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its object more especia

UNITED STATES PATENT OFFICE.

LOUIS C. KRUMMEL, OF CLINTON, CONNECTICUT.

METHOD OF FORMING SHEET-METAL RECEPTACLES.

No. 31'4,346. o Speciﬁeatioh of Lettem'Pa.teﬁt. - Patented Dec. 17,1907.- .
Application filed July 11,1907. Serial No, 383,246. )

To all whom 1t may concern: ,- |
Be it known that I, Louis C. KruMMEL, a

_receptacle with both inner and outer seal.

Fig. 7 is a detail sectional view showing the

citizen of the United States, residing at Clin- | closing blank with the completely curled

ton, in the county of Middlesex, State of
Connecticut, have Invented certain new and
useful Improvements in Methods of Forming
Sheet-Metal Receptacles, of which the fol-
lowing is a description, reference being had
to the accompanying drawing and to the let-
ters and figures of reference marked thereon.
 This invention relates to the. method of
forming sheet metal receﬁtacles , and has for
y to 1mprove the

~ method of connecting the end blank to the

16

body portion of the receptacle, whereby said
end blank may be ‘quickly secured to the
body portion by a joint or seam, that will se-
curely hold the parts together, so that all ha-
bility of the parts being separated in han-

_dling or in transportation, is avoided, which

joint or seam also may be made perfectly

~ hermetic if desired.
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A further object of the invention 1s to pro-
vide a -method of connecting the closing
blanks to the body of a receptacle wherem
the %arts may be interlocked by the usg of
simple expedients and wherein t%are is little
or no wear upon the assembling mechanism,
and furthermore, wherein the steps are few
in number and quickly performed so that the

in a given fime. | |

The invention consists in the novel steps
hereinafter deseribed and set forth in the
claims. T

In the drawings which show by way of
illustration a receptacle made by the present
improved method:—Figure 1 is a sectional
view showing the receptacle body and the
closing blanks before being applied to said
body. Fig. 2 is a sectional view of one end
of the receptacle wherein a slight amount of

' Eressure has been used in joiming the end
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lank to the body portion of the receptacle,
so that said end blank may be removed if de-
sired. Fig. 3 shows a sectional view of the
end of a receptacle wherein considerable
pressure has been used in joining the parts
and the body portion of the receptacle has
been crowded entirely inte the curl so that
the parts are firmly locked together. Fig. 4
is an enlarged sectional view of the seam or
joint shown in Fig. 3. Fig. 5 1s a view simi-
lar to Fig. 4, whercin a sealing material is
used so that the seam or joint is made her-
metic. Fig. 6 shows In section a seam for a

eceptacles may be made in large quantities.

i

edge and a sealing material therein as the 60
same is about to be applied to.the can body.

In carrying out my impreved method, L
form the body 1 of the receptacle 1n the usual
manner; and when making:a round recepta-
cle, the sheet metal is merely rolled into a 65

cylinder the meeting edges overlapped and
soldered or otherwise secured. - - .- -
The outer ends 2 and 3 of the cyhnder, are
now ready to receive the closing blanks and: -
de not require any further bending or prepa- 70
ration for the reception of said elosing b &BL:.
The closing blank has a portion 4 formed of
practically the same area as the inside:cross
sectional area of that portion of the body of
the receptacle to which 1t is to be ?p ied. 75
Said closing blank is formed with a flange 5
which extends laterally from. the portion 4-
and is bent outwardly and then downwardly
and inwardly: and then upwardly to form a- -
curl 6, which extends entirely around the 80
clor;iﬁlgbla_hk. ¢ e o] Lo
. The inner edge of the eurl 6 is shghtly
spaced from the flange 5. The closi dll%l&ni |
is placed on the outer edge of the body per~
tion of the receptacle, so that:-the edge _oFi?he 85
receptacle which is straight enters between
the flange 5 and the inner edge of said curl 6.
Pressure is now applied to the closing blank
or to the receptacle so that the parts are
forced together and the edge of the body por- 90
tion of the receptacle is bent by means of the
curl in the closing blank so that the parts are -
interlocked. This pressure is preferably ap+
plied in-a direction at right angles to t.ﬁ;' '
plane of the closing blank and.the entwe 95 -
lank forced on to the body portion of the - -
receptacle at one time, although it is obvious = -
that the pressure may be applied in ‘any
other way that will secure the result desired..
The curled flange on the closing blank 100 -
serves as a die to curl the edge of the body:
portion of the receptacle. In applying the =
pressure, the closing blank ma Ee backed -
up with a suitable block which if desired,
may be so formed as to conform to the outer 105
surface of the curled edge on the closing .
blank. From my method of joining:-the
closin.gl blank to the body portion of the re--
ceptacle, it will be noted that the curlededge
on the closing blank serves as a die to curl the 110
edge of the body portion of the receptacle and
therefore, the wear incident to the moving
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in assembling the parts, the
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. locked together.

