Dec. 6, 1955 R. G. ATKINSON 2,726,008
CONTAINER WITH SOLDERLESS FULL
LOCK SIDE SEAM IN END SEAM
Filed April 23, 1953 2 Sheets-Sheet 1

)

. N N
, I INVENTOR.
N7 7 REID G ATKINSON
N :ﬁ‘: BY _Ghurd, A o

24 ALt P gffa.m
2 A 747/0,?/\/5 Ys




Dec. 6, 1955 R. G. ATKINSON 2,726,008
CONTAINER WITH SOLDERLESS FULL
LOCK SIDE SEAM IN END SEAM
Filed April 23, 1953 2 Sheets-Sheet 2

|
%Jﬂgzjﬁ Z 78 /7

Hg. 8

Wz 78 77 it
AL 1 SRR
2L P SRNSARV NN/ 77
Z5
w o “ 4
H.
Hg. 7 ¥
34 A7 J4
V74 ' |
%/ s
y/4
L7
- ——

INVENTOR.
LEID G. ATKINSON

BY ghonlis B Byre

Z/? T?’M.E%E Ys



United States Patent O

re 2,726,008
. lce Fatented Pec. 6, 1955

2,726,008

CONTAINER WITH SOLDERLESS FULL LOCK
SIDE SEAM IN END SEAM ™

Reid G. Atkinson, Atherton, Calif., assignor to. American

Can Company, New York, N. Y., ‘a corporation of

New Jersey:
Application Apm 23, 1953, Serial No, 350,568 -

3: Claims. (Cl 220—77).

The present invention relates to sheet metal containers
or cans having solderless side seams and has paptrcular
reference to stich cans havmg fulk Ioek seams whlch at
their ends are reduced in thickness: for. incorporation in
the ‘end seams which secure the end-closures to the can
body.

An object of the invention is the provision in a sheet
metal can of a solderless hermetic side seam wherein the
seam extends for the full length of the can body and is
of the full lock or interfolded. vasigty. for its entire length
right into. the end seams to provxde maximum stfength to
the seam area of the body.

Another ob]ect is the’ prov1smn of such a can wherein
the terminal end portions of the lock side seam are reduced
in thickness to overcome excessive bulk in the end seam
folds while retaining the full lock feature to the terminal
ends of the seam so that the ends of the side seam can be
readily flanged and incorporated in interfolded end seams,
which unite the end closure members to the body, with-
out in any manner adverely affecting the formation of end
seams which are proper and hermetic.

Numerous other objects and advantages of the inven-
tion will be apparent as it is better understood from the
following description, which, taken in connection with
the accompanying drawings, discloses a preferred em-
bodiment thereof.

Referring to the drawings:

Figure 1 is a perspective view of a sealed sheet metal
can embodying the instant invention;

Figs. 2 and 3 are perspective schematic views illustrating
the body blank from which the body of the can in Fig. 1
is made, Fig. 3 showing the side seam marginal edge
portions of the blank bent into side seam hooks, parts of
the blanks being broken away;

Figs. 4 and 5 are enlarged fragmentary longitudinal
sections through the upper portion of the side seam of a
can body made from the blank shown in Figs. 2 and 3,
Fig. 4 showing the seam before flanging of the body and
Fig. 5 showing the same seam after flanging;

Figs. 6 and 7 are enlarged vertical sectional views of
the end seams of the can shown in Fig. 1, the views being
taken substantially along vertical planes indicated by the
lines 6—6 and 7—7 respectively in Fig. 1, portions of the
can being broken away; and

Figs. 8 and 9 are transverse sectional views through the
side seam of the can shown in Fig. 1, the views being
taken substantially along the lines 8—8, and 9—9 in
Fig. 4.

As a preferred or exemplary embodiment of the inven-
tion the drawings illustrate a cylindrical container or can
11 (Fig. 1) comprising a one-piece tubular sheet metal
body 12 and sheet metal top and bottom closures or end
closures 14, 15,

The can body 12 is made from a one-piece flat blank
16 (Fig. 2) of substantially rectangular configuration de-
fined by horizontal edges 17 and vertical side seam edges
18. The marginal edge portions adjacent the side seam
edges 18 are reversely bent for the full height of the
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blank as shown in Fig. 3 to produce a pair of reversely
dxsposed side seam hooks. 21, 22 which are interfolded as
shown in Figs. 8 and 9. to provide a full lock side seam -
23 havipg four. thicknesses. or layers 24, 25, 26, 27 of
bedy. material hermetically- bonded: together with a cement
28 mterposed between the layers The open ‘ends. of: the
body: are provided with conventional outwardly and: down-
wardly turned flanges 31 (Figs. 6 and 7) to receive and
permanently unite the top and bottom closures 14 15 to
the body. = -

The ‘top and: bettom closures 14, 15. preferably are
similar in construction and: comprise a countersank panel
wall 32 (Figs. & and 7). surrounded: by an uprlght side
wall 33 which fits within the open end of the- can bady
and: engages nghﬂy against the inner face of the body-side
wall. The uprlght wall 33 of the closures merges into a
flange 34 which’ extends over and is mterfoldetl around
and under the flanges 31 of the body- in a conventionat
double end seam 35. A sealmg compound 36 mterposed
between the. interfolded: flanges 31, 34is utilized to render
the end seams 38 fully hermetic. -

