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UNITED STATES PATENT office 
32 ,833 

METHOD OF. MAKING CONTANERs AND 
CHIES THEREFOR, 

ouis B. Wackinai, St. Louis, Vio. 
Application November 28, i932 

Seria No. 644,653. 

9 Claims. (CI. 113-120) 
This invention relates to certain new and use 

ful improvements in a method of inakiing metallic 
containers and chines therefor, this application 
oeing a continuation in part of my pending appli 
cation filed February 2, S32, Seria. No. 590,426, 
on unitary chine for metallic containers, now 
Patent No. 1,889,505. 

The priinary object of the invention is in pro 
viding a chine for a metailic container from a 
Singie sheet of materiai. 
Another object of the invention is in providing 

a chine for a containe' which is inade of a single 
terial sheet bended in a iiianner for forming 

3.End a retaining flange for the 
3 OWe. 

a Chile for a containe of a one-piece construc 
tion With an inpiroved form of reinforcement, 
theireto. . 
A Still furtheir object of the invention is in 

providing a specific method of bending and form 
ing the upper or top. portion of a container Wall 
into a chine With nealins On the chine for pro 
viding both a cover seat and a retaining flange 
for the locking ring of the cover. 

Other and further objects will appear in the 
Specification and oe Specifically pointed out in 
the appended claims, reference being had to the 
accompanying diaWing, exemplifying the inven 
tion, and in which:- 

Figure is a fragmentary Sectional view of the 
upper portion of a metallic container showing 
the chime construction formed by this improved 
method, the chime being shown as forming a 
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part of the container wall, and With a cover se 
cured in the chime. 

Figures 2, 3, 4, 5 and 6 are fragmentary sec 
tional views illustrating the different steps used 
in carrying out this improved method to form the 
One-piece unitary chime. 

Figure 7 is a fragmentary sectional view illus 
trating the chime with an inlaid reinforcement. 

Referring by numerals to the accoraganying 
drawing, and particularly with reference to Fig. 
1, the numeral designates a Side Wall of a ne 
tallic container made from a single sheet of ma 
terial and formed integral with the upper end of 
the side Wall is the chine 2-formed by this in 
proved method. - 
The chime. 2 after being formed by this in 

proved method, is provided with a gasket and 
cover Seat 3 and a retaining fange 4. 
The seat 3 of the chime 2 is for the reception 

of an annular gasket 5 on which the flange 6 of 
a cover is mounted, Said COVer having a de 

p'eSSedi Center portion 8 Winich is engaged within 
the confines of the Seat 3. In Securing the cover 
to the container in a sealing manner, a split lock 
iing fig 9 Wiich is angula; shape in cross. Sec 
tio, is engaged so that the aorizontal leg It 
thereof Will be forced between the fiange. 6 of 
the cover . . and the retaining fange 4 of the 
chine. 2, the wedging action of the leg 10 of the 
ring 9, callSingine iiage 6 of the cover to con 
i'eSS the gasket 5 on the Seat 3. 
A container having a chine of this improved 

character is primarily used for shipping seni 
Solid liquids, grease. Or dry ilaterials. 
The method of constructing this is proved 

cinirae 2 is started while the materialis in a flat 
teined Shape and in the instance of this disclo 
sure, the chime is shown as being formed integrai 
With the Side. Wai 1 of the container, although 
if desired, the chine. may be made separate and 
Secured in Some manner to the upper end of the 
Side Waii of the container. 
The first operation in carrying out this in 

proved method, is to engage one end of the na 
terial sheet 11 in a bending or folding device Such 
as a power folder for the purpose of bending a 
portion 12 rearwardly on the material sheet in a 
iapped position as shown in Fig. 2. - 
The next. Operation is in engaging the folded 

material sheet in a set of power forming rolls for 
rolling the folded material sheet in a cylindrical 
shape With the lapped portion 12 at one end of 
the cylindrical body. After the cylindrical body 
is made, the contacting or meeting edges 11a, of 
the materia. Sheet are Welded. 
The cylindrical body is then engaged with its 

lapped end in position for being operated on by 
the cooperating grooving or beading rollers 13 
and 14. Of a power beading machine for forming an 
annular groove. Or channel 15 on the outside of 
the cylindrical body. In forming the channel 15, 
the channel forming projection 16 of the roller 13 
is positioned in engagement with the depending 
end 12c of the outwardly folded or apped part 12 
So that the depending end 12a will be forced in 
the channel 15, as shown in Fig. 3. - 
The cylindrical body having the groove or 

chaniel 5 formed therein on the outside thereof 
is then engaged between a different set of co 
operating rollers 17 and 18, the roller 18 having an 
annular groove 19 which is narrower in width 
than the annular groove 20 of the roller 14 and 
the rollel 17 having an annular projection 17a, 
for engaging the apped part 12 while the groove 
19 of the roller 18 over-engages opposing walls of 
the channel 15. The rolling operation of the 

60 

O 

SO 

90 

9. 5 

100 

  