~ the closing blank an
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~ the closing blank a suitable sealing material |

2

of the raw edge of the sheet metal upon the
curlin%
and the supporting block for the closing
blank, receives little or no wear. |

By applying the closing blank directly to
the body portion of the receptacle, I am
thereby enabled to use a great deal of pres-

sure 1n - ‘assembling the parts, and for this
reason, the curled edge on the flange of the

closing blank may be made approximately
of the same size as the seam, or joint used or-
dinarily in closing receptacles and therefore,
after the parts are assembled, no further
pressure 1s required to close the seam or joint
between the parts. |

- 1t will be noted that my method may be |

used to apply closing blanks to both ends of

the body of the receptacle, and thus com- | -

plete the entire receptacle or the method
may be used to form the bottom of the recep-

tacle, while other means 1s used to place the
While I have referred |

cover on the same.
to my receptacle as being cylindrical in
shape, 1t 1s very evident that said receptacle
may be rectangular or of any other shape.
If only a small amount of pressure is used
'Eody portion of
the can will extend only a slight distance
into the curled edge on the closing blank as
shown in Fig. 2 a.ng the parts thereby will be

By this form of construction, a suitable
implement may be appled to the cover of
the same removed
from the body portion of the receptacle.
When however, 1t 1s desired to form a per-
manent seam between the parts, consider-

able pressure is applied and then the edge of |

the body portion of the receptacle will ex-
tend around into the curled edge on the clos-
ing edge as shown in Fig. 4 and the parts

thereby firmly interlocked, so that they can- |

not be removed without
ing the closing blank. _

“When 1t 1s desired to hermetically seal the
receptacle, I may place in the curled edge of

practically destroy-

7 (see Fig. 5), and as the body portion is

die 1s.received by the closing blank

il

forced into the curled edge of said closing |

874,346

blank, the sealing material will effectively
seal the joint thereby providing a seam or
jomt which is perfectly hermetic, or if de-
sired, a sealing material 8 (see Fig. 4), may
be applied to the joint after the parts have
been 1nterlocked. * -

The mvention in its broader aspects is not

limited to the formation of the particular re-
ceptacle herein disclosed, nor to any particu-

lar formation of receptacle, nor to any par-
ticular form of closing blank, as changes
may be made therein without departing
from the main principle of the invention, and
without sacrificing its chief advantages.
Having thus particularly described my in-
vention, what 1 claim as new and desire to
secure by Letters Patent, 1s:
1. The method of forming sheet metal re-

ceptacles, which includes the formation of a

fimished closing blank, with a completely
curled edge, placing said blank upon the un-
curled edge of the receptacle body, with the
edge thereof extending into said curl, apply-
Ing pressure so that the closing blank is given
a movement relative to said body portion,
the curled edge of the blank causing the edge
of the body portion to be curled and inter-
{;chkti-,(d with said curled edge oh the closing
ank.

2. The method of forming a sheet metal re-
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ceptacle which includes the formation of a 80

finished closing blank with a completely
curled edge, providing said curled edge with
a sealing material, placing said blank upon
the uncurled edge of the receptacle body

with the edge thereof extending into said 85

curl, applying pressure so that the closing
blank 1s given a movement relative to said
body portion, the curled edge of the blank
causing the edge of the body portion to be

closing blank.
In testimony whereof I affix my signature,
in presence of two witnesses.

LOUIS C. KRUMMEL.

Witnesses:
AgNES KRUMMEL,
Liry RicHTER.

curled and interlocked with said edge on the 90



	Drawings
	Front Page
	Specification
	Claims

