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UNITED STATES

© 14625,229

PATENT OFFICE.

| GZARLES STOLLBERG, OF NEW YORE, ¥. ¥., ASSIGNOER TO AMERICAN CAW COMIPANT,
. OF NEW ¥OREK, N. Y., & CORFORATION OF NEW JEBSET. '

CAN RODY AND METEOD OF FORMING THE SIDE SEA THEEREQHE.

AppHestion dled Aprll 16, 1825, Serial Ho, 028,478,

My invention relates to the manufacture
of cans, and more particularly to the method
of forming the side seam thereof. '

With the recent developments of can mak-
ing machinery, there has been a marked in-
crease in the speed attainable in the proc-
esses of manufacture and, whereas only a
few years ago the rate of production for one
machine was about 100 cans per minute, it
is not unusual, with the new machinery, to
produce upon a single automatic machine
300 cans per minute. With this enormous
speed, certain difficulties have been encoun-
tered, one of which is the trapping of air
within the side seam of the can body when
the solder is applied thereto, with the re-
sult that unsoldered spaces, or “islands”, oc-
cur in the seam and impair the strength
thereof. This difficully has been experi-
enced more particularly in connection with

the so-called “lock and lap” type of seam,
in which the central portions of the op-:
. posed edges are interengaged and the end .

portions are merely lapped. This form of
seam has been found to be stronger end
more efficient than the so-called “lap” seam,

* but inasmuch as the ends of the lock por-
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"case of a lap
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tion of the seam are closed when said: edges

are interengaged, there i3 more likelihood of ~ bas ! R
. Fig. 6 is a broken éﬁw view of g ¢anbody -

trapping the air during the soldering opera-
tion
’ seam. When the solder. is

applied at the very rapid rate now attained,

‘the ends of said lock portion of the seam:
are instantaneously closed off, or sealed.by.

~the solder, which, passing edgewise into the

- -gentral
. ally.
Cw air.. This entrapped
o 4

E)(artbof the seam, 1n some cases actu-
ots or entraps a certain amount of
] air, being subject to
the intense heat of the solder bath, repidly
expands and thus forms an increased barrier

poc

" to the entrance of solder into the ssom, with

4

[~

the result heretofore mentioned.

_ The purpose of my invention is ic over-
come this difficulty by providing for the
escape of the air from the seam during oper-
ations thereon which might tend to entrap

* it, the operation particularly affected being

that of soldering, as hereinbefore indicated.

Numerous' other objects and advantages
of the invention will be apparent as it is
better understood from the following de-
scription, which, taken in connection with

since it cannot readily escape as in the~

the accompanying drawings, discloszs o
preferred embodiment thereof.

Referring to the drawings, -

Figure 1 is & perspective view of a can
body formed with & lock and lap seam em-
bodying the preferred form of my invention,
which preferred form is further illustrated
in Fig. 5; . ’

Fig.21s 8 (ferspective fragmentary view
of the opposed edges entering into the lock
and lap seam, the view illustrating the parts
in separated relationship for the purpose of’
clearly disclosing the channel for reception
of the solder; ' .

Fig. 8 is a perspective fragmentary view
of a soldered side seam, partially torn open,
the view illustrating the imperfect sweat-
ing of the seam and the “islands” caused by
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the trapping of air within the inner folds .

of the seam; : :

- Fig. 4 is & cross-sectional view of a por-

tion of the can body within & forming men-

0

drel snd illustrating the meanper in whieh

the solder is applied to the seam by the
solder rell; 2

Fig. 5 is a partial sectional view of a can

body, showing the
seem iliustrated in
has been applied; -

Iigref_emd form of side

€

blank of medified formes - .-

- "Fig. T is o partial sectional view showin

“the seam produced by the form of blank

shown in Fig. 6; ‘
“"Fig.'8 is & broken plan view of ancther
modified form of blank; and '

Fig. 9 is'a view corr@sgondimg to Figs. 5
ond 7, showing the modified form of blank
illustrated in Kig. 8. '

Upon said drawings, illustrating the best
manner in which I have thus far contem-
plated spplying the principles of my inven-
tion, the reference character 11 indicates a
csn body formed with a lock and lap sean,
the lock portion being indicated, generally,
by the reference character 12 and the lap
portions by the character 13. The edges of
the body 11 are hooked at 14 and 15 (see
Fig. 2) and are adapted to be interengaged,
as shown in
spplication of the solder. A channel 16 is
formed in the edge having the hooked por-
tion 14 2nd is adapted to receive colder from

g, ?Lv.?esfom,_@hg ‘eolder "'-'_'i
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Figs. 5, 7 and 9, prior to the -
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art of or in
chine and is
1 ide geam, in

by the arrow, the
upported within a mandrel
he reference character 18,
thereby cdreied up from &
d dirvected into the channel

heretofore stated, the projection of
Ider into said channel ot the high rate
peed of the present machines tends to
the end parts 18 of the channel 18,
ie forward edge therecf, thus
cape of air contained with-

