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of a blank from which is formed a can body flanged end of the body, and the edge of the 
constructed in accordance with the presert: 
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To all whom it may concern: 

Be it known that I, JoHN G. Hongson, a 
citizen of the United States, residing i 
Maywood, in the county of Cook and State 

5 of Illinois, have invented, a new and useful 
Improvement in the Manufacture of Cans, 
of which the following is a specification. . 
This invention relates to receptacles or 

containers, more particularly to cans of the 
10 type wherein the heads or covers have a 

turned over seam connection with the can 
body; and the invention has for an object 
the provision of a construction at the junc 
ture of the body or side seam and the head 
seam connection with the body, in which the 
seaming at this point is substantially uni 
form and of the same degree of tightness as 
the remainder of the seam, resulting in the 
elimination of lips or cut overs at the afore 
said juncture points and in practically ob. 
viating leakage through the head seam of 
the can... In addition to the general object recited 
above, the inyention includes among its ob-, 
jects such other advantages and results as 
may be found to obtain in the improvements 
hereinafter described or claimed. 
In the accompanying drawings, forming 

a part of this specification, and showing for 
urposes of exemplification, a preferred 
E. and manner in which, the invention 
may be embodied and practiced, but without 
limiting the claimed invention to such illus 
trative instance or instances; 

Figure 1 illustrates the two 
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35 end portions 

invention; 
Fig. 2. a 

with the side seam forming flanges bent 
into position for subsequent interlock en 
ggish other; 

40 

ig. 3 is a section ortheline-8-8 of Fig. 1; 
Fig. 4 is a section on the line 4-4 of Fig.1; 
Fig. 5 is a section on the line 5-5 of Fig.1; 
Fig. 6 is a section on the line 6-6 of Fig. 2; 
Fig. 7 is a horizontal section through the 

lapping portions at one end of the side 
seam of a can body; 

50. Fig. 8 is a horizontal section through the 
side seam of a can body; - 

Fig. 9 is a plan view of the top of the can; 
Fig. 10 is an lege horizontal section 

on the line 10-10 of Fig. 9 illustrating the 
55 juncture between the lapping portions of 

. 

s a plan view showing the blank. 

the side seam and a rolled seam connection 
of the head or top with the body of the can; 

Fig. 11 is an enlarged vertical section on 
the line, 11-11 of Fig. 9 showing the rolled 
seam connection with the main portion of 
the can body; and - 

60 
Fig. 12 is an elevation of the lapping por 

tions of the flanged can body. 
The same characters of reference indicate 

the same parts throughout the several views. 
In its present embodiment, the invention 

is applied to cans of the type in which the 
heads or covers have a rolled seam connec 
tion with the can body. For convenience, 
the present description will be confined to 
this use of the invention; the invention is 
however readily susceptible of other valuable 
applications, for example, it may be applied 
to receptacles generally; consequently it is 
manifest that the scope of the invention is 
by no means confined to the specific use and 
specific embodiment herein described 
illustrative example. 

In the art of sheet metal cans, receptacles, 
or containers, it has heretofore been the 
common practice to form the lapping por 
tions of the can body, situated at the oppo 
site ends of the side seam by which the two 
edges of the blank are joined together, each 
of the same thickness of metal or other ma 
terial as the balance of the can body. The 
result is that a double thickness of metal is 
present at the opposite ends of the side 
seam, and when the ends of the can body 
are: flanged, the cover or top applied to the 

cover rolled over with and tucked under 
such fanged end, the much greater thickness 
of metal at the juncture between the side 
and top seams relatively to the juncture be 
tween the top seam and the main portion of 

... the main body makes it an exceedingly 
difficult matter to insure a substantially leak 
tight joint at the top of the side seam. There 
are at the point where the side seam joins 
the top or rolled over seam two more thick 
nesses of metal than at other points along 
the top seam, and the result is that, in roll 
ing over the edge of the can top to form the 
top seam, lips, cut overs or other imperfec 
tions in the joint are formed at the top of 

attended frequently the side seam which are 
by leaks. 

