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PATENT OFFICE 
2,064,537 

CAN BODY 

Walter E. Groenke, Maywood, lll., assignor to 
American Can Company, New York, N. Y., a 
corporation of New Jersey 

Application November 23, 1933, Serial No. 699,455 
3 Caims. 

The present invention relates in general to the 
reenforcement of cans and has more particular 
reference to improvements in reenforcing the 
Side Seam of the can body, being in some re 
Spects an improvement upon the can body dis 
closed in the Young Patent No. 1,685,384, issued 
September 25, 1928. 
The invention contemplates the provision of a 

can capable of withstanding high internal pres 
Sures Such as develop in some liquids, such as 
beer, when enclosed and hermetically sealed in 
the cans. 
The invention contemplates the provision of a 

Side seam construction which consists of a single 
continuous hook section extending along one 
edge of the blank of the can body and a series of 
spaced hook sections along the other edge, the 
latter engaging With the continuous hook Section 
when the blank edges are interlocked and the 
parts are finally soldered together with the sol 
der Uniting all of the thicknesses of metal to 
provide the improved reenforced side seam. 
An object of the invention is the provision of 

a can body, capable of withstanding high in 
ternal pressures, having a reenforced side seam 
of novel construction made up of a plurality of 
Sections or ZOnes of different thicknesses of 
metal and vent Spaces or cutaway parts, which 
permit the escape of air or gases and the sweat 
ing or penetration of solder between all the sec 
tions and between all the thicknesses of metal, 
thereby producing a side seam of maximum 

... strength and pressure resistance. 
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A further object of the invention is the pro 
vision of a can body having a reenforced side 
seam which may be commercially manufactured 
without making appreciable alterations in the 
machine parts at present employed in the manu 
facture of cans. 
A still further object of the invention is the 

provision of a soldered side seam having cooper 
ating hook sections, portions of which are cut 
away to provide vent passages to enable the es 
cape of air or gases from the seam during the 
application of solder. 
Numerous other objects and advantages of the 

invention will be apparent as it is better under 
stood from the following description, which, 
taken in connection with the accompanying 
drawings, discloses a preferred embodiment 
thereOf. 

Referring to the drawings: 
Figure 1 is a perspective view of a. can body 

embodying the present invention, this body hav 
ing a closed and hermetically sealed side seam; 

(C. 220-75) 
Fig. 2 is a face view of a body blank properly 

cut to provide for the can body of Fig. 1, the 
middle part of the blank being broken away; 

Fig. 3 is a perspective view Cf the formed blank 
after it has been brought into cylindrical shape 
and after its opposed edges have been bent into 
hook form; 

Fig. 4 is a view Similar to Fig. 3 illustrating the 
formed blank interlocked and its opposed hook 
edges in position for final bending or bumping 
into Side Seam position; w 

Fig. 5 is an enlarged longitudinal sectional 
view of a part of the side seam and the adjacent 
body wall being taken substantially along the 
line 5-5 in Fig. 1 and illustrating the different 
zones of thickness of the blank parts in the side 
Seam; and 

FigS. 6 and 7 are en larged fragmentary trans 
verse sectional views of the side seam taken sub 
stantially along the respective lines 6-6 and 
7-7 in Fig. 5. 
As illustrated in the drawings and particularly 

in Fig. 2, a formed and notched body blank ? 
is first provided. One of the free edges of the 
blank f f is provided with SlitS i 2, a Slit being 
formed adjacent each end of the blank edge and 
setting off two end lap sections i 3 and a longi 
tudinal central part 4. On the opposite edge 
of the blank a series of notches i 5 are cut in the 
edge to provide cut away portions or vent spaces 
between intermediate Sections i 6. The outer 
ends - of the two outside sections f 6 are notched 
at i 7 and cut away at an angle or taper to pro 
vide an angular end lap portion f 8. 
The formed bank is rolled Or otherwise bent 

into cylindrical shape as illustrated in Fig. 3 
and the longitudinal blank edge i 4 is bent back 
to preferably provide a single, continuous turned 
back hook 2 ?. In a Similar manner the edge 
sections i 6 on the opposite side of the blank are 
bent in to provide a Series of turned-in hook 
sections 22. 
The open edges of the formed blank are then 

united, the longitudinal or single, continuous 
hook 2 being engaged with the turned in hook 
sections, 22 as illustrated in Fig. 4. The angular 
or cut away end lap portions f 8 come just outside 
of the end lap sections 3. A bumped side seam 
is then formed by pressing together the inter 
locked parts, the angular end lap sections i 8 and 
the end lap sections i 3 being also pressed into 
close engagement. 

