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To all whom it may concern: 
Be it known that we, JoHN F. HoAG and 

WILLIAM THOMAs, citizens of the United 
States, residing at Beatrice, in the county 
of Gage and State of Nebraska, have invent 
ed certain new and useful Improvements in 
Sheet-Metal Tanks, of which the following 
is a specification. 
This invention relates to certain improve 

ments in sheet metal tanks and the like; and 
the objects and nature of the invention will 
be readily understood by those skilled in the 
art in the light of the following explana 
tion of the accompanying drawings illus 
trating what we now consider to be our pre 
ferred embodiment from among other ar 
rangements and formations within the spirit 
and scope of our invention. 
An object of the invention is to provide 

certain improvements in sheet metal tanks, 
particularly tanks of large size designed for 
use on the farm and elsewhere for holding 
large quantities of water or other liquid 
whereby the lower ends of Such tanks and 
the connections between the bottoms and side 
walls thereof will be rendered strong and 
durable and of the desired rigidity. 
Another object of the invention is to pro 

vide certain improvements in the formation 
of the side walls of sheet metal tanks where 
by the same can be advantageously manu 
factured and assembled with the tank bot 
toms to produce tanks of high efficiency and 
durability. 
The invention consists in certain novel 

features in construction and in formation 
and arrangement of parts as more fully and 
particularly set forth hereinafter. 

Referring to the accompanying drawings: 
Figure 1, is a perspective view of a tank 
constructed in accordance with our inven 
tion. Fig. 2, is a vertical cross section there 
of. Fig. 3, is a cross sectional view showing 
the bottom and side wall before assembling. 
The tank illustrated in the accompanying 

drawing consists of a sheet metal bottom 1, 
and a vertical sheet metal side wall 2, at its 
lower edge united to the edge of the bottom 
by a tight joint or seam 3. The side wall 
2, can consist of a single sheet having its 
ends united by a suitable tight vertical seam 
or joint 4, to form the continuous Wall 
whether the tank is cylindrical, or elongated 
with straight sides and rounded ends. The 
ends of the sheet can be overlapped and 

riveted together to form the tight vertical 
side joint 4. The vertical wall of the tank is preferably provided with a longitudinal 
top rolled or beaded stiffening edge 5, al 
though the invention is not so limited. The 
lower edge portion of the sheet (or sheets) 
forming the vertical wall is projected in 
Wardly approximately horizontally or ra 
dially to form the outer peripheral or edge 
portion 6, of the horizontal bottom wall of 
the tank Surrounding the tank floor or bot 
tom sheet 1. This portion 6, has its inner 
edge doubled up and back into hook shape 7, 
to form one of the Seam-forming members 
whereby the bottom sheet 1, is united by a 
tight seam with the portion 6, of the vertical 
Wall sheet 2. 
The horizontal bottom or floor sheet 1, has its surrounding edge portion bent or turned 

downwardly and inwardly into hook shape 
8, corresponding to the hook bend 7. The 
said sheet 1, rests on the hook bend 7, with 
its hook bend 8, entering the same and mesh 
ing therewith, and said bends are tightly 
and rigidly compressed vertically to form 
the tight seam 3. 

It will be noted that the bottom sheet 1, 
rests on the inturned lower edge of the sheet 
material forming the vertical wall of the 
tank and that the seam 3, is arranged in the 
bottom Wall of the tank and is spaced in 
Wardly from the surrounding vertical wall 
of the tank and from the vertical plane of 
the general vertical line of said vertical 
Walls as distinguished from a seam formed 
in and at the angle or corner where the ver 
tical Wall and horizontal bottom wall meet. 
The formation of a sharp corner angle 

is avoided and the structure is greatly 
strengthened by forming the vertical wall 
with an outward, downward and inward 
transverse curved portion constituting a 
marked exterior bulge or offset 9, extending 
completely around the lower end of the tank 
and continued inwardly into the bottom 
wall thereof, and this bulge can be braced 
and strengthened by a corrugation 10, ex 
tending around the vertical wall of the tank 
and joining the outward bulge 9, to the 
straight portion of the Wall. The bulge pro 
jects outwardly beyond the general vertical 
plane of the tank side wall while the lower 
edge of the bulge is continued inwardly ap 
proximately horizontally. 
The lower end of the tank is materially 
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stiffened and strengthened by the exterior 
surrounding bulge and by the avoidance of 
a sharp angle or corner containing the Sean 
uniting the tank bottom and vertical wall. 
The lower surrounding corner portion of 
the tank is also strengthened by the location 
of the seam 3, in the horizontal bottom Wall 
of the tank spaced inwardly a distance from 
the vertical wall of the tank, and by this 
arrangement cracking and breaking of the 
galvanized or other surfaces of the metal 
sheets is avoided, as usually occurs where 
the seam is formed in the angle between the 
vertical walls and bottom sheets. 

In manufacturing tanks under this inven 
tion, metal sheets while flat are formed 
along one longitudinal edge to constitute the 
stiffening roll or bead and throughout the 
opposite edge are doubled back to form the 
open hook bend. These flat sheets thus 
formed are then passed through a suitable 
machine to form the longitudinal corruga 
tions and throughout their lengths to form 
the sheets with the wide curved lateral de 
-flections constituting the exterior bulges in 
the completed tanks. This machine will at 
the same time curve the sheets to the desired 
radius to produce tanks of any diameter, 
or tanks having straight sides and curved 
ends. By suitable means, sheets of the de 
sired sizes to form the tank bottoms have 
their edge portions doubled under to form 
the open hook bends hereinbefore described. 
In assembling these sheets to form the tank, 
a bottom sheet is placed within a vertical 
Wall sheet and down onto the inturned 
lower edge thereof, before the ends of the 
wall sheet are united to form the vertical 
side seam. The wall sheet is then usually 
slightly contracted, collapsed, or compressed 
to reduce its diameter so that the bottom 
open-hook bend of the bottom sheet can 
drop down around and then enter the up 
turned open hook bend of the wall sheet 
when the wall sheet is expanded to normal 
diameter. When the open-hook bends of 
the vertical wall and bottom have been prop 
erly intermeshed and positioned one within 
the other, the ends of the vertical wall sheet 
are permanently joined together by rivet 
ing or otherwise to form the vertical side 
seam, and the tight bottom Seam is then 
formed by vertically compressing Said hook 
bends. This can be done by hammering or 
by pressure exerted within the tank by any 
suitable machine or other mechanism. The 
side walls of a tank can be formed by a sin 
gle sheet or by several sheets united at their 
ends to form what is herein referred to as 
a sheet. 