In accordance with the present invention, 
a substantially perfect seam is insured at all 
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points along the top edge of the can by mak 
ing the lapping portions of the can body at 
the ends of the side seam in such manner 
that the combined thickness of that part of 
those lapping portions which is within the 
curl of the rolled over or otherwise over 
turned top seam of the can is substantially 

, the same as or at least not materially greater 
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than the main body portion of the can. The 
result is that, in turning over the edge of 
the top to form the seam connection with the 
end of the can body, the rolls or other seam 
ing devices employed for this purpose en 
counter a surface which is substantially free 
from humps clear around the end of the can 
body and a uniform and even seam free from 
leaks is formed. 
According to the mode of carrying out the 

invention i. in the drawings, there 
is provided an elongated sheet metal blank 
21 which is subsequently rolled into a cylin 
drical body. One end edge of the blank is 
provided with two slits 22 which are ar. 
ranged near the ends of the edge, the other end 
edge is formed with a flange 23 of a length 
substantially equal to the distance between 
the slits 22 and with chamfers or bevels 24 
respectively located at the opposite ends of 
the edge beyond the flange 23. The flange 
23 is doubled on the top of the blank to 
provide an outwardly turned flange which 
is interlocked with an inwardly turned flange 
25 formed by doubling inwardly the edge 
of the body of the blank between the slits 22, 
thereby providing lips. 26. When the blank: 
is bent into shape. to form the cylindrical 
can body, the flanges 23 and 25 are inter 
locked and the lips 26 are lapped, in the 
E; instance overlapped, by the cham 
e red portions 24. . . 
As stated, the present invention is for the 

particular purpose of obviating an excess of 
metal at the lapping portions which are lo 
cated at the opposite ends of the side seam 
of the can body, the seam formed in the pres 
ent instance by the interlocked flanges 23 
and 25. In order to accomplish this result 
in a highly satisfactory manner, the cham 
fered portion 24 and the lips 26 are re 
spectively made of reduced thickness, for ex 
ample as shown in Figs, 3 and 5, so that 
when assembled into lapped relation with 
respect to each other the combined thickness 
of the two lapping portions is substantially 
equal to or not greater than the thickness of 
the main portion of the blank from which 
the can body is formed. Any suitable form 
and manner of reducing the thickness of 
these lapping portions of the can body is 
within the scope of the invention. In the 
form shown the chamfered portions 24 and 
the lips 26 are made of reduced thickness by 
swedging while, the metal forming the can 
body is in the blank stage, although obvi 
ously a thinning operation may take place 

1431,228 

subsequently in the manufacture of the can 
body. . 
The advantageous results, accruing from 

making these overlapping portions of re 
duced thickness are well illustrated in Figs. 
7, 10, 11 and 12. It will be seen that as the 
combined thickness of the overlapping por 
tions at the end of the side seam of the can 
body is not greater than the thickness of the blank forming the can body, humps are 
obviated at the ends of the side seam, there 
being substantially the same amount of 
metal between the overturned and inturned 
portions of the curl of the top seam at this 
point as at other points along the top seam. 
Furthermore, simple obtuse angle chamfered 
portions are satisfactory, it being unneces 
sary to cut away the extreme corners of the 
blank at the chamfered portions, as has 
heretofore been a common practice to lessen 
the bunching of metal in the lapping 
portions at the ends of the can body. In the 
illustrative instance the reduced metal has 
been swedged to about half thickness, so that 
in the completed double seam the four half 
thicknesses and three full thicknesses of in 
terlapped metal have an aggregate thickness 
(Fig. 10) equal to the five thicknesses of 
metal in the double seam at other points in 
the can end circumference (Fig. 11). 
After the blank has been rolled into the 

