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To il whom & mal conceri:

~ Be it known that I, OscAr HEINDORF, a
subject of the King of Great Britain, residing
in ihe city of London, England, have in-

“vented certain new and useful Improvements

in Methods of Forming a Hermetic Seam in
Sheet Metal; and I do hereby declare the fol-
lowing to be a full, clear, and exact descrip-
tion of the invention, such as will enable
others skilled in the art to which it apper-
tains to make and use the same, reference be-
ing had to the accompanying drawings, and
to Jetters of reference marked thereon, which
form a part of this specification. T

My invention relates to folded or fock:

seams for sheet-metal vessels; and it consists

“in 2 novel method of forming a hermetic joint
“or seam in such vessels whereby the mini-

murn layers only are necessary, so that metal
is saved, wear and tear on the forming ma-

" chinery reduced, and the output correspond-

ingly increased. - ,

My invention is fully illustrated in the ac-
companying drawings, in which— ‘

Figure 1'1s a fransverse sectional view of
the seam as it standsafter the first step of the
pperation of forming the same. Fig. 2is a
transverse sectional view of the seam after
the same has been longitudinally grooved,

- and Fig. 3 is a transverse sectional view of

the seant when completed.
T am is shown in the drawi s the
he seam is shown in the drawings as the

side seam of a can; but it should be under-

stood that myv invention is applicable.in cer-

tain aspects thereof to other seams. .

@in the drawingsis a flange formed, prefer-
ably, at right angles to one edge portion of
the sheet which forms the body of the can,
and bis a rebend formed, preferably, at right
angles to the opposite edge portioa of said
hoet. As shown, this Hange and rebend
preferably project iny rardly, the flange being
received by therebend b, The flange and re-
bend being thus assembled by 2 suitable
means acting to displace the metal of the
parts longitudinaliy and for a pertion only of
the width thereol, a bend is formed at ¢ in
them, which has the effect of producing 2
groove d in one side of each fold ¢ f g and a
fead & on the other side thereof, beads and
grooves fitting into each other. The thus
joined and formed flange @ and rebend b are
then bent over as one Lo and against the ad-
joining face of the portion ot the metal from

which the flange « iramediately projects, e
layers or folds ¢, {f’, and g and the part of the
sheet immediately adjacent flange o being
compactly compressed together as tightly as
possible with the view to‘avoiding the forme-

tion of allinterstices orleak-openings of what- -

ever nature. Thegeupon the portion of the
sheet which is immediately adjacent the
flange ¢ ard which directly coincides with or
is oppobed to:the layers ¢, f, and ¢ is grooved
on the outside in coincidence with the groove
d, thus forming a bead j on the inside of said
.portion which fits into and is coincident with
the groove d of the layer e. The grooving
whereby the bead j is formed is above de-
scribed as oceurring after the compression of
the several layers; but it should be under-
stood that the compressing and grooving
may be accomplished in both one and tne
game operation.

Formed in the manner above described, a
seam is produced in which the minimum of
meta) is necessary and which will be found to
bé perfectly hermetic. By .displacing the
metal of the assembled flange « and rebe Wd b
in; the manner stated, so a3 to produce coin-
ciling grooves and beads, when the assem-
biad ﬁange and rebend are bent over into the

position shown in Fig. 3 there is a certain

wping together of the surfaces of the layers
¢, {, and g, bead in groove, which csuses the
lavers to have perfect contact with each
other throughout, and thus results in sealiny
up every possible interstice that might other-
wise exist: The grooving which forms the

bead j, moreover, Fesults in a further re- g
stricted cnmpacting and intimate contaching

of the layers e f g in that restricted portion
thereof delineated by the previous grooving
of said layers. ’ p ‘ .

Having thus fully des ribed my.invention,
what I claim as new, and desire to secure by
Letters Patent, is— ‘

1. The method of forming a hermetic seam
in sheet metal which consists in forming a re
bend in one edge portion and inserting the
other edge portion therein, grooving the jaun-
nated body thus. produced longitudinally =
as to produce interlitting grooves and bes:
in the layers thereof, and then bending tuv
thus grooved laminated body over out, of the
plane of initial assemblage of said edge por-
tions, substantially as described.

2. The method of forming s hermetic seam
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_the portion of the metal

in sheet metal which consists in forming & re-
bend in one edge portion and inserting the

other edge portion therein, grooving and |

compressing the laminated body thus pro-
d(\llcr;ed longitudinally so as to produce inter-
fitting grooves and beads in the layers there-
of, and then bending the thus grooved lami-

nated body over out of the plane ofinitia] as-

semblage of said edge portions, substantially |

as described.’ . )
3. The method of forming a hermetic seam
in sheet metal which consists in formin g are-

bend in one edge portion and inserting the |
grooving and |

other edge portion therein,

compressing the laminated body thus pro-

" duced longitudinally so as to produce inter- .

fitting grooves and beads in the layers there-
of, and then bending the thus grooved lamij-
nated body over and compressing it against
adjacent one of said
edge portions, substantially as described.

4. IE‘he method of forming a hermetic seam

in sheet metal which consists in forming a re- '

|
|
f
i
!

|

r
|
|
I
|
i
f

bend in one edge portion and inserting the '

other edge portion therein, grooving and

- compressing the lamins.ted body thus pro-

- 818.43y

duced longitudinally so as to produce inter-
fitting grooves and beads in the layers there-
of, then
body over against the portion of the metal
adjacent one of said edge portions, and then
grooving said portion coincident with the

groove of said grooved laminated body, sub-.

stantially as described. :

5. The method of forming a hermetic joint
in a sheet-metal lock-seam having longitudi-
nal beads on certain of its layers which con-
sists in compressing the layers of the seam to
cause the beads to intimately contact with
adjacent layers, and then bending the seam,
compressed, over around an axis’ parallel
with the seam, whereby to cause the beads to
wipe against the adjacent layers, substan-
tially as described.

In testimony that I claim the foregoing 1
have hercunto set my hand this 24th day of
February, 1905, ’

OSCAR HEINDORF.
Witnesses:
Wwu. D. Bewr,
Joun W. StrEwarp.
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