Peculiar advantages are attained particu 
larly in the manufacture of large tanks by 
bending the sheets while flat to form the 
open hook bends, and then shaping the 
sheets formed with such bends to provide 
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the wide curved deflections and curving the 
sheets to the desired radius for round Or - 
round end tanks. 

It is evident that various changes, varia 
tions and modifications might be resorted to 
without departing from the invention de 
fined by the claims and hence we do not wish 

7th 

to limit ourselves to the exact disclosure 
hereof. 
What we claim is:- 
1. A sheet metal tank having its vertical 

surrounding side wall formed with an ex- . 
terior bulge around the lower end of the 
tank and terminating in an inwardly ex 
tended horizontal edge around the tank bot 
tom, and a tank bottom resting on and 
united to said inwardly extended edge by a 
tight seam spaced inwardly from the gen: 
eral vertical line of the tank side Wall, said 
bulge projecting outwardly beyond said gen 
eral vertical line of said side wall, whereby 
the side wall merges into the bottom on 
curved lines, and whereby the bottom can 
be inserted into the tank through 
thereof, in assembling. - 

2. A sheet metal tank having an end edge 
portion of its side wall formed with a sur rounding continuous bulge transversely s s 

curving outwardly, downwardly and in 
wardly and terminating in an in Wardly pro 

the top 

95 
jected approximately radial portion pro 
vided at its inner side. With an out-turned 
hook bend at its outer edge Spaced radially 
a distance from the adjacent inner. Surface 
of said bulge, and a plate forming a head of 
said tank and resting on the inner Surface 
of said inwardly projected portion and at 
its outer side having an inturned hook bend 
engaging under said out-turned hook bend, 
said hook bends being compressed to form a 
tight flat seam uniting said head to said side 
wall, the outermost edge of said head being 
spaced inwardly and radially from the Sur 
rounding inner surface of said bulge, where 
by the side wall merges into said head on 
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transverse curved lines, and whereby said 
side wall can be previously rolled with said 
bulge and hook bend, and whereby said head 
can be previously formed with its hook bend 
and in assembling can be inserted into the 
side wall onto the inner face of its inwardly 
extended portion and into mesh with the 
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previously formed out-turned hook bend 
thereof. 

3. A sheet metal tank having a vertical 20 

seam in its side Wall, an end of said side Wall 
being transversely curved inwardly and ter 
minating in an inwardly projected approxi 
mately radial portion provided at its inner 
side with an out turned hook bend at its outer edge spaced radially a distance from 
the adjacent inner surface of said wall, and 
a plate forming a head of said tank and rest 

125. 

ing on the inner surface of said in Wardly 
projected portion and at its outer side hay 30: 
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ing an inturned hook bend engaging under 
said out turned hook bend, said bends being 
compressed to form a seam uniting the head 
to the side wall, the outermost edge of said 
head being spaced inwardly from the sur 
rounding inner surface of said side Wall, 
substantially as described. 

4. A sheet metal tank having its sur 
rounding wall formed with a side seam ex 
tending longitudinally of the tank, the lower 
end of said wall extending inwardly and 
terminating in an inwardly projected ap 
proximately radial portion provided at its 
upper side with a seam member spaced ra 
dially a distance inwardly from the adjacent 
inner surface of said wall, and a bottom 
plate resting on the upper surface of Said 
inwardly projected radial portion and at its 
under side provided with a seam member 20 

25 

corresponding to said seam member first 
mentioned and coöperating therewith to 
form a tight seam uniting the bottom and 
side, the outermost edge of said bottom plate 
being spaced inwardly a distance from the 
surrounding inner surface of said side wall, 
whereby in assembling the tank, said bottom 
plate can be inserted in the side wall before 
the side seam is formed and placed down on 
said inwardly projected portion to cause 
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Said seam members to mesh for the forma 
tion of the seam uniting the bottom and side 
walls. 

5. A sheet metal tank having its vertical 
side Wall formed with a vertical side seam, 
the lower end portion of said wall formed 
with an exterior surrounding bulge and ter 
minating in a portion extending inwardly 
and radially and at its upper side formed 
with a seam member, and a bottom resting 
on said inwardly extending portion and at 
its under side formed with a seam member 
meshing with said first mentioned seam 
member to form a tight joint between the 
bottom and side wall, said seam members 
being spaced inwardly and radially a dis 
tance from the inner surface of the sur 
rounding bulge to permit placing of the bot 
tom on said in Wardly extending portion and 
intermeshing of the seam members in the 
assembling of the tank before said vertical 5 
side seam is formed. 
In testimony whereof we affix our signa 

tures in presence of two witnesses. 
JOHN F. HOAG. 
WILLIAM THOMAS. 

Witnesses: 
R. H. Yale, 
W. O. RANKIN, 

Copies of this patent may be obtained for five cents each, by addressing the “Commissioner of Patents, 
Washington, D.C.' 
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