form above described, its opposite ends are 
flanged outwardly to form flanges 27. The 
top 28 may be applied to the end of the can 
body in any preferred manner. One usual 
method is to first roll the edge of the can 
top 28 over and under the flange 27 of the 
can top and subsequently by another rolling 
operation to overturn the rolled edge of the 
can top with the flange 27, to form the 
rolled and inwardly curled flanging 29 that 
constitutes the top seam of the connection. If desired a gasket 30 may be interposed be 
tween the flanging of the can top and the 
flanging of the can body. 
WE is claimed is: 
1. A can embodying a body constituted of 

a sheet, the opposite side edges of which 
are brought into mutual juxtaposition to 
form a side seam and having lapping por 
tions, at the opposite ends of said side seam, 
respectively of reduced thickness relatively 
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to the main body portion, the end of the 
body including the lapping portions bein 
flanged, and a cover applied to the flange 
end of said body and having its edge rolled 
over with and tucked under said flanged 
end, substantially as specified. 

2. A can embodying a body constituted of 
a sheet, the opposite side edges of which are 
brought into mutual juxtaposition to form 
a side seam and having lapping portions, at 
the opposite ends of said side seam, respec 
tively of a combined thickness not greater 
than the thickness of the main body por 
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tion, the end of the body including the lap 
ping portions being flanged, and a cover 
applied to the flanged end of said body and 
having its edge turned over with and tucked 
under said flanged end, substantially as specified. 

3. A receptacle body constituted of a 
sheet of receptacle-forming material the op 
posite side edges of which are brought into 
mutual juxtaposition to form a side seam 
and having lapping portions, at the oppo 
site ends of said side seam, respectively of 
reduced thickness relatively to the main 
body portion, whereby a cover may be ap 
plied to the end of said body and a uniform 
top seam formed there with by turning the 
cover edge over the receptacle body of sub 
stantially uniform thickness at its end, sub stantially as specified. 
4. A can body constituted of a sheet of 

metal, the opposite side edges of which are . 
brought into mutual juxtaposition to form a side seam and having lapping portions, 
at the opposite ends of said side seam, of a 
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combined thickness not greater than the 
main body portion, and a flange formed 
around the end of the can body, whereby 
a cover may be applied to the flanged end 
of said body and a top seam formed of uni 
form thickness by rolling the cover edge 
over with and tucking it under said flanged 
end of uniform thickness, substantially as 

35 

specified, . . . 
5. The method of making a can body 

which consists in forming a blank from a 
sheet of metal, bringing the opposite side 
edges of said blank into mutual juxtaposi 

tion to form a side seam having lapping 
portions respectively located at the opposite 
ends of said side seam, and, during the can 
body making process, reducing the thick 
ness of said over-lapping portions, so that 
their combined thickness is not greater than 
the thickness of the main body portion, to 
produce a can body having an end of sub 
stantially uniform thickness, as described. 

6. A side-seamed can-body adapted to be 
flanged for double-seaming at its end and 
having the metal at the apped tip of its 
side-seam reduced in thickness to render the 
flanged end of such can-body uniform cir 
cumferentially and avoid bulging of the 
double-seaming, substantially as specified 

7. A sheet metal can body for double 
seaming, formed of a blank which is bent 
and the ends of which are lapped, portions 
of said apped ends which are to enter the 
double seam being formed with reduced 
thickness of metal and the body wall at said 
portions being of less thickness than twice 
the unreduced thickness of said sheet metal. 

8. A sheet metal can body blank formed 
at two of its corners, at opposite ends of the 
same side of the blank, with portions of re 
duced thickness for overlapping at the part 
of the blank which is to enter into the 
double seam, whereby the lapped part of 
the blank will be of less thickness than 
twice the unreduced thickness of the metal. 

9. The tin can with its wall swedged to a 
thinner portion at the part where the side 
seam is to be included in the end seam. 

JOHN G. HODGSON. 
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