior bed of slate over which the seam passes
while being soldered substantially as herein
described.

16. A reciprocating supportover which the
cans pass, pawls by which they are moved, a
soldering bar dependent above the support
and in line with the seam of the ean which
passes beneath it, aholder orholders in which

rods of solder are supported with the ends |

approximate to the soldering iron and the
seam of the ean which has passed beneath it,
2 means for advancing the solder so that it
will be melted and applied to the seam, con-
sisting of a screwand travelingnut by which
the holder is advanced,a pawl and ratchet, a
swinging arm and a connection between said
arm, and a cam % upon the shaft I, substan-
tially as herein described.

17. In acanbody forming machine, the ver-
tically disposed jaws between which the sheets

of metal are delivered cam shafts and cams
by which the jaws are caused to approach, a
yielding former die connected with one of
the jaws,and a correspondinglyshaped chan-
nel in the other between which the sheeb of

metal is first bent into a U form,and grooves-
by which the upper edges are bent into &

hook form by the approach of the jaws, and
springs by whichthe jawsare retracted when
relieved from the pressure of the cams, sub-
stantially as herein deseribed.

18. In'a can body forming machine, inde-
pendent jaws reciprocating to and from- each
other, and adapted to receive sheets of metal
between them, a U-shaped channel made in
oue of the jaws, and a correspondingly shaped
die having a shank extending into the other
jaw, a spring acting against the end of the
shank, a guide slot and pin by which the
movements of the shank and die are limited,
substantially as herein described. A

19. In a can body forming machine, inde-
pendent jaws reciprocating to and from each
other and adapted to receive sheets of metal
between them, a U-shaped channel made in

one of the jaws, a correspondingly shaped die.

yieldingly connected with the other jawabout
which the sheet of metal is folded by the ap-
proach of the jaws to each other, a carrier
bar reciprocating freely through the open
slot in the lower part of the die having a
groove or channel made in its lower surface
and a hook bar with dogs C" adapted to en-
gage the rear edge of the sheet of metal to
prevent its being retracted by the rearward
movement of the bar, and a channel in the
earrier bar into which said hooks fall, sub-
stantially as herein described.

20. In a can body forming machine, jaws
movable to and from each other with a chan-
nelin one, and a corresponding die connected
with the other, whereby the sheets of metal
are first bent into a U-shaped form, and
grooves in one of the jaws by which the up-
furned edges of the sheet are eurved into
hook form, a movable and stationary jaw
succeeding the first named jaws, and adapted
to receive the partially bent sheet, a recipro-
cating carrier bar and attachments by whieh
the sheet is moved from the first to the sec-
ond jaws, the uppermost of the first jaws re-
maining in its depressed position until the
sheet has moved into the second jaws where-
by the grooves O by which the hook flanges
are formed continue to engage the upper
edges of the sheet of metaland prevent their
springing apart until they have been intro-
duced between the second set of jaws, sub-
stantially as herein described.

91. In a can hody forming machine, recip-
rocating jaws between which the sheet of
metal is received, and by which it is partially
bent into eylindrieal form, and hook-gshaped
flanges formed upon ifs upper edges, a sec-
ond set of jaws and a reciprocating carrier
by which the partially bentsheet is advanced
from the first set of jaws to the second, the
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lowermost of the second set of jaws being sta-
tionary and having a U-shaped channel
formed in it to receive the lower part of the
sheet, and a movable upper jaw having its
lower edges formed with concave channels of
different curvature and radiuas, whereby the
upper edges of the metal are drawn toward
each other when the upper jaw approaches
the lower one, and the hook-shaped edges are
caused to interlock with each other, substan-
tially as herein described.

22. In acanbody forming machine, jaws by
which the sheet of metal is bent, and hook
shaped flanges formed upon its upper edges,
other jaws, and a carrier by which the sheet
is advanced from the first named jaws be-
tween the second ones wherein 'the sheet is
bent and the hook edges interlock, a third
pair of stationary jaws into which the par-
tially formed can is delivered by the carrier,
& guide projecting downward from the upper
Jjaw which forms contact with the upper por-
tion of the seam as the can enters the jaws
and guides itinto position, and a correspond-
ing guide upon the top of the carrier by which
the inner portion of the seam is guided into
close contact with the outer oune, and a roller
journaled in the upper part of the carrier bar
rolling in contact with and closing the seam
in the interior of the can when the barisre-
tracted, substantially as berein described.

23. In a can body forming machine, the
jaws into which the can body is moved after
the hook edges of the seam have been inter-
locked, guides by which the two parts of the
seam are directed :and pressed into contact
with each other, a roller in the top of the car-

rier ‘by 'which ‘the seam is finally closed on
the interior of the can when the carrier bar
isretracted; acorresponding supporting roller
in the bottom of the carrier bar, and side
rollers by which the bar is retained centrally
within the jaws and the can body, said side
rollers having channels or'grooves formed in
them, and spring-actuated hooks 'V pivoted
to the jaws and adapted to engage the rear
edge of the ecan to hold it in place inthe jaws
while the carrier bar is being retracted, said
hooks passing through the slots in the said
rollers as the latterare drawn backward, sub-
stantially as herein described.

24.'In a can body forming machine, jaws
movable to:and from each other and adapted
to receive sheets of metal between them, a
forming die on one jaw and a channel in the
opposing jaw adapted to fit said die whereby
the sheet of metal is'shaped around the said
die, said . jaws also provided with means by
which the edges of the sheet are bent into
hook-form by the approach of the:jaws, other
pairs of jaws adapted to operate respectively
upon the sheet or can body when advanced
to said pairs of jaws to respectively complete
the formation of: the can body and to close
the seam thereof, and means for advancing
thesheetsand can bodies, said machine adapt-
ed to be reversed and operate with eitherside
uppermost:

In witness whereof I have hereunto set my
hand.

CLARENCE M. SYMONDS.
Witnesses:
8. . NOURSE;
J. A BAYLESS.
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