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To all whom it may concern 
Be it known that I, JoHN G. HopgSON, a 

citizen of the United States, residing in 
Maywood, in the county of Cook and State 
of Illinois, have invented a new and useful 
Improvement in Construction of Cans, of 
which the following is a specification. 
This invention relates to an improvement 

in the construction of cans and especially 
relates to the formation of the side and end 
searns of the can. And said invention con 
sists in the novel devices and combination 
of parts and devices hereinafter more fully 

5 

20 

et forth and made the subject matter ci 
claims. 

in the accompanying drawing which 
forms a part of this specification, Figure 
represents an extended view of the body 
blank out of which the can body is to be 
formed. Fig. 2 shows said body blank 
formed up into a cylinder. Fig. 3 shows 
said cylinder fanged. Fig. 4 is a sectional 
view of the can body and the can head. Fig. 
5 is a fragmentary, enlarged section on the 
line 5-5 of Fig. 2. Fig. 6 is a fragmentary, 
enlarged section on the line 6-6 of Fig. 2. 

For some excellent reasons, well under 
stood by those skilled in the art, it has been 
long known that in the manufacture of sheet 
metal food containers, such as packers' cans, 
it is extremely desirable to employ what is 
known as a lock side seam, that is to say, a. 
hooked side seam for the can bodies, such a 
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seam as is illustrated in Fig. 6. Where these 
can bodies are to be fanged at one or both 
ends, it is found necessary to have the Sea in 
at this point of single, instead of double, 
thickness, in other words, a lap seam as 
illustrated in Fig. 5. It has also been found 
desirable to better accommodate the subse-. 
quent operation of rolls in the double Seam 
ing of the head to the can that the apped 
portion of the seam shall be diagonal in po 
sition instead of parallel to the axis of the 
can. This is, because, for one reason, the 
seaming rolls, rise more easily over the 
lapped seam if it lies diagonally to their 
path, just as a vehicle rides more easily over 
a rail that lies diagonaily in its road than it. 
rides over one that lies squarely across its 
path, as will be readily understood. When 
the two parts of the lapped portion of the 
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seam are soldered together, which is done 
before the iianging takes place, azid the thus 
joined parts are bent into the fange, there is 

a tendency of one of the parts slipping upon 
the other in bending. This movement, must 
take place of course and it is permitted by 
the stretching of the soider of the apped 
part of the joint. And since the adhesion 60 
of the solder must be greater than the power 
required to stretch the solder, it has been 
found desirable to make the apped part of 
the Sean as narrow as possible in order that 
this stretching may more easily occur. 65 
have found that it is advantageous to make 
a weakened or narrower part of the lapped 
Seam at the point where the bend in the 
formation of the fange occurs. This, find, 
can be done without danger to the integrity 70 
of the hernetical joint and that it greatly 
facilitates the manufacture and insures bei 
ter work. 

In the accompanying drawing, A repre 
Sents the body blank of the can. At each 75 
end is the hook bar B, B for the formation 
of a locked side Seam. At one end of the 
blank the upper and lower edges are formed. 
with the inwardly inclined notches C, C, and 
the other end with the outwardly inclined 80 
notches D. D. The outwardly inclined 
notches D are further provided with in 
cisions E, E, made, at a distance from the 
edges, equal to the extent of the desired . 
flange. When the pieces B, B are formed 85 
into oppositely disposed hooks and the blank 
bent into the form of a cylinder with the 
hooks joined together, as indicated in Fig. 
2, that portion of the same becomes, as indi- . 
cated, a diagonal lap, as shown at F. F. T.é 90 
Sean, thus formed is then soldered, after 
which, a flange G is formed at each end, the 
bend being at the weakened point, or in 
cision E. In the manufacture of the can the 
next step is the application of the heads 95 
double seaming of one or both to the cans 
in the usual way. 

I claim :- 
1. The lock and lap seam for uniting the 

ends of sheet metablanks to. form can 100 
bodies, the lap portion of said seam having a 
weakened place coincident with which is to 
be formed the bend near the end of the can 
body to produce the fiange which is to be 
Seamed with the can head, the weakened 1CF, 
place being located between the inner and 
outer ends of the lap portion and which ex 
tends transversely to the line of the body 
Seai. 

2. A blank for the formation of a side- 210. 
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3. 3.36,23? fe 

Seaned and end-flanged can body, having Signed this 19th day of May, 1914, in the 
the end-scall portions which are to lar each presence of two subscribing witnesses. 
other cut on substantially parallel inclined OHN G. HOOGSON. lines, said Ol'tioS at an end of the bank 
being formed with incisions E located ai, Wii aesses: 
interinetiate points between the ends of the ii. vi. MuNBAY, 
inclined ines. Tion. As ... O'BRIEN. 


