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To all whom it may coneern:

citizen of the United bt_&tes, remdmw at Bal-
timore city, in the State of Maryland, havein-

vented certain new and useful Improvements
in Sheet-Metal Can-Bodies, of which the fol-

- lowing 18 a specification.

1O

- This invention relates toan improved sheet- |
metal ean-body; and the object is to provide

a better side seam than the lap-seam now uni-

~ versally employed.
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To this end the invention may be said to

consist in the novel features of construction

hereinafter described and claimed.

The invention is illustrated in the accom-
panying drawings, in which—

Figure 1 represents a perspective view of
thecurled body-blank ready to beformed into
a can-body; Ifig. 2, a perspective view of the
formed cylinder; Fig. 3, an end view of the
same scldered; Fig. 4, an exterior view of a
completed can with an ordinary slip top and
bottom; Fig. 5, a section-of a can-body pre-
pared for a tOD and bottom, which have cen-
tral portions fitting tight inside the cylinder
or can-body; Hig. 6, a sectwn of a completed
can of the latter type.

The body-blank A, after being curled in the
usual way by passmcr through rollels, has its
end edges turned or bent in substantially at
right angles to the said blank by some suit-

“able means--suchasadieand plunger—form-

ing flanges @, which extend the length of the
can-body. In forming the body only the ex-

treme outer edges of these inturned flanges

are brought ton'ether:, as illustrated in Fig. 2.
The corners o’ where the sheet metal is bent

 to form the flanges are not sharp, but some-
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what rounded, and it will be observed that an
exterior substantially - V - shaped groove or

channel 6 is eonsequently formed between

sald flanges.
The can-body is held on the soldeumr -ma-

chine by suitable jaws or clamping devwes
within said body, which clasp the flanges ¢

and hold their edges together, and a strip of

wire solder is laid in the groove 6. The can-

body now passes undersuitable burners,which
melt the solder d in the groove and cause it
- 50 to effectually close the seam and secure the

flanges ¢ together.
The advantaﬂes of this improved seam are
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| as follows: A uniformity in the size of the

| bodliesis effected, for the cylinderisformed by
abutting the two flanges ¢ and holding them
together, and hence there can be no slipping,
as may occur with the presentlap-seam. The
inturned flanges when together form on the
inner side of the can- body a longitudinal rib
1, which serves to greatly str engthen the body,
and when filled cans areundergoingthe cook-
ing process this rib offers a resistance to .the
opening of the seam. Soldering of the seam
i1s accomplished with better effect, becausethe
clamping mechanism is within the can-body
and the exterior is left entirely free. The
seam is thus in full view, and hence can be
closed effectually and no leaks left.
in this form of seam must extend from the
bottom, where the edges of the flanges arein

contact, to the top of the solder and would be

clearly perceptible, as will be obvious, No
soldering-tools are necessary in closmﬂ* the
seam, as seen from the previous descuptlon
of the manner of aecomphshmﬂ* this. The
solder 1s simply laid in the channel of the
seam and the can passed beneath suitable
burners, which melt the solder in the seam.
T'he seam is much stronger than the ordinary
lap-seam. Compression of the can-body sim-
ply forces the flanges ¢ against each other and
does not tend to open the seam, whereas with
the lap-seam such compression will tend to
open the seam, as 1s ebvious.

In eompletmw the can the ordinary slip top
and bottom S may be applied the same as to

any common can-body without the ribzinter-

fering in any way, and the finished can ap-
pears as shown in IFFig. 4. If, however, the
can is to be made with a top and bottom such

as 1, Fig. 6, the central portions T of which

fitinside the cylinder, then the flanges a, form-
ing therib ¢, arecutoff on a slant at the ends,
as shown at 7, ¥ig. 5,to allow the top andJoot-
tom to be fitted 1111:0 the can- bady, as repre-
sented 1n Ifig. 6. .

I have hBlGIHbeOIG stated that the solder-
ing may be done by simply subjecting theseam
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to flame. Itwill be obvious that this may also

be accomplished in the usual way by use of a
soldering-tool.

Hamnt., thus described my mventwn, what
I claim as new,and desire to secure by Letters
Patent, ig=

102D
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- A can-bodyhaving its confronting or adja- | whereby a uniformity of exterior is secured, 1o
cent edges bent inward to form flanges, the | substantially as set forth. |
extreme outer or tip edges of which flanges Intestimony whereof Lafiix my smnature in
touch with each other, and thereby form a | the presence of two witnesses.

5 trough or substantially-V-shaped groove lon-

gitudinally along the can-body between said ' ISAIAI—I II. TAYLOR.
flanges, and a filling of solder in the groove Witnesses:
extending from the bottom of the trough sub- JNO. T. MAI)DOX

stantially out to the exterior of the can, | F. II. ABBES.
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