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: and Fig. 3 is a transverse sectional view of 
the Sean when completed. 

vented certain new and useful improvements 

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

chinery reduced, and the output correspond 
singly increased. 
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To ?old tuitos, ii, alf coneer: 
Be it known that , OscAR HEINBOR, a 

subject of the King of Great Britain, residing 
in the city of London, England, have in 
in Methods of Forming a Hermetic Seam in 
Sheet Metal; and I do hereby declare the fol 
iowing to be a full, clear, and exact descrip 
tion of the invention, such as wili enable 
other's skilled in the art to which it apper 
tains to make and use the same, reference be 
ing haci to the accompanying drawings, and 
to jetters of reference marked thereon, which 
form a part of this specification. . . . . 
My invention relates to folded or lock 

seams for sheet-metal vessels; and it consists 

murn layers only are necessary, so that metal 
is Saved, wear and teal oil the forming ma 

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

Figure 1 is a transverse sectional view of 
the sean as it stands after the first step of the 
operation of forming the same. Fig. 2 is a 
transverse sectional view of the seam after 
the same has been longitudinally grooved, 

The seam is shown in the drawings as the 
side seam of a can; but it should be under 
stood that my invention is applicable in cer 
tail) aspects thereof to other seams. 
a in the drawings is a flange formed, prefer 

aily, at right angles to one edge portion of 
the sheet which forms the body of the can, 
and b is a rebend formed, preferably, at right 
angles to the opposite edge portion of said 
sheet. As shown, this flage and rebend prederally project inwardly, the flaage being 
received by the rebendi. The fiange and re 
bend being thus assetabled by a suitable 
means acting to displace the metal of the 
parts longitudinally and for a portion only of 
the width thereof, a bend is formed at c in 
them, which has the effect of producing a 
grooved in one side of each fold effy and a 
bead k on the otier side thereof, beads and 
grooves fitting int) each other. The thus 
joined and formed lange a and rebend b are 
then bent over as one to and against the ad 
joining face of the portion of the metal from 
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1905, Serial Rio, 250,302, 
which the flange a immediately projects, the 
layers or foldse, f and g and the part of the 
sheet immediately adjacent, flange a being 
compactly compressed together as tightly as 
possible with the view to avoiding the forma 
tion of all interstices or leak-openings of whal 
ever nature. Thereupon the portion of the 
sheet which is immediately adjacent the 
flange at and which directly coincides with or 
is opposed to the layers e,f, and g is grooved 
on the outside in coincidence with the groove 
d, thus forming a bead i 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 occurring after the compressioi of 
the several layers; but it should be under 
stood that the compressing and grooving 
may be accomplished in both one and the 
same operation. 
Formed in the manner above described, a 

seam is produced in which theninimum of 
metal is necessary and which will be found to bé perfectly hermetic. By displacing is 
metal of the assembled fiange it and rebenii 
in; the manner stated, so as to produce coin 
ciling grooves and beads, when the assen 
bited fange and rebend are bent, over into the 
position shown in Fig. s wping together of the surfaces of the layers 
e, f, and g, bead in groove, which causes the 
layers to have perfect contact with each 
other throughout, and thus results in sealing 
up every possible interistice that night other 
wise exist. The grooving which forms the 
bead i, moreover, results in a further re stricted crimpacting and intimate contacting 
of the layers efgin that restricted portiyil 
thereof delineated by the previous grooving 
of said layers. 
Having thus fully described my invention, 

what I claim as new, and desire to secure by 
Letters Patent, is 1. The method of forming a hermetic Sean 
in sheet metal which consists in forming are bend in one edge portion and inserting the 
other edge portion therein, grooving the airi nated body thus, produced longitudinally it. 
as to produce interfitting grooves and be: 
in the layers thereof, and then bending 1. 
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 a hermetic sea. In 

3 there is a certain 
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in sheet metal which consists in forming a re 
bend in one edge portion and inserting the 
other edge portion therein, grooving and 
E. 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 lami 
nated body over out of the plane of initial as 
semblage of said edge portions, substantially 
as described. 

3. The method of forming a hermetic seam 
in sheet metal which consists in forming a re 
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bend in one edge portion and inserting the 
other edge portion therein, grooving and 
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 lami 
nated body over and compressing it against 
the portion of the metal adjacent one of said 
edge E. substantially as described. 4. he method of forming a hermetic seam 
in sheet metal which consists in forming a re 
bead in one edge portion and inserting the 

WM. D. BELI, other edge portion therein, grooving and compressing the lamin.ted body thus pro 

818.439 

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

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, 

I 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 I 

have hereunto set my hand this 24th day of February, 1905. 

: OSCAR HEINDORF. 
Witnesses: 

JoHN W. STEWARD. 

of, then bending the thus grooved laminated. 

groove of said grooved laminated body, sub-. 
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