In this bumping or pressing of the seam parts 
the metal along the edge directly under the 
hook 2 and directly under the spaces i 5 is 
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2 
pressed outwardly into all of these spaces be 
tween the engaged hook sections 22 as best illus 
trated in Fig. 5. The side seam as considered 
along its length then consists of a zone at each. 
end which embodies two thicknesses of lapped 
metal being the engaged lap portions 13, 8, also 
a four-thickness zone at the interlocked section 
(also illustrated in Fig. 6) being the engaged 
hooks 2 , 22, and finally a three-thickness zone 
intermediate the four-thickness zones (also il 
lustrated in Fig. 7) being the pressed in º sec 
tions of the hook 2 within the Spaces 5. 
The bending of the edges of the blank, the in 

terlocking of the hook parts and the pressing to 
gether of the seam sections as just described are 
all done automatically during the manufacture of 
the can by the usual body maker or other suitable 
type of machine. The side seam is. then her 
metically sealed by the introduction of Solder 
applied from the outside in the usual manner. 
The distribution of the Solder in the finally pre 

pared seam is graphically illustrated in Figs. 5, 6, 
and 7, the solder being indicated by the numeral 
25. The Solder it Will be observed eXt?nds be 
tween the lapped ends of the blank and in be 
tween the sections 3-8, this being in the two 
thickneSS ZOne just described. 

In the four-thickness zone of the side seam the 
Solder 25 flows in over the can Wall which is 
adjacent to and directly under the hook 2, . 
this part of the seam being the portion pressed 
in during the bumping operation and being des 
ignated by the numeral 26. This much of the 
SOlder is under the inner Or OWer face Of the 
hook 22 and joins the adjacent parts 22, 26. The 
Soder thence foWS around the end of the hook 
22 and in between the upper Wall thereof and 
the lower face of the longitudinal hook 2 f, thus 
joining the adjacent parts 2 , 22. Solder also 
flows in between the outside body i Wall adjacent 
its edge (designated by the numeral 27) and the 
outer or upper Surface of the hook 2, this solder 
mostly entering through the spaces i 5 at the 
three-thickness zones and spreading in both di 
rections longitudinally of the seam from the op 
posed edges of the hooks 22 toward the middle 
of these hooks. Thus all four thicknesses of 
metal making up the four-thickness zone of 
the side seam are united by soldier. l 

In the three-thickness zone at the Spaces i 5 
and intermediate the hook Sections 22 it will be 
observed (Figs. 5 and 7) that the solder flows in 
between the body wall part 26 and the hook 2 
and also in between the outer surface of the 
latter and the outside body wall 27. It also 
flows laterally into the four-thickness zone as 
described in the preceding paragraph. The three 
thicknesses of metal are thus firmly united. 
There is a venting of the side seam, air or gases 
Within the Seam escaping ahead of the Solder flow 
and into the interior of the can by way of the 
space between the adjacent parts 2, 27. This 
insures a thoroughly sweated side seam in all 
SectionS. 
This construction and use of zones of vary 

ing thicknesses together with the complete vent 
ing reenforces the side seam and prevents any 
pulling away or un rolling of the intermediate 

said seam when Said Seam 

2,064,537 
lock seam parts. The resulting can body is much 
stronger than a can body not so reenforced and 
experiment has shown that such can body may . 
be embodied in a , can suitable for packaging 
beer where great internal pressures are Often 
developed. M 

It is thought that the invention and many 
of its attendant 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 i all of its 
material advantages, the form hereinbefore de 
scribed being merely a preferred embodiment 
thereOf. * 

claim 
1. A reenforced can body capable of resisting 

high internal i pressures, said can body being 
formed from a blank having two of its opposed 
marginal edges bent into oppositely directed 
hooks to interlock said edges into a Side Seam 
when said blank is brought to tubuliar form, 
at least one of said hooks having cutaway por 
tions dividing it into a plurality of hook Sec 
tions with wide vent spaces between Said hook 
sections, said vent spaces being substantially filled 
by opposed body wall parts, to permit solder to 
penetrate between all thicknesses of metal of 

is bumped and 
SOldered. O 

2. A reenforced can body capable of resisting 
high internal pressures, said can body compris 
ing a tubular blank having its opposed marginal 
edges bent into oppositely directed hooks inter 
locked into a side seam, at least one of said 
hooks having cutaway portions dividing it into 
a plurality of hook Sections with wide Went 
Spaces between Said hook sections, the body Wall 
portions adjacent said spaces extending into and 
filling said spaces to reenforce Said side Seam 
and provide a metal to metal contact through 
out, said metal- to metal contact throughout said 
side seam permitting solder to penetrate by cap 
illary action between all thicknesses of metal of 
Said seam when said seam is bumpedi and 
Soldered. 

3. A reenforced can body capable of resisting 
high internal pressures, said can body compris 
ing a tubular blank having its opposed marginal 
edges bent º into oppositely directed hoks inter 
locked into a side seam, one of said hooks i}aving 
a plurality of , spaced cutaway portions consti 
tuting vent spaces dividing such hook into a 
plurality of Spaced hook sections, the body wall 
portions adjacent said spaces extending into and 
Substantially filling said spaces to reenforce said 
Side seam and to provide a metal to metal contact 
throughout, said metal to metal contact through 
out said side seam permitting solder to penetrate 
between all thicknesses of metal of said seam 
when said seam is bumped, and soldered, said 
interlocked parts and the adjacent body wall 
at the said Spaces between the hook sections 
prOviding a four thickness zone in the side Seam 
at the interlocked parts, and a three thickness 
zone in the side seam intermediate said inter 
locked parts. 

M WALTER E. GROENKE. 
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