5 

O 

5 

3 5 

40 

45 

50 

55 

60 

O 

2 
rollers 17 and 18 Will cause the channel 15 to be 
narrowed, as shown in Fig. 4. 
The next operation is in engaging the lapped 

end of the cylindrical body between a pair of 
cooperating rollers 21 and 22, the roller 22 having 
an ainnular groove 23 Which is narrower in width 
than the groove 9 of the roller 18 and the roller 
21 having a flat face, the operation of the rollers 
21 and 22 causing the opposing walls 24 of the 
channel 15 to be tightly pressed against the de 
pending or free end 12a of the apped portion 12, 
as ShoWin in Fig. 5. The Walls 24 of the channel 15 
form the gasket or cover seat 3 and the cover seat 
is reinforced by the engaged free end 1.2d of the 
apped portion 2 therebetween. 
A different Set of cooperating rollers 25 and 26 

is used in completing the final operation of form 
iing the chime and in this operation, the retaining 
flange 4 is made and for forming the retaining 
flainge 4, the roller 25 is provided with an annular 
extension 27 for engaging and operating on the 
upper Or Outer portion 28 of the folded or lapped 
portion 12 for rolling the upper portion 28 into 
right angular position above the seat 3, as shown 
in Fig. 6. During this operation, the groove 29 
Of the roiler 26 is engaged over the seat 3 and the 
annular portion 30 of said roller between the seat 
3 &nd the portion 28, cooperates with the annular 
portion 27 of the roller 25 for forming the retain 
ing flange 4 and the connecting wall 32. 

After the Several operations above described, it 
is obvious that an improved unitary chime of a 
One-piece Construction is provided, the peculiar 
beiding of the sheet material providing a strong 
and durable construction for securing the cover 7 
and its gasket 5 in Sealed position on the seat 3 
of the container by firmly holding the locking 
ring 9 in cooperation with the retaining portion 4 
Of the chine and the cover. 
The disclosure of Fig. 7 is similar to that shown 

in Fig. 6 with the exception of a U-shaped re 
inforcing layer 31 being interposed between the 
Overlapped portion 12 and the material sheet 11, 
thus forming a heavier and stronger chime, if 
desired. In the use of the layer 31, said layer is 
interposed between the lapped portion 12 during 
the pending thereof at the first operation. 

Obviously constructional modifications of this 
improved method are possible without departing 
from the Spirit of the present invention and there 
fore it is to be understood that it is not necessary 
to limit, the invention by the terms used in the 
foregoing description, excepting such as the state 
of the art may require. 
What I clain is:- 
1. The method of forming a container chime 

consisting of Outwardly folding a portion of the 
container Wall, of forming an inward annular 
Channel in the container wall and simultaneously 
engaging a part of the folded portion in the chan 
nel, and of pressing opposing sides of the formed 
channel for providing a cover seat. 

2. The method of forming a container chime 
consisting of outwardly folding a portion of the 
container Wall, of forming a circumferential 
channel in the container wall and simultaneously 
engaging the free end of the folded portion in the 
channel, of pressing opposing sides of the formed 
channel for providing a cover seat, and of in 
Wardly bending the extending edge of the folded 
portion for providing a securig flange. 

3. The method of forming a chime from a ma 
terial sheet consisting of outwardly folding a por 
tion of the sheet upon itself, of forming the sheet 

1,924,893 
in a cylindrical shape. With the folded portion at 
One end, of forning an annular channel in the 
cylindrically formed sheet and simultaneously 
pressing the free end of Said folded portion in 
Said Channel, Of pireSSing together Opposing SideS 
of Said channel to form a cover seat, and of in 
Wardly bending the Outer end of Said folded por 
tion to form a securing flange. 

4. The method of forming a chine from a ma 
terial sheet consisting of outwardly folding a por 
tion of the sheet upon itself, of forming the sheet 
in a cylindrical shape with the folded portion at 
one end, of forming an annular channel in the 
cylindrically formed Sheet aid simultaneously 
pressing the free end of Said folded portion in said 
channel, of preSSing together opposing sides of 
Said channel to form a cover seat and Securing the 
inserted free end of said folded portion therein, 
and of in Wardly bending the outer end of Said 
folded portion to form a securing fange. 

5. The herein described method of forming a 
unitary chime for a container from a naterial 
Sheet consisting of folding a portion at One end 
Of the Sheet, of iroling the sheet, and the folded 
portion into a cylindrical body with the folded 
portion OutWardly disposed, of forining an an 
nular channel in the cylindrical body with the free 
end of the folded portion therein, and of inwardly 
bending the Outer extending end of the folded 
part to form a retaining flange. 

6. The herein described method of forning a 
unitary Chine for a, container from a material 
Sheet consisting of folding a portion at one end 
Of the Sheet, of rolling the sheet and the folded 
pOrtion into a cylindrical body with the icided 33 
portion OutWardly disposed, of forming an an 
nular channel in the cylindrical body with the 
free end of the folded portion therein to provide 
a COver Seat, and of inwardly bending the outer 
eXtending end of the folded part to form a retain- i. 
ing flange. 

7. The herein described method of forming a 
unitary Chine for a container from a haterial 
sheet consisting of folding a portion at one end 
of the sheet, of rolling the sheet and the folded 
portion into a cylindrical body with the folded 
portion outwardly disposed, of forming an an 
Flular channel in the cylindrical body with the 
free end of the folded portion therein to provide 
a cover seat, and of inwardly bending the outer i. 
extending end of the folded part to form a re 
taining fange for the locking ring of the cover. 

8. The method of forming a container chine 
Consisting of Cutwardly folding a portion of the 
container Wall over an interposed reinforcing . 
layer, of forming an inward annular channel in 
the container Wall and Simultaneously engaging a 
part of the folded portion and the reinforcing 
layer in the channel, and of pressing opposing 
Sides of the formed channel for providing a cover 
seat. 

9. The method of forming a container chine 
consisting of outwardly folding a portion of the 
container Wall over an interposed reinforcing 
layer, of forming a circumferential channel ir. 23. 
the container wall and simultaneously engaging 
the free ends of the folded portion and the re 
inforcing layer in the channel, of pressing oppos 
ing Sides of the formed channel for providing a 
cover Seat, and of inwardly bending the extend. It 
ing edge of the folded portion for providing a 
Securing flange. 
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