" the seam, with the resulf that
| spares or “slands,” indicated by
ence character 21 in Fig. 8, occur.
v, this impairs the effectiveness of
" the hond and. as previously stated, the dif-
ficulty is nggravated by the fauct that the
1t heat produced by the molten solder
;B3 ton of the air, thus inevessing

fered spaces.

are formed in
the channel
to establish
id channel while the
into the latter and
be driven out by the
ch not only completely
but fnally flls the de-
g ‘

d Iy
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iHustrated in
of the body blank 11
3 is formed 1s notched,
cdiate the usual
ing passages, a8
w7, through which the air
Ider s dirvected in from
he channel.  Another
wetion suitable for at-

& crbures 268 ab intervals im
nich are disposed in the
Y .90 Adter the hooked

f the searn have been interengaged,
ir may escape through these
the soldern ration and
! be comple iled by the
will not be ohiectionable

on and meny
1 be under-
ription, and
s changes may

e arting
md scope of the invention,

ferred form of .

- or sacrificing all of its material advantages,

the form hereinbefore described being
merely a preferred embodiment thereof.

I claim: :

1. The method of forming side seams of
can bodies, which' consists in interengaging
the edges of a blank provided with air vents
in the seam area, and applying solder in
fluid condition and from the exterior of the
seam to the interengaged edges in direction
to drive the air therefrom through said
vents. .

2. The method of forming side seams of
can bodies which consists in interengaging
the edges of a blank provided with air vents
in the seam area, and directing solder in
fluid condition and from the exterior of the
seam into the seam in direction to drive air
which might otherwise be trapped therein
out through said vents.

3. The method of forming side seams of
can bodies which consists in interengaging
the edges of & blank provided with a vent
adapted to permit the escape of air from the
seam when solder in fluid condition is ap-
plied externally to the seam and flows into
the same.
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4. The method of forming side seams of

can bodies which consists in interengaging
the edges of a blank provided with a vent
adapted to permit the escape of air from the
seam, and tﬁermf@er applying solder in fluid
condition and from the exterior of the seam
to said seam in direction to drive air which
might otherwise be trapped therein out
through said vent.

5. 'The method of forming side seams of
can bodies which consists in interengaging
the edges of a blank provided with a plu-

rality of air venis formed at intervals in.

the length of the seam and adapted to per-
mit escape of air therefrom when solder in
fluid condition is applied externally to the
seam and flows into the same. :

6. The method of forming side seams of
ean bodies which consists in interengaging
the edges of a blank provided with a plu-
rality of air vents formed at intervals in the
length of the seam and adapted to permit
escape of air therefrom, and subsequently
app.ying solder in fluid condition and from
the exterior of the seam to said seam in direc-
tion to drive air which might otherwise be
trapped therein out through said vents,

7. The method of forming lock and lap
side seams on can bodies which consists in
interengaging the hooked portions of the
blank edges, the latter being provided with
eir vents at intervals in the length thereof,
and applying solder in fluid condition and
frorm the exterior of the seam to the seam in
direction to drive air which might otherwise
be trapped therein out through said vents,

8. A can body blank, comprising a body
having hooked edges adapted to be interen-

25

100

108

110

118

120

125



1,625,220

gaged to form a side seam and being provid-

- 'ed with an air vent in the seam area to

- - having hooked edges ada

- ) -lo

permit escape of air from said seam during

" the process of closing the latter when solder
in fluid condition is applied externally to the

seam _and flows into the same.
9. A can body blank,

gaged to form a side seam and being provid-
ed with a plurality of air vents in the seam
area to permit escape of air from said seam

- . during the process of closing the latter when

b

solder in fluid condition is apﬁ)lied externally
to the seam and flows into the same.

10. A can body blank, comprising a body .

having hooked edges adapted to be interen-

- gaged to form a side seam and being pro-

 vided with & plurslity of air vents formed ‘

comprising a,lboaviy'
pte(P to be interen-

at intervals in the length of the seam to per-
mit escape of air during the process of clos-
ing said seam when solger in fluid condition
is applied externally to the seam and flows
into the same. ‘ :

11 A can body blank, comprising a body -

part having opposed edges hooked through-

hooked portions of the edges being adapted
to be interengaged to form the 105( part o}
the seam and the remaining portions of said
seam adapted to be merely lapped to form
the lap portion of the seam, said blank be-
ing provided with vents in the seam area
adapted to permit escape of air from said
seam during the process of closing the latter.

. CHARLES STOLLBERG.

nut a dpart only of the length thereof, the
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