At the side seam 23 of the body 12, the- fout fally--
locked or interfolded layers 24, 25, 26, 27 of the seam
extend: into and along the body flange 3t to its ‘outer
peripheral edge as best shown in PFigs. 5 and 6 and are -
interfolded with the flanges 34. of the top and bottom
closures. 14, 15 for permanent incorporation in the end
seams 35:as shown in. Fig. 6. ¥ order to reduce the bulk
of these four layers of body material where they extend
into the end seams 38§, the portions of the side seam 23
which are incorporated in the end seams 35 are reduced to
substantially one half their thickness so that in fact they
are equal substantially to two thicknesses of body mate-
rial although they still comprise four layers (see Fig. 8).
Thus the reduced thickness seam retains the full lock con-
struction but is-of a thickness comparable to the conven-
tional lap seam section usually provided for incorporation
in the end seams of cans.

This reduction in thickness at the ends of the side seam

23 is effected by reducing the thickness of each of the
four layers to substantially one half of their original thick-
ness. This reduction preferably is made in the flat blank
16 before the blank is formed into a can body 12. For this
purpose the corner portions of the blank 16 (see Figs. 2
and 3) are reduced in thickness to substantially one half
the thickness of the blank, to provide reduced cormer
areas 38. These corner areas 38 extend inwardly from
the longitudinal vertical side secam edges 18 for a dis-
tance equal substantially to twice the width of the side
seam 23, and extend inwardly from the transverse hori-
zontal body edges 17 for a distance equal substantially to
twice the width of the end seams 35. These reduced cor-
ner areas 38 may be produced in any suitable manner,
as by cutting away the material of the blank or by swedg-
ing or rolling or other appropriate means.
. It should be observed that as shown in Fig. 2 the cor-
ner areas 38 along one side seam edge 18 of the blank
16 are disposed on one face of the blank while the corner
areas along the other side seam edge 18 are disposed on
the opposite face of the blank. Thus when the side seam
hooks 21, 22 are formed the reduced corner areas 38 are
substannally folded in half as best shown in Fig. 3 and a
pocket 39 is provided in the ends of the side seam hooks
21, 22 for the better distribution of the cement 28 be-
tween the seam layers when the seam is formed and
bumped.

Hence when the side seam 23 is formed in the body
12, the reduced corner areas 38 permit the four layers of
body material at the opposite longitudinal ends of the
seam to be compressed into a seam thickness of substan-
tially half the thickness of the remaining or intermediaie
portion of the seam, and hence these reduced thickness
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end portions may be readily incorporated in the end
seams 35 without any detrimental effects while still re-
taining the full lock construction of the side seam to its
terminal ends. =

It is thought that the invention and many of its attend-
ant advantages will be understood from the foregoing
description, and it will be apparent that various changes
may be made in the form, construction and arrangement
of the parts without departing from the spirit-and scope
of the invention or sacrificing all of its material advantages,
the form hereinbefore described being merely a preferred
embodiment thereof.

I claim:

1. A hermetic sheet metal container, comprising in
combination a tubular body having a solderless fully
locked side seam, and a closure member secured to an
end of said body by an interfolding of flange parts on the
body and on the closure member to produce an end seam,
said body side seam comprising a plurality of interfolded
hooks on said body bonded together with a cement and
extending the entire length of the body including its flange
parts with the adjacent end portions of said hooks in-
corporated in the closure member end seam, said end
portions of said interfolded side seam hooks included in
said end seam being of reduced thickness to constitute
substantially one half the thickness of the remainder of
the side seam.

2. A hermetic sheet metal container, comprising in
combination a tubular body having a solderless fully
locked side seam, and top and bottom closures secured
to the ends of said body by an interfolding of flange parts
on the body and on the closures to produce an end seam,
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said body side seam comprising a plurality of integral in-
terfolded hooks on said body bonded together with a ce-
ment and extending the entire length of the body in-
cluding its flange parts, the opposite end portions of said
hooks being incorporated in the closure end seams, each
of the interfolded hook portions of said side seam in-
cluded in said end seams being of reduced thickness to
constitute substantially one half of its thickness in the
remaining intermediate portion of the side seam to fa-
cilitate incorporation of said side seam in said end seams.

3. A hermetic sheet metal container, comprising in
combination -a tubular body having a solderless fully
locked side seam, and top and bottom closures secured
to the ends of said body by an interfolding of flange parts
on the body and on the closures to produce end seams,
said body comprising -a- one-piece flat rectangular blank
the corners of which are reduced in thickness to substan-
tially one half of the remaining blank thickness, said body
side seam comprising a plurality of interfolded hooks on
said body bonded together with a cement and extending
the entire length of the body including its flange parts
with the opposite end portions of said hooks incorporated
in the closure end seams, said end portions of said side
seam hooks including said reduced corner areas to reduce
the thickness of said side seam hooks in said end seams.
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